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AHAQYXH XYTTPA®EA AIITAQMATIKHY EPI'AYXIAX

O katwOL umoyeypapupévog BAdoong Maplog tou Baolleiou, pe aplBud pntpwou
46147303 dortntrig tou MNavemiotnuiov AuTIKAC ATTLKAG TNG ZXOANG MNXOVLKWY TOU
TuAuoatog Mnxavoloywv Mnxavikwv, SnAwvw urevBuva otL:

«Elpat ouyypadéag autng tng SUTAWUATIKAC Epyaoiag Kol OTL kaBe Bor)Bela tnv omola
glya ylo tnv mpoetolacia tn¢ eival MANPWE avoyvwpLoPEVN Kal avadEpeTal atnV
epyaoia. Emiong, oL 6moleg mny£g amo Tig omoleg ékava xprion deSopévwy, WOewv N
Aé€ewy, elte akplpwe eite mapadppacpéveg, avadEpovtal 0To GUVOAO TOUG, LE TTANPN
avadopd otoug ouyypadel, Tov €kSOTIKO 0OlkO 1 TO  TEPLOSIKO,
OUUTEPAAUPBAVOUEVWY KOL TWV TINYWV TIOU EVOEXOUEVWE XpNOLomoLBnkav anod to
Sladiktuvo. Emiong, PBePfawwvw OTL auty n epyacia €xel ouyypadel amodo péva
OTTOKAELOTIKA KOl OTTOTEAEL TTPOIOV TIVEULATIKNC LOLOKTNolaG TO00 SLKAG Hou, 600 Kal
Tou I6pupatoc.

Mapafoon ¢ avwTépw akadnuaikng pou eubuvng amoteAel ouowdn AGyo yla tnv
OVAKANGCN TOU TTUXiou pou».

O AnAwv
MAPIOZ BAAZZH2

(L
g




HHEPIAHYH

H tplodlaotatn eKTUMWON OMOTEAEL Hal TIPWLUN WOEA TwV TEAEUTAIWY Xpovwv. OAogva. Kal
Sladopetikég Texvoloyie¢ mapouoidlovtal otov TopEd He efeAyuéveg peBodoug kal
TIEPLOCOTEPEG SUVATOTNTEG EKTUMIWONG Kat dnpoupylag. MAEov eKTtdC amd Toug TOMELS TNG
Blopnyaviag, n TPOOACTOTN EKTUTIWON XPNOWOTIOLETOL KOl Yl OLKLOKI) XPHON, OVIOG

OLKOVOLILKN KOlL EUXPNOTN TEXVOAOYLaL.

Jtnv mapovoa SUTAWMOTIKA €Pyacia apXIKA TIOPOUGCLALETAL N LOTOPLIKN avaSPOUr TNG
Texvoloylag kaBwg kat n Bewplia OYETIKA UE TIC TEXVOAOYIEG KOL TAL UMKA TIOU UTIAPXOUV OTIG
TIPOOOETIKEG  KATAOKEVEG. Emerta mapouctaletal n  pebodoloyia Tou TpOKeTaL va
0KOAOUONBEl, 0 TMEPAUATIKOG OXESIOOUOC Kal Ta BrpoTa yla TV TPAYHUOTOnoinon g

TIEPAPOTIKAG Sladikaoiag.

JT0 TIEWPOPOTIKO HEPOC TNG EPYAOIOC, OUCLOOTIKA Tpoypatornoleltal éva  mARBog
TPLOOLACTOTWY EKTUTIWOEWV SLS pE SLadOPETIKEG TTAPAPETPOUG EKTUTIWONG YLt SLAdOpEC
TIEPUTTWOELG. Tal EKTUTIWUEVA SOKIpLOL EMELTA, UTTOBAAAOVTOL OE INXOVIKEG KOTQUTOVIOELG
€PEAKUCHIOU KOl TOL QUTOTEAECOTO CUYKPLVOVTaL LETAEY TOUG PE TN BorBeta SloypooTwy.
Me 10 Tépag NG Sladkaoia Twv SOKIWY Kol HECW OTATIOTIKAG AVAAUONG TIPOKUTTTEL O
BEATIOTOC OUVSUOOUOG TIOPAUETPWY, OAAA KoL N TIOPAUETPOC TOU EMNPEAlel o€
MEYAAUTEPO BABUO TIG UNXAVLKEG LOLOTNTECG EVOG AVTIKELUEVOU TTOPAYOUEVOU LECW TNG

texvoloyiag SLS.

Téhog, mpayuatomoleitat oulAtnon vyl TNV OvVOoKOTNon 1tTn¢ Tmapoloag
SUTAWMOTIKAG, OvAAUOVTOL TO OCUUTEPACHOTA TNG Egpyoociog kKobwg kol T
TPOPBANUATA TIOU MAPOUCLACTNKAV UE TIG TBAVEG AUOEL Toug, aAAd Sivovtal Kot
neplBwpla BeAtiwong Ta omola eMITPENMOUV TNV €EEALEN QVTIOTOLXWV EPEUVWV OTO

TOUEQ TWV TPOOOETIKWVY KATAOKEUWV.

Né€elg kAewdia: 3D Printing, MpooBetikég kataokevég, Additive manufacturing,

Mnxavikeg 1610tnTeg, Selective Laser Sintering






ABSTRACT

3D printing is a first idea of recent years. More and more new technologies are introduced in
the field with sophisticated methods and more printing and creation possibilities. Now in
addition to the fields of industry, 3D printing is also used for home use, because it is an

economical and easy-to-use technology.

In this thesis, the historical review of the technology as well as theory regarding the technologies
and materials included in additive manufacturing is firstly presented. Then the methodology to
be followed, the experimental design and the steps for carrying out the experimental procedure

are presented.

In the experimental part of the work, a number of SLS 3D prints are actually performed with
different printing parameters for different cases. The printed samples are then subjected to
mechanical tensile stresses and the results are compared with each other with the help of
charts. At the end of the trial process and through statistical analysis, the optimal combination
of parameters is obtained, as well as the parameter that affects to a greater extent the

mechanical properties of an object produced through SLS technology.

Finally, a discussion is held for the review of this dissertation, the conclusions of the work are
analyzed as well as problems presented with their possible solutions, but room for
improvement is also given which allows the development of corresponding research in the field

of prosthetic constructions

Keywords: 3D Printing, Mechanical Properties, Selective Laser Sintering, Additive

manufacturing



Evyaprotieg

Apxa Ba BeAa va EuXAPLOTIIOW ToV UMELBUVO KaBnyNnTr) Hou KUPLO ZayLd, TIoU Hou Edwaoe
TNV eVKaupia va aoxoAnBw pe Eva BEpa eTiKALPO LIE TO omoio eATTi{w va evaoxoAnBw Kot otnv
ETOYYEALLOTIKT) LOU KOPLEPQAL.

Eru\éov, Xxpwotdw €val LEYAAO EUXOPLOTW OTOUG YOVELG Lou BaaiAn kat EAsuBepia, oL omoiot
Hou Ttpocédepayv ta pPEylota KaBoAn tn SLapkela TN dpoitnong pou.
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Eloaywyn

H texvoloyla tng Tplodlaotatng eKTUTTWONG ElvaL pLla KOLWVOTOUO OEQ TTOU €XEL WG
OKOTIO TN SNLoUPYLO TIPAYUATIKWY AVTIKELUEVWY. NpwTogudavi{OUeVn oTa HECO TNG
dekaetiag tou 1980, Baoiletal otn dnuioupyia Pndlakwv oxediwv kabe eidoug, ta
omola pe tn PonBela pLaG oUOKEUNG ouvEeSeEUEVNG O NAEKTPOVIKO UTIOAOYLOTH
vAomolouvtal oe aAnBbwa aviikeipeva pe tn pHEBodo tng evamoBeong emaAAnAwv
OTPWOEWV UALKOU. ATtOTEAEL OUCLOOTIKA, LEBOSO TOXELOG KATAOKEUNG TPWTOTUTIWV.
Quolkd 0 YEVIKOG OpOg Tou xpnoluomoleital eivat to «Additive Manufacturing»
(mpooBetikég péBodoL mapaywyng), o onoio¢ umtodnAwvel ebotoxa tn Stadopd amnod
TG ONUEPLVEG TeEXVIKEG Tou Baocilovtal otnv adaipeon UALkoUu amd adlapdpdwta
TEQAXI HME TN XPNon Twv Asyopevwv pnxavwv CNC, &nAadn subtractive
Manufacturing.(Additive manufacturing method and different welding applications |

Elsevier Enhanced Reader)

Ynapxouv &ladopeg TEXVOAOYlEC TpLoSLAOTOTNG eKTUMWONG e Suvatotnta va
EKTUTIWVOUV QVTIKEIPEVA PE SLOPOPETIKA UALIKQ, PE TNV KoBepia va €xel Ta SIKA tTNng
TIAEOVEKTAMOTA KAl LELOVEKTAATA. Ta EKTUTIWOLUA LEPN UITOPOUV va mapaxBouv o€
TIOAUTIAOKEG YEWUETPLEG XWPIG va amattouvtat epyaAeia unAng akpifeLag OMwe oTLg
adoalpetiké¢ pebodouc KateEpyaoiog, KATL TO OmMoilo onuaivel XopnAod KOotog
EKKIVNONG HE QTIOTEAECUO TNV OVANTUEN TIPWTOTUTIWV KOL TUNUATWY TTopaywyns
ULKPOU OyKou. ATO TNV AAAN HePLA, TO HEYOAUTEPO UELOVEKTNUA TNG, Bewpeital n
aduvapia mapaywyng efaptnUATwWY  PE avTioTolXeEG LOLOTNTEC QUTWV TIOU

KOTOOKEUATLOVTAL HECW ADALPETIKWV I LOPDOTIOLNTLKWVY TEXVLKWV.

H tplodldotatn ektunwon Slakpivetal o Tpia Baclkd otadla: TG MPo EKTUMWONG,
NG EKTUMWONG Kol TNG UETEKTUNMWONG. H mpoektumwon mep\apBAavel OAEC TIC
Slepyaocieg mou adopolv TNV MPOETOLUACIA TOU TPLOSLACTATOU OVTEAOU , OL OTIOLEG
elval ToAU oNUAVTIKEG yLa TNV mTuxn €KBacn Tou TEALKOU amOTEAECUATOG. 2€ AUTO
To 0tadLo, T Pndlakd oxedla dnuioupyouvtal pe t BorBsta Aoylopikol oxedlaong
HEow NAektpovikoU uttoAoylotr ) aAAlwg CAD Kal EMELTA LETATPEMOVTAL O apXEla
stl, , To omola Kot «Tepaxi{ouV» TOL OVTIKELUEVA O EEALPETIKA AEMTA OTPWHATA. AUTEG
ol mAnpodopieg kaBodbnyouv tn Owadpoun evog akpoduciou 1 NG KeEPAANC

ektUTIwoNG N plag 6éoung laser pe okomo va evamoBetel pe akpifela UAIKO OTO
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Tiponyouuevo otpwpa.(Attaran, 2017)To TeAKO TPLOSLACTATO QVIIKEMEVO Bewpeital
OAOKANPWHEVO PETA TO OTASLO TNG UETEKTUTIWONG, OTO ONMOL0 TMPOAYUATOTOLOUVTAL
OUYKEKPLUEVEG Sladilkaoleg avaloywe He TNV TexVoAoyia TPOCOETIKWY KATAOKEUWY
Tou €xeL mapaxOel To MPoidv, He oKOTO TNV BEATIWON TWV HNXAVIKWY LOLOTATWY, TNG

erupAveLlag KATL. WOTE To MPOLOV va elval £TOLUO TTPOG XPHoN.
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1. lotopikr) Avadpoun
To 1981 o Hideo Kodama, amo 1o Ivotitouto Blopunxavikwv Epsuvwv tng Naykoyla,
KAVeL TNV mpwtn avadopd yla tn UEBoSo tou Rapid Prototyping pe tn xpnon
dwTOMOAVUEPWY UAIKWVY OTNV lomwvia Ye T MPWTEC TeEXVOAOYIeC var ovopalovtal
Taxelag mpwrtotumnonoinong, ebocov oxedLACTNKAV OPXLKA WG Hia ypriyopn Kal TiLo
olKovouLKa amodotik HéBodo, pe okomd TN Snuoupyia MPWTOTUTIWY yla TNV

avantuén mpoidvtwv evtog TnG Blopnxaviag.

Alya xpovia apyotepa, o mpwtog 3D printer otepeoAlBoypadiag, KataokeualeTal amo
Tov Apepikavo Chuck Hull otig 9 Maptiou tou 1983, o omoiog €kave AGyo yla Ui
Sladlkaolo TOU  ETUTPEMEL OTOUG OXeESLAOTEG TN Onuioupyia 3D  poviEAwv
xpnowornowvtag Pnolakd Oedopéva TO OmMolo KATOMWV UIopouv va  Ta
XPNOLLOTIOLOOUV yla va SNLOUPYHOOUV €Va CUYKEKPLUEVO avTikeipevo. O (6log to
1986 W6pLel tnv etalpeia 3D Systems kot ovopdlel TO HNXAVNUO TIOU E€lXE
dnuoupynoet “3D Printer” kat tov kKAado evacxoAnong “Additive Manufacturing”.

(Hull, 1984)

Ewova 1: O mpwtocg 3D printer (Gornet, 2017)

To 1987 o Carl Deckard, mpomtuxlakog oto MNavemniotriuo tou TEEag mvonoe pia
natévia eupeottexviag pebodou 3D ektUMWONG, TNV EMUAEKTLKA TTUPOCUCOWUATWON
pe Aéwlep (SLS). H punxavn tou Deckard, o mpwtog 3D ekTunwtr¢ SLS, ovopdotnke Betsy
KOl UTTOPOUCE Va TIAPAYEL LOVO ATAA KOPUATLA TTAQOTIKOU. BEBala, kaBwg o Kuplog

OKOTIOG TOU EKTUTIWTI NTAV TAQ VoL SOKLUACEL TNV WOEa yla TO SLS, oL AEMTOUEPELEG
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TWV OVTIKEWWEVWY Kal N moldtnta  ektumwong 6ev nAtav ot uPnAotepeg

TIPOTEPALOTNTEG.

iter, w]

£
i

Ewkova 2: H unyavn tou Deckard (3Dprint.com)

MAALOTA, N ETUAEKTLKI) TTUPOCUCOWHATWON UE Aélep Kal n otepeoABoypadia ATav
HETAED TWV MPWTWV EVPEWC EMITUXNUEVWVY HEBOSWV TplodldoTtatng EKTUTIWONG, TTOU
apxLKa xpnolpomowndnkav yia tn Blopnxoavikn dnuoupyia mpwrtotunwv.(Su and

Al'Aref, 2018)

H 1o mpoodatn texvoloyia mPooBETIKWY KATACKEUWYV TIOU avamtuxdnke ivat autn
¢ evamoBeong tnyuévou uAkou (FDM) to 1989 amod tov Scott kat Lisa Crump, ot
omoiol dpuoav tnv etalpeia Stratasys katabBétovrag kot StmAwpa gupeottexviag.

(Maxey, 2013)

To 1989 n etaipeia EOS xpnowomnowwvtag wg pEBodo ektunwong, tn ouvinén Ue

Aéwlep (LS) mouAnoe to mpwTto cuotnua to 1990.

Entiong to 1992 mapayetat n mpwtn otepeoAtBoypadikr) pnxavr amno tnv 3d Systems
(Wohlers and Gornet, 2016)

MPOKELTAL ylo MO pnxavr Tou omoteAsitol amo éva unepuwdng Aélep Tou
oTePEOTOLEL TO PWTOMOAUUEPEG UAKO Kol KOTOoKeEUAlel TOAUTAOKN &oun He

Slootpwpdtwon.

Katad tn dekaetia 1990 ot texvoloyieg 3D ektumwong mAnBaivouv kat Snuioupyouvral
Slodkaoieg Oomw¢ n BaAAloTiky Kataokeurp owpatdiwv (BPM) pe Stmlwpa

eupeottexviag ano tov William Masters, n cuykdAAnon Aemtwv ¢UAAwvV (LOM) pe
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Simlwpa eupeaotteyviag and tov Michael Feygin, n wpipaveon otepeov edadoug (SGC)
pe SimAwpa eupeottexviog amd tov ltzchak Pomerantz  kal «tplodldotatng

ekTUTIWONG» (3DP) pe StmAwpa eupeottexviag and tov Emanuel Sachs.

To 1999 Snuloupyeital TO MPWTO OPYAVO TIOU €lval KAAALEPYNUEVO OE EPYAOTHPLO.
AcBeveig véol og nAikia, urtofaArlovtal og avénon TG oupoSOXou KUOTNG UE Xpron
EVOC LKPLWHOTOG TIOU €XEL eKTUTIWOEL TpLodldoTata Kot €xel emkaAudOel amo Sika
Toug KuTttapa. H texvoloyia auth avamtuxbnke amod €MIOTAUOVEG OTO lvotitouto
Wake Forest yla tTnv avayevvntiki LOTPLKNA Kal AvolEe SpOUOUG yla TNV avamtuén
OA\WV OTPATNYIKWY yla TNV Tplodldotatn eKtUTwon opyavwyv. Asdopévou oOtl
Xpnollomolouvtal ta KUTtapa tou acbevr), o Kivbuvog tng amoppupng amd tov

0PYOVLOUO, elval EAAXLOTOG EWG UNOEVLKOC.

‘Emnetta, 1o 2002 KATAOKEUAOTNKE £val AELTOUPYIKO VEDPO. To vedpd aUTO €ixe tnv
KovoTNTa Vo GIATPAPEL TO alpa Kal va TapayeL apalwpéva ovpa o {wo. AutA n
edelpeon ouvetéleoe otnv dle€aywyn gpeuvwyv oto Wake Forest Institute yla tnv

EKTUTIWON OPYAVWY KOL LOTWV.

To 2005 o Ap. Adrian Bowyer oto MNavemiotruio tou Bath 16puel tnv RepRap, pia
TMPWTOROUALX avolxToU KwdLKA yLa TNV KATAOKEUN €vO¢ 3D ekTUTWTA 0 Omolog pumopet
VOl EKTUTIWVEL TA TIEPLOCOTEPQ ATTO Ta e€apTrpaTa Tou (Slou Tou ekTuNWTH. To dpapa
TOU €pyou autoU Atav n xapnAol kootoug Stavour twv RepRap povadwyv og LOLWTEG
navtol, Sivovtdg toucg tn duvatotnta va dnuloupyrcouv mpoidvta KaBnuepLvAg
Xprong amnod pévol toug. To 2008 ameAeuBepwVETAL O MPWTOG EKTUTIWTHE AUTOU TOU

eldoug.
To 2007 nwAeitat o mpwtog 3D EKTUTWTAG ME TIUN MIKpOTEPN amod 10.000 SoAdpla.

To 2008 sktuTtwONKe €va avOpwWILVO TIPOOHETIKO UENOC KAl CUYKEKPLUEVA £va TTOSL,
TO OTOL0 €lXE OAQ TA PEPN EKTUTTWHEVA XWPLE VA ATTOLTELTOL N CUVAPHOAOYNOT) TOUG.
‘EToL €XoUu e TOV TPWTO AVOPWIIO TIOU TEPTIATAEL UE TPLOOLACTATO EKTUTIWUEVO TIOSL.
Tnv 6o xpovia n etatlpeia Shapeways dSnuUloupyel pLla umnpecia cuvepyaoiog Kat pia
KOLVOTNTA ETUTPETOVTAC KAAALITEXVEG, OPXLTEKTOVEG KOl OXESLOOTEG VOl LETATPEYOUV

OLKOVOULKA Ta 3D oX£61a ToUC GUOIKA OVTIKELHEVA.
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To 2009 Byaivouv yla pwtn dopd mpog nwAnaon oL tplodldctartol ekTunwteg DIY kits
ano tnv etalpia Maker Bot Industries. Emiong tv idla xpovid xpnotpomnoteital 3D

EKTUTIWTAC VLA TNV EKTUTIWON TWV TPWTWV OLLOPOPWYV ayYELWV.

Emetta, 1o 2011 oto Mavemotiuio Southampton KOTOOKEUAOTNKE TO TPWTO
TPLOSLACTATO EKTUTIWMEVO LN ETAVOPWHEVO QAEPOTIAAVAKL OE EMTA NUEPEG KO
npolmoAoylopo £5,000. KaTaoKEUAOTNKE E MTEPUYEG EAAELTTIKOU OXNUATOC, £va

ouvnBwW¢ akpLBO XapaKTNPLOTIKO, Tou BonBad otn BeAtiwon TG aEPOSUVALKAG

Eniong tnv (6la xpovid Snuioupynbnke TO TMPWTO MOYKOOUIWG TPLOSLACTATO
TUTIWHEVO auTtokivnto, To Urbee (Kor, 2013). Eivat ¢pAikd mpo¢ to meptfaiiov,
NAEKTPLKO UE EVAANAKTIKO KOUOLUO TNV alBavoAn. EmumpooBeta £xou e EKTUNIWON O€
Xpuoo Kal aonuL H etalpeia materialise yivetal n mpwtn unnpeoia ektunwong 3D oe
OAO TOV KOGHO TIOU MPOOdEPEL XpUaO 14 KapATLWV KAl Aol WG UALKA, avolyovtag
€TOL Pla VEQ KOl Alyotepo damavnpr €mAoyr] KOTOOKEUAG Yl TOUC OXESLOOTEG

KOOUNUATWV.

To 2012 €xoupe TV MPwTtn €UdUTEVON TPLOSLACTATNG TUNIWUEVNG KATW OLOyOVOG O
pio NAKLWUEVN KUpLa TTOU TTACXEL OO Xpovia AolHwEn TwVv ootwv. Auth n TeXVoAoyia

gepeuvartal yla va mpowBOnbei n avamntuén véou Lotou ootoU.

To 2014 o Richard Arm (MSc Smart Design, €peuvnTtAG OTO TIOVETLOTULO TOU
NoTwvyKkap thg MeydAng Bpetaviag) Snuioupyel tnv mpwtn tpLoSLdoTata EKTUTIWUEVN
KapSld, TPOKELHEVOU var evioXUOoeL TN SuvatotnTo £PEUVAC KAl TNV TIELPAUATIKN
XELPOUPYLKA.

To 2015 n Google emevduel 100 ekatoppupla oAapla otnv etatpeia Carbon3D.

To 2016 n HP napadidet tov mpwto 3D ektunwtr texvoAoyiag Multi Jet Fusion (MJF)

kat n XJet LTD mapouaciace tnv texvoAoyia vavoowpatidiwy pe mieon akpoduaciov

FevikOtepa, Ta TeEAeutala xpovia n Tplodlaotatn EeKTUTIWON €XEL apPXLOEL Kol
aneuBuveTalL og OO KAL TIEPLOCOTEPO KOO0 £POCOV MAEOV TO KOOTOC ayopag evog 3D
EKTUTIWTN ELVaL OVEKTO, KOBWCE KaL N EVAOXOANON UE TO OVTIKELUEVO UIMOPEL val yiveLl
Yl OLKLOKN KOl YEVIKOTEPA TPOOWTIK Xpron. To mapov KoL To HEAAOV TNG

OUYKEKPLUEVNC Texvoloyiag Baoiletal otnv Wéa mMw¢ ol avBpwrmol pmopouv va
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dnuoupynoouv OAa ta €i6n Twv MPOCAPUOCUEVWY TPOLOVIWV OMwWG Kol OTav T

xpetalovrat.(KaAtong, 2017)
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2. Ano tnv oxedlaon otnv eKTUTIWON
Katd ta Tteleutaia 35 xpovia, opketeég texvoloyieg kat HEBodoL Taxelag
npotunonoinong (RP) €xouv eupdaviotel, 0Aeg pe Pdaon TNV WEA KOTOOKEUNG
NMPOcOeTNG UANG. OL Texvoloyieg Tplodlaotatng ektunwong dtadépouv peTaly WG
T(POG TOV TPOTO AE€LTOUPYiA TOUG, TOUG XPOVOUC EKTUTIWONG, TNV enefepyacia Twv
UALKWV, TO KOOTOG KOl Xpnoldomolouvtal BAcn twv avaykwv kaBe xprnotn mou
TIPOKELTAL VA TIG XpnoLluomolosl. Opwg, OAEC oL TEXVIKEG akoAouBouv plo oelpd
Baowkwv Bnudatwyv eite oe kamolo Pabuo, eite pe evélapeca npodécbeta otadla, ta
omnota odnyouv tnv elkovikn Pndlakn neplypadr evog LovtEAoU oTo GUOLKO TEALKO

EKTUTIWMEVO QVTIKE{HEVO. AUTA Ta Brpata ival Ta €EAG:

1. Anuwoupylia tou Pndrakot CAD povtélou
2. Metatponn tou povtéAou CAD oe apxeio e€aywyng
3. Apyxelo e€aywyng STL

4. Metadopa Kal XELPLOUOG Tou apxeiou e€aywyng otov 3D eKTUTIWTN

Anpoupyia tou Ynorakov CAD poviédou

To npwto Brina anoteAel n oxedlaon tou avtikelwévou pe tnv Bonbesia CAD otepeov
povtelomolntr). To avtikeipevo pmopel va oxedlaotel €€ oAokAripou amo tnv apxn N
va xpnotuornonBel éva nén umndpyov apxeio CAD. Enetta pumopei va udomownBet kat
avtiotpodn pnxavoloyikr oxediaon pe tn xprion tplodldotatou capwtn (3D scanner)

yla TNV o0apwaon evog puaotkol avIKeLEVOU Kal T Snuoupyia tou 3D CAD povtéAou.
Metatporn tou poviélou CAD oe apyeio e€aywyng

H petatpornn tou povtédou CAD os katdAAnAo apxeio e€aywync, amotelei to deutepo
otadlo tn¢ Tplodlactatng eKTUMWONG Kal ival To petafatiko otddlo tou Yndlakou
HOVTEAOU Ot apyelo KOTAAANAO Kal ovayvwpiolwo ylo To Aoylopko tou 3D

ektunwtn.(KaAtong, 2017)
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Apxeio e€aywyng STL

To apyelo STL amoteAel akpwvLplo tng ayyAlkng Aé€ng Standard Tessellation kat
ONUOLVEL OTPWHATOTOLNON YEWUETPLKWY OXNUATWY Kol MOTIBwV. TO CUYKEKPLUEVO
opxelo ouolaotikd avaAvel tnv tplodidotatn popdry tou CAD poOVTEAOU Kal
SnuLoupyel Eva MOPOUOLO YEWUETPLKO HOTLBO pe TNV BonBela Tplywvwy, £T0L WOTE TO
akpodUolo 1 n Oéoun laser €vog eKTUMWTA va AKOAOUBNOEL TN YEWUETPLKNA
neplypadr, OSnuoupywvtog TEAKA TO Tplodlaotato Hoviédo. Ta apxeia STL
amoteAoUvTal amno TPLASEC CUVIETAYUEVWV ToU Xwpou X,Y,Z, TTou amnoteAoUV KOpUdEG
TPYWVWY. H abénon Twv Tplywvwy oE €va TIAEYUO ETUTPETEL KOAUTEPN TIPOCEYYLON
TOU TeAkoU amoteAéopatog, aAAd mapdAAnAa KAveL TV enefepyacio Tou apxeiou

SuokoAOTepN Kal xpovoRopa.

CAD model

_
< STL model

Ewkova 3: Apxeio STL (gr.printerest.com)

Metadopd Kal XELPLOUOG Tou apxeiou e€aywyng otov 3D ekTUTIWTA

MNa va Bswpnbel to apxeio £TOLHO TPOC EKTUTIWON XPNOLUOMOLETAL €VaG TUTIOC
AoylopikoU 1ou AapPBavel To apxeio to omoio oxeSlAoTnke amod Ta MponyouuEva
TIPOYPA AT KoL TO Tepayilel, dnAadr to kOPel og enineda. Me autdv Tov TPOTIO,
UTopel va yivel katavonto amo Tov 3D ekTumwTh Tola yewpetpia Ba dnuoupynoet
KOl PE TOLEG TIaPAMETPOUG Ba AeLtoupynoeL, HETATPETOVTAG TO apxeio oe G-Code.
Eniong, umopel va dnuioupynoet kat pia Bondntikn doun, mou Ba xpnollomnoleitat
yla tn otpLEn Tou MPWTOTUTIOU KATA TN SLAPKELD TNG KATAOKEUNAG Tou. AUTA Ta apXEia

neptAappavouv eniong npocbeta dedopéva kamola and ta onoia pubuilovrat kKat
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amnod tov (610 To Xprotn ONwE TaxUTNTA EKTUTIWONG, Bepuokpaacia, VPO OTPWHATOG,
gav umapyet moAAamAn e€wBnon k.Am. Ouolaotika anoteAel éva epyadeio CAM mou

TapAyeL OAEG TIG 08NYLEG yLO VOl UTTOPEDEL O EKTUTIWTAG VA PTLAELEL TO OVTEAO.

3D FILE

GCODE LAYERS

Ewkova 4: Metatporn apyxsiov 3D model o STL kot énsita o GCODE (the3dbros.com)
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3. Katnyoptomoinon Texvohoywwyv Tpliodlaotatng Ektinmwonc

JUpdwva pe o mpotumo ISO/ASTM 52900, mou avamntuxdnke amno ta npotuna ISO/TC

261 kot ASTM F42 og cuvepyaoia pe tn cupdwvia petatv 1ISO kat ASTM International

Kal HE OTOXOo TN Snuioupyia €vog kowou cuvoAlou mpotunwv ISO/ASTM yiua tnhv

TPLOSLAOTATN EKTUTIWON, OL TEXVOAOYLEC TNG TpLodLAoTaTNG EKTUTIWONG Slakpivovrtal

o€ enta katnyopieg (ISO/ASTM,2018):

E€wBnon uAkou - Material Extrusion (FDM): To UALKO SLavEUETAL EMIAEKTIKA
pHéow akpoduaiou.

QwTtomoAupeplopog - Vat Polymerization (SLA & DLP): Yyprj dwTtomoAupeprig
pntivn tomoBestnuévn oe €va Soxelo, udplotatal EMIAEKTIK OKApUVON HE
unEPLWOES PwG.

Juvtnén moudpag o€ kAivn - Powder Bed Fusion (SLS, DMLS & SLM): Mwa tnyn
UPNANG EVEPYELOG CUVEVWVEL ETIAEKTLKA KOL NXAVIKA cwpatidla okovng.
EvanmoBeon uAlkou - Material Jetting (MJ): Ta otayovidia UAwkou
evarmnotiBevral emAeKTIKA Kol okKAnpaivovtal.

EvaméBeon ocuykoAANnTIkAG ouoiag - Binder Jetting (BJ): Peuotd ocuykoAAnTiko
HMECO OUVOEEL ETUAEKTLKA TIEPLOXEG ULaG KALVNG LE TToUSpaL.

Alepyaoieg evanoBeong pe kateuBuvouevn evepyelakn déoun - Direct Energy
Deposition (LENS, LBMD): Mwa mtnynl uPnAng evEPYELOG CUVEVWVEL TO UALKO,
£TOL OTIWG €XEL EVOTOTEDEL.

Atepyaoieg emaAAnAwv UAAWV - Sheet Lamination (LOM, UAM): Ta pUAAQ TOU

UALKOU OUVEVWVOVTAL KoL oxnuatilovtal oTpwon-otpwaon.
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Yuvtnén EvanoBeong YAlkou (FDM)

Fused Deposition Modelling (FDM) yvwoto kot wg Fused Filament Fabrication (FFF)
Bewpeital pla texvoloyia MPOCOETIKWY KOTOOKEUWY TIOU XPNOLUOTIOLEL TNV apxn
e€wbnong uAlkoL, n omola amoteAel T Mo Sladedopévn HEBoSOC Tplodldotatng
EKTUTIWONG. MnXovAMOTA QUTAG TNG TEXVOAOYLOC UTTOPOUV va KLVOUVTOL OE TPELG

VPOAUULKES KATEUBUVOELS (X), (Y) KaL (z), yWWOTEC WG KOL KAPTECLOVECG CUVTETOYUEVEG.
Amotelouvtal amno:

e uia N nmeploootepeg kepahég e€wbnong,

o puia empavela eKTUMIWONG

e Bnuatikoug KLVNTAPEG N KWVNTAPEG 0€PPO, OL OTIOLOL XPNOLUOTIOLOUVTAL VLo VA
LETAKLVAOOUV TO VO,

e TNV KedpaAn

e Tnv Baon ektuMwWong

e TOV aveplothpa Puéng ektumwong Kat KePaAng

To UAKO, ouvnBw¢ olvBeto TOAUUEPEC OepuomAaotikd, o popdr vAHATOG,
tpododoteital and éva kapoUAL otnv kepaAn e€wbnong anod pia didtagn kuAivépwy
nou dnuloupyolv Tieon €€wbnong. To akpoduolo Bepuaivetal otnv emBuunth
Bepuokpaoia pe anotéAeoa To UALKO va TAKETAL Kal va Staokoprtiletal opolopopda
ano tov €£whNnTh Katd pAKog tng kaboplopévng Sladpopng. MNa v ekTUTWON TOU
e€aptiuatog, n kedpaln tou akpoducoiou akolouBel Sladpouég eAeyxOUEVEC Ao
uroAdoylotr) (kwdwkag G), HE AMOTEAECUOA VO €VOTOBETEL TO NUL-PEUCTO
BepUOTMAAOTIKO UAIKO peE akpifela mavw amd pio Beppovopevn mAatdpopua mou
otepeomnoleital oe mepimouv 1/10 tou SeutepoAémtou. Metd tnv evamndbeon, To
e€wOnuévo UAKO YUxetal pe Tt Ponbela AVEULOTHPA KOl CUYXWVEVETAL UE TO
UTTOAOLTTO UALKO YLO VOL OXNUOTIOEL TO TUTIWHEVO otpwia. (Doshi et al., 2021) Ev tw
HeTAfL, n MAOTHOpHA EKTUTIWONG XOUNAWVEL KOTA TO UYPOC TNG OTPWONG Kol N
Swadkaoia emavolapBavetal. H Baon ektunmwong eival ouvnbwg amd yuvoAl i
oAouvpivio kot Beppaivetal ywa tnv amoduyn otp£PAwong n payiopatog tng
KaTaoKeEURG. MNa tnv umootiplf] twv euaiobntwv OnNUElWV TOU OVTLKELWEVOU
Kataokevalovtal umootnpiypata, amd to 6o n Sladopetikd UAKO T omola

adoatpouvtal eUKOAO OTNV UeTENEEEPYQOLAL.
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Model material Support material

Built part

Heated nozzle = I :
=
% Support material

Build platform

Ewkova 5: Artetkovion tplodiaotatng ektunwaong FDM (rapidfab.ricoh-europe.com)

To Aoylopiko komnG (slicer) omwg mpoavadEpOnke kabBopilel Tic Sladpouég epyaleiou,
oL omoieg eival eAeyxopeveg amnod to apxeio 3D CAD tou ektumtwpévou delypartog. To
AOYLOULKO XwpLleL TO LOVTENO OE OTPWHATA LE TIAXN TIOU 0pileL 0 Xpriotng. To YEULoUQ
Tou povtélou (infill) eival pla amd tig mapapétpoug mou pubuilovtal HECwW TOU
XPNOTn, OMOTE TO QVTIKEIUEVO UMmopel va ival cupmayEg, adslo 1 va yepiosl pe
KaTAAANAeg Sopég umoothpléng mou dnuloupyolvtal PE TEUOXLOUO aAyopiBuwv
AOyLoHUIKOU. AOYyW TNC LKOWVOTNTAG TOU VA KATAOKEUALEL ECWTEPLKA KOOOPLOUEVEC
Souég, To FDM amAorolel T dtadikaoieg cuvapuoAOynong Kol wG K TOUTOU UELWVEL
To kOotoG. H FDM adatpel emiong tnv avaykn OSnuioupylag KaAoumwv ylo TV
KOTOLOKEUN TIPOIOVTWY, N omola eival pla darmavnpn eméviuaon mou MPEMEL va YiveTal
kaBe ¢dopd mou alAdlel to oxédlo. Q¢ amotédeopa, n FDM eival pla Wlaitepa
OTOTEAEOUATIK) TEXVOAOYlO KATAOKEUNG Omou amatteitat vPnAo  eminedo
TiPOoapUOYNG Tou Tipoidvtoc.(Prabhakar et al., 2021) TéAog, LEPLKES ATIO TIG KPLOLUES
TIOPAPETPOUC eMeEepyaociac TG HEBOSOU glval TO MAXOG TOU OTPWHATOG, N TaxUTNTA
EKTUTIWONG KAl TO TAX0¢ Tou akpoduoiou eEwbBnong uAkou.(Bozkurt and Karayel,

2021) e avtiBeon pe aMeg texvoAoyiec mou avalvovtal POALG oAokAnpwOel n
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EKTUTIWON EVOG OVTLKELUEVOU OeV XPELAlETOL IEPALTEPW EMEEEPYAOLA, EKTOG ATIO TNV

adaipeon twv otnpiewv.

YtepeohlBoypadia- Vat Polymerization (SLA)

Ta Baokd pépn TnNG cUOKeUNC otepeoAlBoypadiag :

e Laser umepuwdoug aktvoBoAiag

® TO OTTLKA CUCTHMOTA £0TLAONG TNG SECUNG

o KaBpédteg kateuBuvong tng aktivag Laser

o Acgtapevn (VAT) nmou mepléxel 1o dwTtomoAUUEPL{OUEVO LUYPO

e JUotnua euBuypApULONG TNG ETILPAVELAC TOU UYPOU

e JUoTnUa Katakopudn HeTaKivnong Tou doxeiou, e Brpata oo pe To TAxog

TWV OTPWHATWV.

Itn otepeoAlBoypadia QVTIKE eV mapayovtal XPNOLLOTIOLWVTOG
BepuookAnpuvopeva odwtomoAupepr) UAKKA. QuwtomoAupepr) Bewpouvrtol T
TIOAUPEPN Ta omoia aAAA{OUV TIG UNXOVIKEG KoL XNUKEG TOUG LOLOTNTEC, MECW HLOG
XNUKAG avtibpaong otav ekteBouv oto Ppws. OUCLAOTIKA EVal LOPLO GWTOEKKLVNTH
oTn PNTLVN QVTOTTOKPIVETOL OTO ELCEPXOUEVO PWCE Kal KATA TNV akTvoBoAia, Tomikd
EVEPYOTIOLEL TNV avTidpaon xnULKoU TMOAUUEPLOUOU, N omola odnyel o okAnpuvon

HOVO TLG EKTEDELUEVEC TIEPLOXEG.

To avtikeipevo dSnuoupyeital mavw o pia Baon, n omoia Bubiletal o €va doxeio
TIOU TIEPLEXEL LYPN EMOEIKN, AKPUALKN pntivn i pntivn BwvulaBépa. Apxika, n Baon
tomobBeteital og eAdyloto BaBo¢ péoa oto uvypo (loo pe To TAXOG TG SLATOUNG TTOU
NpoOKeLtal va kataokevaotel).(Schmidleithner and Kalaskar, 2016) Katomwv to uAlkod
enefepyaletal péow piag déoung Aéwlep uneplwdoug aktivofoliag yla kabe otpwon
EeXxwPLOTA, XPNOLUOTIOWWVTAC KABPEPTEG YyvwoToUC WG YOABAVOUETPO, TIOU
tonoBetovvtal, £vac otov afova X kot €vag otov afova Y. H oaktiva laser mou
OTEPEOTIOLEL TO PeVOTO ovopaletal aktiva HeCd. NMapalAnAa, pia dsUtepn aktiva
laser xpnowuomnoleitat yla va eriBeBatwvel, OtL n enipavela Tou peuotol PBploketal
oe owotn B€on. Ev ouveyeia pe tn BonBela tng mAatdopuag, n onola Keital otov
afova Z, Onuoupyouvial OloOOXIKEG OTPWOEL; KOL EMEITA  TO  TEAKO

avtikeipevo.(Wang et al., 2017)MOALG oAokAnpwBel n ekTUMWON, TO QAVTIKEIUEVO
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UTIOKELTAL 0 TIAUON PBuBlopévo oe Aoutpo pe €8Ik €vwon yla tnv adaipson
TIEPLTTIWV OTOLXElwV Kal €melta o €10kO $Polpvo UTEPLWOWY OAKTWVWV Yyl TNV

BeAtiwon TwV KNXOVIKWY TOU LELOTATWV.

H aktwvoBoAia pmnopet va mpaypotonolnBel pe Svo Baocikoug tpomouc. O MPWTOC
TPOMOG XPNOLUOTOLE(TAL oTNV Ttapouoa texvoloyia (SLA) kat eivat n odpwon Kabe
onueiov Eexwplotd, kAt mou mpoodidel peyoAltepn akpifela kat vPnAdtepn
nowotnta enidaveiag. O Sevtepog TpoMOC ival pe poPfoAr) oAOkANpPNG elkévag pixel
o€ kaBe otpwaon, mpoadidovrag xapunAotepn molotnta enidpaveiag Onwg cupPalvel

otnv texvoAoyia DLP.

MNa tnv Snuioupyila €vOG QVTIKEWWMEVOU Kal O auth tnv HéEBodo amattouvral
UTTOOTNPLKTIKEG OOUEC, OL OTOLEC UmopoUV va pubuilotouv otnv Stadikaoia g

TPOEKTUTIWONG AUTOMATA Kol adalpouvtal cuvRBwE XELPOKIvNTA OTO TEAOG.

Upside-Down (Inverted) SLA

Printed Part
Supports

Resin

Build Platform
Laser
Galvanometers

X-Y Scanning Mirror
Laser Beam

&
©O000B6O00BOO0O

Resin Tank

Ewkova 6: Artetkovion tpiodiaoctatnc ektunwong SLA (formlabs.com)
To kUpLo poTEPNUa TNG LeBOSoU auTng ival n taxutnTa tng. OLxpdvol Snuioupyiag
TOU TPWTOTUTIOU E€lval OXETIKA MIKpolL ot oxéon He AAAeg pebodoug (SLS) kat
e€apTwvtol amo TNV MOAUTTAOKOTNTA KOL TNV YEWUETPLA TOU avTKeWEVoU. EMetta n

texvohoyia SLA ,Slacdalilel OtL o AemTopEpr), UIKPA KoL TTOAUTIAOKA €€opTrpaTa
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TIOPAYOVTAL OTL CWOTEG SLACTACELG Kal e TIOAU KaAn molotnta enudavelag. MNa to
BéAtioto amotéleopa BERata, MPEMEL va. pUBULOTOUV ONUAVTLIKOL TTOPAYOVTEG , TIOU
amoteAolv to VYOG TNG OTPWONG Kol N avaAucon tng mnynsg ¢wtog.(Bozkurt and
Karayel, 2021) TéAog n Siepyaoia SLA, cuvnBw¢ XpnNOLUOTOLELTAL IO TNV TIAPAY WY

KQAOUTILWV yla XUTEUGCN UTIO TILEDT).

Selective Laser Sintering (SLS)-Power Bed Fusion

H texvoloyia SLS Bewpeital pia eVEAIKTN HEOOSOG TPOCOETIKWVY KATOOKEV WV, N omoia
ETUTPEMEL TNV Mapaywyn e€aptnuatwy anod dtadopa UAKA, cupunepAapBavopévwy
HMETAAWY, TIOAUMEPWVY KOl KEPAULKWY, XPNnoldomowwvtag tnv OSlepyacio tng
TIUPOCUCOWHATWONG Yyl tnv Onuioupyia 3D avilkelpévwyv. H oOuyKkeKpLUEVN
Texvoloyila amoteAel kot TNV pEB0SO ekTUTIWONG yLa TNV SLE€aywyr) TWV MEPAUATWY
otnv napovoa epyacia. O eEomAlopdg SLS nmeplhapPavel: tov umoAoylotn eAéyyxou,
Tov €Aeyxo atpoodalpdg kalt to Oalapo kataokeung. O UMOAOYLOTAG eAEyxou
Baoiletal oe Asttoupylkd ovotnua UNIX, oto omoio mpaypatomoleital n mpo
enefepyacia Tou avrtikelpévou pe TN Snuoupyia apxeiou STL kot apyeiou
TepayLlopoU. O umoAoylotng eAéyxou mapakoAouBel 6An t Sladikacio KATAOKEUNG.
H povada eAéyxou puBuilel tic ouvOnkeg atpudéodalpac tou BoAdUoU eKTUMIWONG.
NephapBavel ta dpyava GATpapiopatod kat avakUKAwoNnG Twy agpiwv tou BaAdpou
Swatnpwvtog mapalnla otaBbepry tn Bepupokpoacia tou aépa péco oto Balapo
puBuilovtag mapdAAnAa tnv mocotnta alwtou Héca otn povada, Otav autd
xpnotuoroteitat. O BAaAapog Kataokeung meplthapPavel to laser kat to cluoTnua
Slaxeiplong tng moudpag. Ito cuotnua Slaxeiplong mephapBavovtal oL AVILOTACELG
1 BepULIKOl AQUTTTPECG, TA MTUPOUETPA, O ETILXPLOTNC, KoL Ta EuBoAa Tpododoaiag Kot

EKTUTIWONG.

H texvoloyia SLS Bewpeital pia evEAKTN LEBOSOC MPOCOETIKWY KATAOKEU WV, N omola
ETUTPETEL TNV Mapaywyn €aptnuAatwy anod dtadopa UAKA, cupnepAapBavopévwy
METAAAWY, TOAUMEPWV KOl KEPAUIKWY, Xpnolgomowwvtag tnv Olepyacia g
TMUPOCUOOWHATWONG yla TNV dnuoupyia 3D avIKEWWEVWY. H OUYKEKPLUEVN
TeXvoloyia amoteAel Kal tnv pEB0SO ekTUTWONG yLa TNV Sleaywyn TwV MEPAUATWY

otnv mapovoa epyaocia. H dtadikaaoia ektUTwong yivetal wg €€AG: ApxLKA,

MANEMIZTHMIO AYTIKHZ ATTIKHZ 28



TMHMA MHXANOAOTQN MHXANIKQN MAPIOZ BAAZZH2

TomoBeteital UALKO o popdn moLdpag oto EUPolo Tpododoaciag. Enettd o Balapog
EKTUTIWONG, O OTOLO¢ AVOAOYWC TO UALKO YeULlEL e AlwTo i} apyod TIPOKELUEVOU va
anodeuyBel evéexouevn ofeldbwon, mMAnoldoeL tnv Bepuokpacia TAENG Tou UAWKOUL. H
npoBéppavon g KAlvng MPEMEL va €ival opolopopdn mavw amd oAOkAnpn tnv
erudpavela tou UAkoU yla 2 Baotkoug Adyouc. Mpwtov, autr n Bepuokpacio Ba
TEPLOPLOEL TNV TOCOTNTA LoXUOG AEL{EP TIOU ATALTELTAL YL TNV EVOTIOINGN TOU UALKOU.
(Kruth, Leu and Nakagawa, 1998) AcUtepov, HEYAAEC OEPLOKPOOCLAKES SLOKUUAVOELG
otnNV emLpAVELD TOU UALKOU UTIOPEL va TIPOKAAEGOUV QVETILOUUNTEC TOPAUOPPWOELS

S10yKwon¢ N cuppIKVWOoNG TOU OVTIKELUEVOU.

ITN OUVEXELQ, TO €UBOAO EKTUMWONG UETAKLVELTOL TIPOC TA KATW OUPPWVA UE TO
OTTOLTOUEVO TIAXOC OTPWONG KOL EVAC ETILXPLOTI G LETAKLVEL TNV TTOUSPA A0 TO TUA A
Tpod0odooiag oTo TUNUA EKTUTIWONG KABWC TNV amAwvel opolopopda.(lmanian and
Biglari, 2022) Ava pia otpwon koviomolnpévou UAkoU éva Aéllep (CO2 laser)
XPNOLUOTIOLELTAL YLlaL TN CUVTINEN TOU OTNV €MBUUNTH YEWUETPLA, OTOXEVOVTAG TNV
oktiva ota onpeia Tou xwpou mou opiletal ano éva 3D povtéAo, avaykaloviag To va
AlWooUV Kal va oTepeomolnBoulv. ITn OCUVEXELA EVal VEO OTPWUA OKOVNG UALKOU
epapudletal kat n Sdwadikaocia emavalapPfavetal. Autd cupPaivel yla OAeC TLG
OTPWOELG, HEXPL va SnuoupynBel to emBupnto avtikeipevo. (Lindberg et al., 2018)
210 TEAOG TO QVTIKEIUEVO, UTIOKELTOL OE CUYKEKPLUEVN Slepyacia yla va elval €TOLUO
TPOG Xpnon, xwpeic auvtn n Sdiepyacia va BEATIWVEL KATIOLEG ATIO TNG UNXOAVIKEC TOU

18L0TNTEG OTIWG OTNV TtEPLMTWOoN Tou SLA.

B)
/)

=
®
A\

Ewkova 7: Anteikovion tptodlaotatn¢ ektunwonc SLS (formlabs.com)
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H texvoloyia SLS mapoucldlel OpKETA TAEOVEKTHMOTA, OMWCG TN XPNON UALKWV
EKTUTIWONG HEYAANG TOLWKIALOG KAl TNV EMAVOXPNOLUOTIONCN TOUG META oo KABe
EKTUTIWOT. Ta UALKA TTOU XPNOLLLOTIOLOUVTAL UTTOPEL val Elval TTOAUUEPT, OTIWG VALAOV,
moAvapidlo, pETaAAQ, OMwWG XAAUBAC TITAVLO, KpApata Kal oUVOeTa UALKA. AvaAoya
HE TO UALKO UIOPEL va €MITEUXOOUV AVAAOYEG UNXAVLKEG LOLOTNTEG PE CUMUPBATIKEG
HEBOSOUC KOTAOKEUNG. ATTIOTEAECUA QUTOU N TexVoAoyia TAEOV va XpnOLUOTOLE(TaL
yla tnv dnuioupyila TEAKWVY €EAPTNUATWY ETOLUWY TIPOC XPrion Kal OxL LOVOo yla TV

TIaPAywWyn MPWTOTUTIWV.

Ta avtikeipeva mou mapdyovtal He T HEBoSo auth Sev amattouv TNV TPOoodnKn
oTNPlEewV OTO EKTUTIWUEVO KOUMUATL, OMWG O AAAEG TEXVOAOYIEG MPOOHOETIKWY
Kataokeuwv (rty SLA, FDM), eKTOG OTIAVIWV TIEPUTTWOEWYV, SLOTL poKaAeitaL othpLén
HEOW TNG TIALAANG TIOU €V CUMUETEXEL OTNV EKTUTIWON. EMELTA, elval onuavTiko va
avadepbel otL N akpifela autig tng Sradikaciag xapaktnpilletal ano 1o peyebog twv
OWMOTOlWY Tou UAIKOU, ToU Kupaivetal petafy 50-80 um. (Gonzalez-Henriquez,

Sarabia-Vallejos and Rodriguez-Hernandez, 2019)

EvamnoBeon YAwkoU-Material Jetting (MJ)
H pébodog evamoBeong uAlkol Onuoupyel TPLOSLACTOTO OQVTIKELUEVA, HE TOV
TIAPOUOLO TPOTO, OMWG €vag SuodlAoTATOC EKTUTIWTNG HMeEAAVIOU. O EKTUTIWTAG

aroteAeiton armo:

e 10 Soxelo TOU UALKOU

o kedaAég e€wBnong UALKOU

e TINyn UTEPLWSOUC aKTLVoBOoALaC
e Bdon ektMWONG

e avuwtnpag Katd Tov Z afova

Apxikd n kKedbaAnp eKTUMWONG, TOU KLVE(TAL OTO 0pPLlOVTIO eminedo evamoBETel
otayovidia uUAlkoU otnv mpokaBoplopévn yewpeTpia, kKaBodnyoluevn amo to stl
apxelo, xpnowomnowwvrtog eite Bepuwkn eite muelonAektpiky péBodo. To UAKO
ektofeVeTal O pla MAATPOPUO KOTOOKEUNG Xpnolpomowwvtag duo pebodouc: eite

ouvexn eite pe mpoaoéyyilon Drop on Demand.
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Eneltd, ta otayovidla uALKoU OTEPEOTIOLOUVTOL SNULOUPYWVTAS TNV MPWTN OTPWON
TOU OVTLKELUEVOU. AUTA OL OTPWHATO KUMaivovtal cuvhRBwg petagy 16pum kot 28um
aVaAOYyWE UE TIG SUVATOTNTEG TOU UNXOVAMOTOG ekTUMwong. H Stadikacia autn
eMavaAauBavetal pe tTa otpwuata mapdAAnia va puxovtal 1 va UTIOKELWVTOL OE
umepLWdN aktvoBoAia yla va okAnpuvouv. Kabwg To UAKO péneL va evamotebel o
otayovidla, ta Stabéoua UAKA yla xpron sival meploplopéva.(Mora, Pugno and
Misseroni, 2022) To mTOAUMEPN KAl Ta KePLA €lval KATAAANAQ Kol KOWWG
XPNOLLOTIOLOUMEVA UALKA, AOYw TNG maxVUpPeuotng ¢UonG TOUG KAl TNG LKAVOTNTAG
Tou¢ va oxnuatilouv otayoveg. OAOKANPWVOVTOG, N HUETAYEVEOTEPN emetepyacia
nepthapPavel adaipeon UAKOU umootnplEng, mou cuvnBwe mpayuaTomnoleital e
Ttiieon vepou 1 o Aoutpo untepnxwv.(Willems et al., 2021) Otav StaAuBouv cwoTta, Ta

otnplypata Sev adrivouv onuadla otnv enidpavela HeTA tnv adaipeon.

Material
Container

MULTI JET FUSION PROCESS:
fad B BeF
e (8
]

UV Curing
Light

Inktjet
Print Heads

Part

Support
Material
Build

Platform

Elevator

Ewkova 8:Aneikovion tplodlaotatng ektunwonc MJ (hubs.com)

H ouykekpluévn Olepyacia amoteAel pia amod tig pebodoug pe tnv uPnAotepn
OKPIBELA OTIG TPOCOETIKEG KATAOKEVEG. XApN 0TNV aKPLPr evandbeon UKPOCKOTIKWY
otayovidiwv UALKOU, T OTPWHOTO UIopoUlV Vol eKTUTwBoUV pe akpifela €wg Kal
0,013mm, &ivovtag £tol duvatotnTa yla TNV mapaywyn €apTnUATWV e TTOAU Asia

ETULPAVEL KL PE UKPA OANG €€QLPETIKA OKPLB XAPAKTNPLOTLKA.

MeyAaAo PELOVEKTNUA TNG TEXVOAOYLAC amoTeAOUV Ol KAKEC UNXAVIKEG LBLOTNTEC. Ta
TIOPAYOEVA QVTIKELLEVA OE OUYKPLON UE AAAEC TEXVIKEG TPLOSLACTATNG EKTUTIWONG
ouvnOw¢ mapouatalovtal o aduvapa, kablotwvtag TV dlepyacio akat@AAnAn ylo
AELTOUPYIKEG €dAPUOYEC UE amoTEAEoUA va Sivetal éudacn os e€aptripata yla ta
ormola n eudavion €xel PeyaAUTepn onuaocio amd tn Aswtoupyia. Emewta, ta

otayovidla adou evamotiBevtal oe £va TEPLOPLOUEVO UEPOG TNG KATAOKEUNG KABE
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dopa, n Sadikaoia analtel MepLOGOTEPO XPOVO yla va dnpoupynBel éva pépog Kat

€TOL OL XpOVOL EKTUTIWONG auédvovTal.

EvamnoBeon ocuykoANTIkNAG ovaiac - Binder Jetting (BJ)
H ouykekpluévn Sladikacia €xel mapopoLa Asttoupyia Le TNV evamoBeon UALKOU Ttou
avadEpOnke MAPATAVW KOl EVTAOOETAL OTLG TeEXVOAoyieg ektunwong Powder Bed

fusion. Evag extunwtng Binder Jetting anoteAeital ano:

e 10 £UPoAG Tpododoaiag
e 10 £uPoAo ekTUTTWONG

e TOV KUAWVOPLKO emixplotn
e 1O akpodUOLO EKTUTIWONG

e 10 doxelo evamoBeong ouvBeTIKOU UALKOU

Y€ auTo To £(60¢ EKTUTIWONG, APXLKA €va 1} TOAAG akpodUacLa XPNOLLOTIOLOUVTAL YLa
™V €yxuon uypoU OUVOETIKOU UALKOU ETUAEKTIKA TIAVW OE £va AEMTO OTPWUA
okovne.(Stevens et al., 2018) Ta ocwpatibia okovng mou Swafpéxovtal amd To
ouVvOETIKO SldAupa TPpooKoAAWVTOL HETAEU TOUG, TPOKAAWVTOG OTEPEOMOINGCN TOU
OTPWHATOC. To pEyeBoG TwV otayoviSiwv Tou cuVOETIKOU UALKOU gival mepimou 80 um
o€ dapetpo Sivovrag Suvatotnteg uPnAng akpifelag oto TeAkd anotéAeopa. MOALS
To otpwpa dnuioupynBel, N MAaKA eKTUTIWONG XAUNAWVEL KOTA €va eTtinedo (600 Kat
TO TAXOG OTPWHOTOC TOU MOVTEAOU KOL €VOl VEO OTPWHO KOVLOTIOLNUEVO UALKOU
amAwvetal He TNV BonBela evog kKuAivbpou pe tnv Stadikaoia va emavalappavetat
Sadoxika vy va mopaxBouv SLOSOXIKEC OTPWOELS ETUAEYUEVWV TIEPLOXWV
OUYKOAANUEVNG OKOVNG HEXPL VO OAOKANPwOEL To TEALIKO avTikeipevo.(Su et al., 2021)
Y€ QUTA TNV TEPUTTWON TO OVTIKEPeEVO Sev amaltel omolwadnmote dopun otAPLENg

b6ebopévou OTL n evamopévouoa oKOvn lval To UALKO UTIOoTAPLENG.
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Ewkova 9: Arteikévion tplobiaotatng ektunwonc BJ (3dprint.com)

ASyw twv LPNAWV TaXUTATWV Kal TNG eueAi€iag twv UAKkwv, To binder jetting
Eexwpllel petall Twv peBOSdwWV TPLOSLAoTATNG EKTUTIWONG WE TEXVOAoyia peEYAAou
OyKOU Tapaywyng, XOUNAoU KOOTOUG HE amotéAecpa tn PBuwowuotnta tng 3D
eKTUTIWONG OTIG palec. Emewra, umdpxelt n Suvatrotnta vAomoinong mepimAokwy
VEWUETPLWV HE TOAU KaAn moiwdtnta empaveiag,(Miao et al., 2022) xwpig va
edapuoletal mpoobetn BeppdtnTa oto e€aptnua (oe avtiBeon pe TIG SLASIKAOIES
FDM, SLS, DMLS) emopévwg dev mpokaAouvtal avemBupunteg mapapopdwaoeLg Tou
e€aptipatog. Opoiwg pe to SLS, to Binder Jetting dev anattel Sopuég otpLEng emeLdn

TO TUAMO TIEPLBAAAETAL OTTO TNV ABECUEUTN OKOVN TIOU AetTtoupyel wg Soun otrpleng.

Ta UAKKA mou pmopouv va xpnolpomoltnBolv oto Binder Jetting elval kupiwg
TIOAULEPH KOL TTAQLOTIKA. Mapd Ta MAEOVEKTI LATA TTOU TipoavadEpOnKav n texvoAoyia
TIAPOUCLALEL TIEPLOPLOUEVEG UNXAVIKES LOLOTNTEG AmaLTWVTOG POcOetn enetepyacia
yla TNV evioxuon toug. OL TleEpaITEPw AUTEC Slepyacieg avéavouv SpacTikd To Xpovo
TIAPOYWYNG EVOC TEALKOU TIPOIOVTOG ETOLUO TIPOG XPrion MPocBETovtag avanodeukta
KOl KOOTOG OTn OUuVvoAwkn Otadikaocio. TEAog, Tt péEpn TOU KaTookeualovral

xpnotpornowwvtag dStadikaoieg B) teivouv va pnv €xouv akpifela kat Asieg emidpavelec.

Atepyaoieg evanobeong pe kateuBuvopevn evepyelakr §¢oun - Direct Energy
Deposition

H evanoBeon petdAou pe Aéllep (Laser-Based Metal Deposition - LBMD) avriKeL oTLg
Slepyaocieg evamobeong pe kateubBuvouevn evepyelakn S€oun, OMwe n texvoloyia

SLS. H cuokeun eKTUTIWONG ELVOLL OXETLKA QTTAN KOL OTOTEAELTOL ATTO:
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e Tnv 6éoun laser N nAektpoviwv N MAACUA
e TOV Tp0d060TN TOU UALKOU

e TNV MAatPOpua EKTUTIWONG

H uéBodog Aettoupyel apxtkd pe tnv evamnobeon uAlkol o€ popdr) okOvNnG [ VALOTOC
o€ ouykekplpéva onpela.(Kim et al., 2021) EMeltd XpnOLLOTOLWVTAG UiO ECTLOOUEVN
TiNynN eVEPYELAC, OwC €va AEllep N pia €oun nAektpoviwy ) éva T6€o MAAoUATOC, TO
UALKO TAKETAL TNV (6lat otyu mou evamotiBetal and éva akpoduolo. Auth n
Sdladikaoia emavalapBavetal EXPL Vo oTEPEOTIOINOOUV TA CTPWHATA KOl TEAKA va
Snuioupynoouv éva TPLOSLAOTATO QVTIKELPHEVO. H ouykekpluévn texvoloyia, emiong

umopel va xpnotpomnotnBei kat yla emdlopbwon avtikelpévwy. (Zhang et al., 2022)
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Ewkova 10: Arteikovion tplodlaotatng ektunwong Direct Energy Deposition (DED)
(www.3dsourced.com)

Jtnv nepintwon t¢ d€oung nAektpoviwy, n dtadikacia MPEMEL va EKTEAEITAL OE KEVO
yla va amotparnel n aAAnAenidpacn Twv NAEKTPOVIWV UE TA UOpLA TOU agpa f n
EKTPOTI] TOUG MO autad. Ta cuothuata mou Bacilovtal oe Afllep amaltouv £vav
MANpw¢ adpavry BdAapo €av epyalovral pe avildpwvta HETOAAQ, TIOU QMALTOUV
ONUAVTLKA TIOOOTNTA OEPLOU KOl APKETO XPOVO yla va emitevxBouv ta emibupnta

enineda ofuyovou.

H DED texvoloyia £XEL TNV LKOWVOTNTO VA TIOPAYEL OXETIKA UEYAAQ e€apTrAATA TIOU
amaLToUV eAAXLOTO €EOTALOO KOl OXETIKA ULKpH deutepeUouoa enefepyaaia. Meydlo

TIAEOVEKTN A, ETILONG ATTOTEAOUV OL TIOAU KOAEG UNXAVIKEG LBLOTNTEC TG Slepyaoiag
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o€ ouVOUAOUO HE TOV EAAXLOTO XPOVO TAPAYWYNG KAL TN UNSEVIKA omatdAn UAWKoU.
ErmutAéov, oL Swadikaoieg DED pmopolv va xpnolgomolnBouv yla tnv mapoywyn
oUOTATIKWYV HE Babuideg ouvbBeong 1 uPpLdikwv Sopwv TOU amoteAouvtal ano
TMOAAMAQ UALKA pE SladopeTIKEC ouVvBEDEL KoLl OOUEC. APVNTIKO OTOLXELD TNG
Texvoloyiag amoteAel n xaunAn akpifela emupaveiag KabBwG KaL N ACUVEXELD TIOU
napouctdlouv oL oTpwoelS. MapAaAAnAa To KOOTOG TWV EKTUTIWTWY £lvatl oLaitepo

uPNAG YU auTo Kal XpNOLUOTIOLOUVTOL KUPLWE oTnV Blopnxavia.

H napouoa texvoloyia xpnollomnolel Kuplwg HETAAAD O Lopdr) VALOTOG I TTOTAANG
KaBwg €xel T dSuvatoTNTA VA XPNOLUOTOLOEL TTIOAUEPH KOl KEPOMLKA. To vApa
ouvnNBw¢ Kupailvetal ano 1 £wg 3mm SLAPETPO Kol Ta cwHATiSL TNG TToUSpaG HETAEY

50 kat 150pum.

Alepyaoiec emdANAwv UMWV - Sheet Lamination (LOM, UAM)

Ot Alepyaoieg emalAnAwv VAWV, Snuoupyndnkav e OKOTIO TNV Taxela mapaywyn
QVTLKELUEVWV HEOW TNG OUYKOANONG emaAMnAwv ¢GUANwY amd  PETaMAo.
Xpnotpornolel mapopoleg peBodoug pe AANAEC MPOCOETIKEG KATAOKEVEC, AAAQ aVTL yLa

UALKO o€ popdn vAuaTtog i okévng, xpnoomnolovvtal GUAAa petdAAou.(Friel, 2015)

To ovoTNUa eKTUTIWONC TNC Sdlepyaoiog amoteAsital amo:

Laser utteplwdoug aktvoBoAiag

e TQ OMTLKA CUCTAHOTA £0TIOONG TNG S€0UNC

e Oepuatvopevo KUAVEpO

e T1pododdtn UALKOU

e TAaTdOpUA EKTUTIWONG
H Stadikaocia anattel mpooBetn katepyacia CNC kat adaipeon Tou pun deopeupévou
METAAAOU, ouxva Katd tn Stdpkela tng dtadikaciag cuykOAANong. ApXLKA TO TIPWTO
$UAo TonoBeTeital otnv B€0n TOU KPEBATIOU KOTIAG KAl EMELTA TO UALKO OUYKOAAQTE
pe Bepuikn kKOAa. Katomiv évag Beppatvopevog KUALVSPOG Tepva TAvw arod To UALKO
TILELOVTAC TO WOTE VoL KOANOEL MAVW o€ aUTAV. Ma tn Snuoupyia TOU AVIIKELUEVOU
yivetal popdomnoinon HEow KOTNG MEPLUETPLKA HE AELlEP 1 €8LKOU KoTtTtikoU. Adou

KOTIEL TO TMPWTO OTpwHa, N Pacn Katépxetal, £€va véo ¢pUANO mpowbdeital kal To
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EMOUEVO OTPpWUA TPOOoTiBeTal pe TNV Sladlkaoia va emavaAopBavetal, HEXPL TN

Snuloupyia Tou AVTIKELEVOU.

To mayog tou UALKO Sev elval otaBep0. ZUVENWG, EVaG aobNTPaG LETPAEL TO TIAXOG
TOU €AAOUOTOC KOL TO HOVTEAO KOBetal avaloya. MoAL cuxva mpeEmeL va yivetal
ETUKAAUYN TOU TEAKOU QVTIKELUEVOU HE BepviklL wWOTE va Un MPooBAAAETOL Kol

napapopdwveTal anod Tnv vypaoia (EW8IKA oTnV MEPLMTTWON TOU XOPTLOU).
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Ewkova 11: Artelkovion tplodlaoctatng ektunwaon¢ Sheet Lamination (researchgate.net)

‘Emettd pmopei va xpnotpomnotnBouv kot AAAeC péBodol e SladopeTIKEG BEpULKEC KOl
UNXOVLKEG TINYEC eVEPYELAC TIOU TtepAapPavouv Bepuiky cuykOAAnon, cuodLén Kot
UTIEPNXNTIKOUC KpadaopoUC. Ta UAIKA TIOU XPNOLUOTIOLOUVTOL ELVOL OUGLOCTIKA
ortotodnmote pUANO pe Suvatotnta EAaong. Xapti, TAAOTIKO KOl LEPLKEG Aapapiveg.
To Mo ouxva XPNOLUOTIOLOUMEVO UALKO €ival To xapti A4. To MAEOVEKTAMATA TNG
napovoag Slepyaciag amoteAouyv n toxUTNTA, TO XAUNAO KOOTOG KAl N MOLKIALQ TwV
UALKwV. Ta HELOVEKTAMOTO TNG OUYKEKPLUEVN Texvoloyiag eival ta mocootd
UTIOAELUUATWY  UAIKOU, TIOU OnUIOUPYyoUV apPVNTIKEG OCUVETELEC OTO KOOTOG
ektuTwongc.(Derazkola, Khodabakhshi and Simchi, 2020) Ta ¢wipiopata, emniong
uropet va dadépouv avaloya HE TO UAKO KAl va OTTOLTOUV WETAYEVECTEPN
enefepyaocia yla va eniteuxBel o emBUUNTO amotéleopa. Yotepel otnv molotnta
emipaveilag Kal otV TOpAywyn TEPUTAOKWY YEWHUETPLWY E€XOVTAG TApAAANAQ

aduvapoug deopoug Hetafl Twv oTpwpatwy.(Rouf et al., 2022)
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4. YAIKQ TTOU XPNOLLOTIOLOUVTOL OTLC [1pOOBETIKEC
KatookeuEC
Yrniapyouv Stadopol TUToL UALKWVY KoL LEYAAN TIOLKIALQL 0TV ayopad mou ansuBuvovtatl
OTOV TOMEX TNG TPLOSLACTATN G EKTUTIWONG. METOAAQ KL KpAOTA, KEPAMLKA, CUVOETA
UALKQ, TIOAUpEPR, BLoUALKA, €EUTIVAL UALKA, UALKA EKTUTIWONG TPOPLUWY, SOULIKA UALKA
KOl €0LKA UALKA, OMOTEAOUV TIG KOTNYopleg UALKwV oOTIG Slepyacieg mMPooBEeTIKwY

KOTOLOKEU WV.

METaANa Kal KpApoTo

Kpapata givat ta UALKA TTou amoteAouvtal amno §U0 f MEPLOCOTEPA OTOLXELQ, o Ta
ormola to €éva TouAdylotov eival HETaAAo, Kal epdavilouv TG LBLOTNTEC TwV LETAAAWV.
Ta pétaAla Kol To KpApaTo xpnotpomnolouvtal ot pebodoug Powder bed fusion,
Material jetting, Binder jetting, Direct energy deposition kot Sheet lamination, mou
avadépbnkav mapandvw. Ol CUYKEKPLUEVEG HEBOSOL amookomouv otnv tén Twv
UALKwV autwv pe §€oun laser i nAektpoviwv. Exovtoag neploocdtepeg SuvaTOTNTEG QO
oupPatikég peBddoug katepyaoieg petaAlou, mpocdibouv peyaAutepn akpifela o€
TIEPUMTAOKEC YyeWUETpieg. Kpapata oAoupwviou, Kpapata KoPaAtiou, Kpapoto
vikeAiou, avoeidwtog xaAAuBag Kal KpAUATA TITAVIOU XPNOLUOTIOLOUVTAL OE TOUELS
OMwCG N outokwntoflopnxavia, n aspomopia, N GAPUAKEUTIKA KOl N OUUVTIKN
Bopnxavia, avaAoyd He TN XprHon Kal TLG LNXOVLKEG LOLOTNTEC TToU TTPOodideL To KABE
UAKO. T mapadelypa, o€ 060OVILOTPLKEG EDAPUOYEG T Kpdpata koPfaAtiou eival
Wdavika, Aoyw tnG avOekTIKOTNTAC, TNG LPNANG akappiag kot TNG uPNARg BEPULKAG
enefepyaciag tous. Evw ta KpApata Titaviou xpnowdomolouvial otn dnuloupyia
efaptnuatwv aspookadwyv, epooov dev ofeldbwvovtal, £xouv avtoxn otnv dtapwaon,
avtoxn oe uvyPnAa doptia, wava va avraneéEABouv oe uPnAég Bepuokpaoieg
Aettoupyiag.(Ranjan et al., 2022) Mo avaAUTIKA TTOPAKATW TIAPOUCLA{OVTAL KATIOoLO
Qo TO METAAAA KOl KPAOTO TIOU XPNOLUOTIOLOUVTAL OTLG TEXVOAOYLEG TTIPOOHETIKWVY

KOTQLOKEU WV.

To kaBapo titavio (Ti64 n TiAl4V) sival Eéva anod ta cuvnBEoTtepa XPNOLUOTOLOUEVA
pHETaAAa yla 3D ektuTtwon kat eival olyoupa éva amo ta 1o evEAkTa, dedopévou oOtL
elval .oxupo kot ehadpu. Xpnolpomnoleital eupéwg o Blolatpko medio Aoyw uPnAng

€WBKAG avtoxng, avtiotaong otnv OudPpwon o€ Ploloykd TmePBAAlov  Kat
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xapaktnpiletat and vPnAn BroocupPfatdétnta. To HOVO HEOVEKTNHA Elval TWG
Bewpeital oAU §paoTIKO, KATL TO OMolo onuaivel OTL Unopet eUKOAA va ekpayel étav
elval og popodn okovng. M’ auto n 3D ekTUMWON TPEMEL VA TTPAYLATOTOLETAL OF

ouvOnKkeg kevou n o€ atpuoodalpa apyou agpiou.(HAN and WANG, 2020)

O avoéeidwtog xaAuBag (Stainless Steel) elvat and ta mo npootd pétarla ywa 3D
eKTUTIWON. Tnv dla otyun, eivat moAL LoXupO Kal UIMOoPEL va xpnoLlomnolnBel o pia
HEYAAN TIOLKIALA BlopnXavikwy aAAd Kot KOAATEXVIKWY / OXESLAOTIKWY EPOPUOYWV.
‘Eva €i60o¢ kpapatog xaAupBa, To omoio mepléxel emiong koBAATIO Kal VIKEALO (cobalt
and nickel) eival l8laitepa SUOKOAO Vo OTIACEL, EVW TNV (61t 0Ty £XeL TIOAU UPNAEG

EANAOTIKEG LOLOTNTEG.

To koBaAtio xpwpiov (Cobalt Chromium ) £xel katoxupwBOel w¢ anapaitnto BLoUALKO
oe mANBwpa ATPIKWY edappoywv. Xpnoldomolouvtal oe opBomedikég,
KapSLayYELOKEG KoL 0SOVTLATPLKEG EPAPUOYEC XAPN OTLG EEALPETIKEG UNXAVIKEC TOUC
dLotnteg. Enetta xapaktnpiletal and vPnAn avroxn otn dtaBpwon katl tnv $popa,
EVW EXEL TTOAU KOAN BloouppatdtnTtd Kal oxeTikd xapnAo kéotoc. (Narushima, Ueda

and Alfirano, 2015)

To aloupivio (Aluminum) €xel avtoxn otnv StaPBpwon, XapunAo ko Bapog oe
ouvOUAOUO HE avOeKTIKOTNTA. MEViKOTEPO £XEL XAUNAOTEPN TTUKVOTNTA O oUYKPLON
ME dAAoug xAAuBec kol yapoktnpiletalr amd uvynAn amoppodnon evépyela
oUykpouong oava povada Papoucg, yU autd KoL XPNOLUOTOLETAL EUPEWC OTNV
OEPOVOUTINYLKH KAl oTNV autoklvntoBlopnyxavia. Eival un payvntikd VALKO HE TTOAU
KO BgpuLKn KoL NAEKTPLKI AYWYLLOTNTA, SLATTEPAOTO ATIO TOUG ULKPOOPYAVIOHOUC

& 10 dwg, OAKo kat 100% avakukAwotpo.(Fatchurrohman and Sulaiman, 2018)

O xaAkog (Copper), o opeixaAkog (Brass) o Mmtpouvt{og (Bronze) kat o aiénpog (iron)
xpnotornotlolvtal Kuplwg oe Sladlkaoleg YUTEUONG 1N WC VAMUO TIEPLEKTIKOTNTAC
nepimou 80%, evw TO UTOAOUTO TOCOOTO amoteAsital amd PLA, mou avaAvestal
TMAPOKATW. Agv elval  8avik@ UAKA yla  PBlOPNXAVIKEG €DAPUOYEG KO

XPNOLUOTIOLOUVTAL TILO CUXVA oTn Blotexvia, Kot yla okomoug Snuoupyiag téxvng.

O xpuoog (Gold), o Asukdxpuoog (platinum), To aoripu (Silver) xpnowuomolovvtat

KUplwg oOTLG TeXvoAoyieg Zuvtnén Ztpwpoatog Xkoévng (Powder Bed Fusion).Ta
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TIOAUTIHO METAANQ XPNOLUOTIOLOUVTAL YO KOOUMAMOTA, LOTPKEG KAl NAEKTPOVLKEG

edapuoyéc.

Kepauikd

Ta KEPAUIKA UALKA omoTteAoUV pla MEYAAN Kot moAuoxtdn katnyopia UAlkwyv. Ot
epapuoyéc Toug eival mapa TMOAAEG Kol TIOLKIAAOUV amd KOAALTEXVIKEC OTWC TL.X.
XPWHUATLOTA, YUAALVA SLAKOOUNTIKA £WE TLG AEYOUEVEC <<TIOAU U NAAG TEXVOAOYLaG>>
OMwWG LY. KEPAUIKA TAaKiSLa Tou xpnowdomowdnkav oe Staotnuikd Aswddopeio.
AOyw Twv SLopopwv eEALPETIKWY LOLOTHTWY TOUC, TA KEPAULKA XPNOLUOTOLOUVTAL O
éva eupl paopa epapuoywv, cupnepAapBavopévng tng XNULKAS Blopnxaviag, Tou
TOUEQ TWV NAEKTPOVIKWY, TNG AEPOSLACTNULKAG KoL TNG BLlolatplkng UNXAVIKAG. Ta
KEPAULKA €lval Katd kavova Ppabupd, kakol NAeKTplkol aywyol kaAol BepUOUOVWTEG,
EVW UTIOpOUV £Ttion¢ va eivat Stagavr). Elvat mavra avopyavo oAAG Umopouv va ivat
KPUOTOAALKA, HEPLKWE KPUOTOAALKA 1 apopda. Ta KEPAULIKA €lval EVWHEVA E
LOXUPOUC TPWTeVOVTEC SeopoUC. Autol Kot KUplo AOyo €lval €ite lovtikol eite
OLLOLOTIOALKOL KOl O€ MEPLKEC TEPUTTWOEL HUIKTOL Xapaktnpilovtol, w¢ UALKA HE
uPnA6 onueio TAENG Kal Teivouv va €xouv LPNAA HETPA EAAOTIKOTNTOG. [EVIKOTEPQ,
oL LOLOTNTEC TWV KEPAUIKWYV TEPAaUBAvVOUV UPNAR UNXAVLKH AVTOXA KoL OKANPOTNTOa,
KOAN BEPULKN KoL XNULIKA oTaBepOTNTA, OMTIKY), NAEKTPLKA KAL HOyvnTIK amodoon,
evw Bewpouvtal avOeKTIKA o€ oupTtieon Kal xnutkn dtaBpwaon aAAd sUBpavaota Kat

aduvapa otnv dLatnon Kat tnv €vtaon.

OL TEXVIKEG TPLOSLACTOTNG EKTUTIWONG UTTOPOUV ETIL TOU TTAPOVTOC VO KATAOKEUAOOUV
TPLOSLAOTATA EKTUTIWHUEVA AVTIKELHEVO EPOpUOTOVTAG KEPAULKA XWPLG TNV epdavion
EAQTTWHATWY OOUNG, OMWG EYKOTEC, PWYUEG KAl TIOPOUG TIPOCOPHOIOVTOC TIG
TIAPOUETPOUC TNG Sladlkaclag, YUe OMOTEAECUA TO TIAPOYOUEVO TIPOIOV va EXEL
UPNAOTEPEG UNXAVLKEG LOLOTNTEG, O TIG cUUPATIKEG peBOSoUG mapaywyns. Méow
TWV TIPOCOETIKWY KATAOKEUWY SlSovTal Kal ylo T KEPAULKA UAKA SuvatotnTteg
vAomoinong ouvBETwV yewpetplwv.(Chen et al., 2019) Emetta, KATNYOPLOTOLOUVTOL OE
KEPOULKA UTIO popdr TOATOU, UTO pHopdr) oKOvVNG KoL UTO popdr OTEPEWV Kal
XPNOLLOTIOLOUVTOL OVAAOYA OTLG TIAPATIAVW TEXVOAOYIEG TIPOOOETIKWY KATAOKEU WV

nou avadepObnkav.(Hwa et al., 2017)
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Mo avaAuTIKA Ta KEpAULKA Slakpivovtal oe U0 KUPLEG OUASEG: Ta 0feldLa KOl TA N
o&eildla. H mpwtn opdda mephappavel ta LETAAALKA o€eidla OTwc adoupiva, {ipkovia
kat oidtka. H GAAn opada, mepl\apBAvel T KEPAMLKA XwPLG oeidla, kat amoteAeital
amo UAKA omwc kopPidlo tou mupttiou, Boplo mupitio kat vitpidlo Tou mupttiou

HETAEL AAAWV.

Aloupiva

H aloupiva (o€eidlo tou apylhiou) €ival To MO EUPEWC XPNOLLOTIOLOUEVO UALKO,
KaOwG Kal TO TLO OLKOVOULKO UALKO QUTAG TNG Katnyoplag. Xapaktnpiletal ano uPnAa
emnineda okAnpotnTag (oxeSov tputAdaoia okAnPOTNTA Ao avoeidwto xaAuBa) ,KaAn

avtoxn otn StaBpwon kat tn Beppokpaocia.(Mariani et al., 2021)
Zipkovia

To Upkovio (Sofeidlo tou Tlipkoviou) Baoiletal oe {LpkOVIO TOU €ival PETOAALKO
otolxeio. Ta KUPLO XAPOKTNPLOTIKA TOU Zirconia givat: xapnAn Ogpuikn aywylpotnta
pe efalpetikr) BOeppopodvwon kot oAU uPnAn avtoxry otn 6ladoon pwyHwv.
To KEPOULKA {LpKOVIaG TTAPEXOUV LOVASLKEG LOLOTNTEC OTOV TOUEQ TwV BLolaTpLKWY
epapuoywv Tmeplopilovtag tn  dAsypovwdn dibnon kol mapéxoviag KoAn
EVOWUATWON TwV HoAaKwY popiwv. BEBata To JLPpKOVIO KOL YEVIKOTEPO T KEPAULKA
vdnAng avtoxng eivatl oxetikd SUCKOAO va eme€epyaoToUV Ue APALPETIKEG LEBOSOUG

CNC. (Willems et al., 2021)
NMupito

To Silica (Si02) eival yvwoto yla TNV avOekTIkOTNTa Tou OTIG olaitepa UPnAEg
Bepuokpacieg kal tn SuvatdotnTa Tou oTn XNUIKN StdAuon. Na autoug Toug Adyoug,
Xpnolgormoleital ouvnbwg yla tnv mapaywyn KeAudwv o aePOSLAOTNUIKEG Kol

EVEPYELOKEC EDAPLIOVEG.
Kepapika xwpig o§eidia

Ta kepopkd mou Sev mepléxouv ofeibla €xouv KaAutepn amodoon o aKPOLEC
ouvOnkeg, OMw¢ yla mopadelypa, TG uPnAotepeg Bepuokpacies. To kapPidio tou
niupttiou Kot To vitpidlo Tou nupttiou, mou anmoteAoUV KEPAULKA 1N ofelbiou £xouv Tn
Sduvatotnta va avte§ouv o€ Bepuokpaocieg éwg 2400 Babuoug Kelolou. EmutAcoy,

napouactalouv uPnAn avtoxn otn StaBpwon, okKAnpoOTNTA KAl avtoxr otnv ofeibwaon.
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KapBidio tou nupttiov

To kapBiblo tou mupttiou eival okAnpod (téooeplg GopéC Mo okANPO amd Ttov
avoéeidwto xaAuPa). Eivat moAl eAadpUTEPO KoL GKANPOTEPO IO AANA KEPALKA KOl
elval avBekTikd ota oféa. Ze ox€on Ue ta AAAA Kepaulkd To KapPidlo Tou mupttiou
Bewpeital to mo avbektikd otn SlaBpwon, YU aUTO Kol XPNOLUOTIOLELTOL O TTOAAG
kplowwa medla, omnwg efaptiuoata  oePOdLOOTNUIKAG, €dapUOYEG  UYPNANG
Bepuokpaciag kal cuothpata BepUlkng Slaxeiplong. Tuvavtatol Kupiwg oe popdn

nawaAng.(Fleisher et al., 2019)
KapBidio Tou Bopiou

To kapBidlo TOU Popiou xpnowwomoleital Kupiwg oe edapuoyéC uPnAng
Bepuokpaciag Aoyw tou e€atlpetika uPnAou onueiov tHEewg (3000 ° C), TG LPNANG
avtoxng tou otnv ofeidwon kat tng uPNnAAG BepUIKAC Kol NAEKTPIKNC TOU

QY WYLULOTNTAG.
Nitpidio adouvpiviov

To vitpidlo aloupwviou xapaktnpiletal and €vav ocuvduacopol uPnAng Bepuikng
aywyLpotntag, otabepotntag uPnAng Bepuokpaciag ,xaunAng Bepuikig dLactoAng,
€€QLPETIKNAC NAEKTPLKNC LOVWONG Kal HeyaAou Stakevou {wvng. AUTEC oL LOLOTNTEG TO
ocuviotwvtal blaitepa otn Blopnxoavio NAEKTPOVIKWY ELOWV, KoL OE TEXVOAOYLEG OTTWG
TO UTOOTPWHA KUKAWHOTOCG, oL TIe{ONAEKTPIKOL HETATPOTEIS, OL OUOKEUEC
MLKPOKUMATWVY Kot oL 8Lodoug ekmourmnig umepltwdoug dwtoc. H mupocucowudtwon
glval n kown MPooEyyLon yla TNV TAPOoKEUN TTIOAUKPUOTOAAKWY KEPOULKWY UPNAAG

TIOLOTNTOG KOL OE aUTH TNV nepinmtwon. (Aguilar et al., 2019)
Nitpidio nupttiov

To Silicon Nitride elvat amd to MO OKANPA Kol OVOEKTIKA TEXVIKA KEPOLLKA.
Mapouaotdlel mMOAU xaunAn mukvotnta, uPnAn avioxr ce Bpavon, KaAn avtoxn o€
Kappn kot e€alpetikn avtoxn oe Oepuikd cok. H edappoyr) tou Bploketal ota

e€aptripota avtAtwy kat BaABidwv.
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2UvBeta YAKA

Ta ouvBeta UAKA eilval évag cuvduaouog SUo N MEPLOCOTEPWVY TUTIWV UALKWYV TIOU
XPNOoLLoToloUvTaL yia TN BEATIWON TWV HNXOVIKWY KAl SOULKWY LELOTATWY €VOG VEOU
UALKOU TTIOU TIPOKUTITEL. TO €val €K Twv SU0 CUCTATIKWY MEPWYV, XAPOKTNPLZETAL WG
oUOTATIKO evioyuong Kol poobidel 0To oUVOETO BEATIWUEVEG UNXAVLKES, KUPLWG,
1810tNTEG. To SEVUTEPO CUOTATLKO KAAelTaL UATPQ, €lval cuvABwWG XaNARG TTUKVOTNTAG
KOl N CUMLLETOXN Tou oTo cuVBeTo e€aodalilel Tn pHéyLotn duvatr eKPETAANELUON TWV
dlotAtwy tng evioxuonc.(Wang et al., 2017) Ta ocuvBeta UALKA XpnoLUOTIOLOUVTAL
eUpEwg oe OoukEC edapuoyEc Tou  oxetilovtal ME TNV AUUvVA, TNV
avtoklntoflopnxavia, Tnv agpodlacTnULKN Kot TLg Blopnxavieg ov Bacilovtal otov
0OANTIOpNO. Autd Ta UAIKQ XPNOLUOTIOLOUVTOL yla TNV mopaywyn eladpwv
e€aptnuatwyv pe uPnAn avioxn oe ePeAKUOUO Kol okaupia. Ze oUykplon HE
oupPatikég ueBOSoUC MapaywyNnG, OTLG TIPOOHETIKEG KOTOOKEVEG TA CUVOETA UALKA
amoteAOUV €AKUOTLKA €MAOYN Yl TOV KATAvOAwTH AOyw NG Stabeouotntog toug,
TWV KOAUTEPWV UNXAVIKWY XAPOKTNPLOTIKWY TOUG KOL TNG OLKOVOULKAG TTPOCOPHUOYNG
npoiovtwy He vPnAn akpifela. ZUVOETA UAIKA HUIOpOUV va €MIAEYOUV WOTE va
npokuPouv acuvibilotol cuvduaopol duokapPiag, UNXAVIK avToxng, TTUKVOTNTAC,
ocuuneplpopdg oe vPnAEg Bepuokpaoieg , avioxng oe SlaBpwon okAnpdtntag n
aywyLluotnTag. H evowpdtwon eVIoXUOEWV ocwHATOlwy, WwV 1 VavoUALKwY OE
TLOAUEPH] ETUTPETIEL TNV KOTAOKEUH OUVOETWV UAIKWV TTIOAUPEPOUG HATPOC, TA ool
xapaktnpilovrat and vPnAnl unxavikn anodoon Kal e€alpeTk Asttoupykotnta. H
Swadkaoia dnuioupyiag kal n anmodoon Twv cUVOETWY UAKWVY oTnV TpLodlaotatn
EKTUTIWON €lval eAeyxOUEVN KOL KOTOVONTH CE OXEON HE T cUMPBATIKEG neBOdoug
TIAPOYWYNG, TIOU N LKAVOTNTA €AEyXOU TNC TOAUTAOKNG E£0WTEPLKAG SOUNG €lval

neploplopévn.(Wang et al., 2017)

Ta ouvBeTa VALKA ocuvnBwg TtepAapBAavouv cUVOETA TTOAULEPT) EVIOXUMEVA LE (VEG
YUOALOU Kol cUvOeTa TOAUUEPN EVIOXUHEVA PE (veg avBpaka. ZTIG oUVOETEC SOUEG
OTto TTAOLOTLKO EVIOXUHEVO HE (VEG AvOpaKa, oL iveg mapExouv akapdio Kal avioxr evw
N UATPA TIOU EUTIEPLEXETOL TO TIAQOTIKO HETADEPEL TNV TiiEon METOEU TWV VWV UE

OTOTEAECHA VA TIG TPooTaTeVEL. Ta TAOOTIKA EVIOXUMEVA HE avOpakovhiuoto
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xapaktnpilovtat w¢ eladpld UAKA HE TIOAU KOAEG HNXOVIKEG LOLOTNTEC KOl
eMAEyovTal KUpLwG O0TOUC TOUE(G TNG auToklvntoBlopnxaviag.(Moon et al., 2019) Ta
oUVOeTa TOAUMEPH €VIOXUHEVO He (veg yuoAwol, amd tnv AGAAn TmAegupaq,
XpnoLpomnololVTaL EUPEWE Yia S1adopoug oKOTOUC OTNV TPLOSLACTATN EKTUTIWON KOl
€xouv €va gupl paoua mbavwyv xprnoewv Adyw TOU OVOHROOTIKOU KOOTOUG KO TNG
KaAng amddoong toug. Mo mapadewypa, 1o Fiber glass €xel woxupny Bepuikn
aywyLlpoTnTa Kot XapunAo cuvteheotn Bepuikng StaotoAng. EmumAéov, to Fiber glass
dev umopel va kael kat 6ev ennpedletal and Tig Oeppokpacie¢ otn Sadkaocia

TIapaywyng, KABLoTWVTAC TO LWBAVIKO yLa TPLodLACTATN EKTUTIWON.

MoAupEepn

O 0po¢ TIOAUUEPEC ONUAiveL <<TIOAG pépN>> Kal PEoa O aUTO TO MAAICLO , 0 OPOG
Mer avadépetal o pia povadiaio doptky opada atopwv mou xapoaktnpilouv tnv
dlatagn evog moAupepoucg. Ta MOAupepr amoteholvtal amo alucibeg poplwv.
MoAupepLopdg eival n Stadikaoio KATA TNV omola PIKPA HOPLO ATtOTEAOUUEVA OO
pia i Alyeg SOUIKEC LOVASEC (YWWOTA WG LOVOUEPN 1) OALYOUEPN ) EVWVOVTOL XNHULKA,

WOTE va dnULoupyrnoouyV Eva MOAUUEPEG.

To mAaoTika €lval UALKA TIOU OMOTEAOUVTOL KUPLwG Ommd TOAUMEPH TOU Elte
Bpiokovtal otn ¢uon kat tpomornolouvtal KatdAAnAa, gite SnuLoupyouvtal TEXVNTA.
To TAAOTIKA XpnolJdomolouvial o €vav Heyalo aplOpuo edappoywv Tmou
neplAappavouv pouxa, TOLXViOla, OLKLOKEG CUOKEUEG , SOUIKA Kol SLAKOOUNTIKA
OVTIKElpEVa Kol TIOAAG GAAa. Oswpeital mwg to o Stadedopévo Kal amapaitnto
UALKO OTI( TIPOCOETIKEG KOATOOKEUEC €lval TO TOAUMEPEG Adyw TNG €upeiag
S100e0IUOTNTAC TOU, TWV €EQALPETIKWV UNXAVIKWY LSLOTATWVY TOU KOl TOU XOUNAO
KOOTOUC aAAA KOl AOYW TOU CXETLKA XapnAoU onueiou TAENG Tou. Ta MOAUPEPN UAKA
elval eVEAIKTO WG TIPOG TNV eMefepyaoia TOUG Kol MOLKIAoUV o€ popdn avaAoyws e
TNV TEXVOAOYLO TTOU TIPOKELTAL VO KOTEPYAOTOUV. lNa mapadelypa, otnv texvoAoyia
evamnobeong uAwou (FDM) 1o moAupepég cuvavtdtal o popdr vVAUATOS, otV
Siepyaocia em@AANAwv GUAAWV (LOM) oe popdry EAACHATWY KOL OTNV  ETUAEKTLKA

TupoouoowpAtwon Ue Aéwlep (SLS) oe popodn moudpa.(Caminero et al., 2018) Itnv
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napoloa €pyooia KAl OUYKEKPLUEVA OTO TELPOUATIKO MEPOG YIVETAL Xprnon

TLOAUEPOUG UALKOU Kol OUYKEKPLUEVA TToAuauLdiou.

Ewova 12: [MoocooTtiaio xprion UALKWVY OTIC TPOOIETIKEC KATAHOKEVEG (sciencedirect.com)
OL UNXaVLIKEG LBLOTNTEG TwV oAU EPpWY KaBopilovtal o peydlo Babuo tn xpron toug

Kol Ta Stoxwpilouv OTIG TOPAKATW TPELG KATNYOPLEG :
e OeppomnmAaoctikd (thermoplastics)

To poplo ota OEPUOTTANCTIKA CUVOEOVTAL OE YPOAUULKA LOPDN, UE YPOUULIKEC AAUCISEC
TIOU TIAPOAUEVOUV OVEEAPTNTEG OO TIG YELTOVIKEC. Katd tn O€épuavon toug ta
HOKPOUOPLA TOUG XAVOUV TN GUVOXH TOUG KAl UITopouV va oAloBaivouv peTall Toug,
nipaypa ou Sivel T Suvatotnta oto MOAUHEPEG va yivetal eUMAaoto. MmopoUv va
SwatnpnBoulv og autr TNV KAtdotaon ylo 600 emdpa n Bepudtnta. H andPuén mou
akoAouBel divel oteped UAKO evw n Siepyaocia sivol €€ oAoKANPOU QAVTLOTPEMTH.
AvOAOYWG TN XNKULKA Toug oloTaoN, Ta BEPUOMAAOTIKA TIOAUUEPK UIMOPEL va elval
OTEPEQ ) pevuoTd. Emiong eivat evaiobnta otoug SLaAUTEC Kat ot Beppokpaocia. Eival
npoidvta avtibpaong pe mpoobnkn N oupmukvwonc. Ta ¢BopomoAupepn, T

moAuapuidla Kot To TOAUCTUPEVLO Elval PEpLKA TTapadeiypato BeppomAacTikoU.
e OgppookAnpuvopeva (thermosettings)

Ye avtiBeon pe Ta OgpUOMAQOTIKA, Tot OEPUOCKANPUVOHEVA OTTOTEAOUVTOL OO UN
VPOAUULKOUG OEOUOUC HLKPWV ,OXETIKA, HOKpopopiwv. Ta OgpuookKAnpuUVOUEVA
TIOAUUEPN pE BEpuavan pmopolv va popdormnotnBoulv umno nieon. H BepuookArpuvaon
Opwg dev elval emavaAnmrikr, v LOXUEL OUTO TOU LOXVUEL OTO BEPUOTMAQOTIKA.
MNepattépw katepyaocia edw, odnyel og mukvr) Siktuwt Sour KoL o PolovVTA TToU
elval avOektikd otn Bepupdtnta kat dev emibexovial Slapopdwon HE eMMAEOV
Béppavon n mieon. Meplkd TETOlA UALKA €ival oL TIOAUECTEPEG ,Ta GALVOALKA

TLOAULEPT), OL EMOEIKEC pNTIVEG KATT.
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e EAaotopepn (elestomers)

TéNog, Ta eAaotopepn xapaktnpilovtal ano tnv WBLoTNTA ToUG va EMLEEXOVTAL KATA
Tov €peAKUOUO TOAU pEeEYAAn €TUUAKUVON Kal taxutatn mAnpn enavadopd otav
anodoprtilovral, eivat dnAadn unmepeAaoTikd. TETOlo UAKA €lval TO KAOUTOOUK, OL
OW\KOVEG KATL. Omwg yivetal avtiAnmrto, ta moAuvpepn nailouv kouplkd poAo otnv
€€ENLEN MPOTOVTWV TTOU KAAUTITOUV KOONUEPLVEC AAAQ KOL TILO EEELOLKEU UEVEC OVAYKEG.
AutO odelletal OTO OTL UMOPOUUE HEOW TWV TpoavadepBéviwy neBodwv Kal
ouvbuaopwyv. MapakAatw mapoucLtalovtal Kal avaAUovToL KAmoLa and to MoAUUEPN

UALKQ OTLG IPOOBETIKEG KATOOKEVEC. (Kahtong, 2017)

To Akpulovitpidio Boutadiévio ZtupoAlo (Acrylonitrile Butadiene Styrene - ABS) kai
10 NoAuyaAaktiko OEL (Polylactic Acid - PLA) eivat amo ta o Stadedopéva moAu uepn
UAKA. To AkpulAovitpidlo, elvol £€va OUVOETIKO LIOVOUEPEC TIOU TIAPAYETAL OO
T(POTTUAEVLO KOl O WV, AUTO TO CUOTOTLKO CUMBAAAEL OTN XNULKA AvIOXA KAl OTn
Bepuikn otabepodtnta. To Boutadlévio, mapdyetal wg UMOMPOIOV TNG MOPAYWYAS
alBuleviou amod kpotideg atpol. Auto To €€aptnua TIPOOPEPEL OKANPOTNTA KOl
avtoxn o€ Kkpouon OTO TIOAUUEPEG. TEAOC TO ITUPEVIO, TIAPOOKEUAIETAL LE
adubpoyovwon Kal mapexel akapdia kat duvatotnta enefepyaciag oto MAACTIKO

ABS. (Kumar, Ahuja and Singh, 2021)

To ABS &ival mopAaywyo TMETPEAAIOU Kal EKAUOVTOL ULIKPEG AVOOUULACELS KATA TNV
ektUTwon. Eival Alydtepo €UBpaUOTO KOl TILO OAKIUO UE UEYAAn Beppokpactakni
avtiotaon. ZUVIOTATAL VLA TILO ATOLTNTIKEG EGAPUOYEG KOL TIPOTUTIOTOLNON LOVTEAWV.
To onpeio tHénc Tou eivat vPnAo(Oepuokpaacia akpoduaoiou petaty 220-235°C) os
oxéon e to PLA (Oepuokpaocio akpoduaoiov petatt 185-210°C). Q¢ BeppomAaoTiko
elvatl apopdo otn duon kat €xel vPnAn avtoxn otnv kpouaon, avtoxn otn BepudtnTa
Kol OKANPOTNTA, XaUnAn Bepuikn aywyLluotnta, KaAn akopdio kat pkpo Bapog, evw
TIAPOEVEL TTIOAU TPOOLTO oo amoyn TG, Epdaviletal os popdr vipatog Kat
Xpnolgormoleital kuplw¢ otnv texvoloyia FDM «kat oe ouvbuacud pe PLA
EKTUTIWVOVTALL EUKOAOTEPQ ano aMa TEXVIKA Kol $Onva
BepuomAaotikd.(Angelopoulos et al., 2022) e avtiBeon pe to PLA ,to ABS avrKkeL otnv
KaTnyopia Twv TAOCTIKWY TIOU OOTEAOUV TipoiovTa meTpeAaiov. JuvnBweg Katd Thv

EKTUTIWON TOU EKAUOVTAL OE PLKPO BabBuo avabupdoeLg.
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To PLA &nuoupyeitatl pe tnv BonBela moAupepwv mou eival Blodlaomwpevol
TIOAUEOTEPEG Kol ouVRBwWG AapBavetal and YewpYKEG KAOAALEPYELEG OTIWC KOAQUTIOKL
KOLL TTATATEG LEOW BaktnpLakng {Upwaong udatavOpdakwy. Ta U0 KUPLA LOVOUEPH TTOU
ouVvB£Touv To MOAUYOAQKTLKO 0€U €lval 1) To YaAAKTIKO 0V Kat 2) KUKALKOG SLleOTEPQC,
Aaktidlo. H dnuloupyia tou pmnopel va mpaypoatononBel and BlomoAupepn Kal ano
XNUIKA €Te€EpyaOUEVA LOVOUEPT, €VW AOYyW TNG PBloocupBatotnTd¢ Tou HE TO
avBpwrnivo cwua, eivat evdedelypuévo yla LATPLKEC epapuoyEC.To PLA ektumwveTal
gUKoAa, mapouolalovtag xapunAotepn Bepuokpacia ekTUTWONG amno to ABS xwpig va
TIAPOHOPPWVETAL TOOO €UKOAA. YTApXouv TOANA MAEOVEKTAUATA TNG XPnong PLA
OnMw¢ n ehaxlotonoinon BAPOUG, N HEWWHEVN BEPULK AYWYLULOTNTO KOL TIWG
Bewpeital avakukAwolpo UAkO. BéBawa umapyouv diddopol tUmot PLA pe
HEYOAUTEPQA HNXOVIKA KOl KOUTTTLKA XOPOKTNPLOTIKA HE PBEATIWUEVEG OepUIKEG

napapopdwoelg, Onwc to PLA+ ) to Polymax PLA. (Farah, Anderson and Langer, 2016)

To PolyVinyl Alcohol (PVA) eival éva ouvBeTikd MOAUPEPEG VAUA TTOU oXnuaTtileTal
oo MOAUUEPLOUO 0€koU Bvuliou. Eival uSpoSLlaAutd UAIKA KoL Xpnotpomnotlouvral
WC¢ UALKO UTTOOTNPLENG, KOTA TNV EKTUTIWOT), 0T CNUELX TWV AVTIKELUEVWV E LEYAAEG
kAloelg. To vijpa PVA €xeL nuibiadavn, Aeukn epdavion. Eivat avBektiko oto AdadL oto
YPAGCO Kal 0TOUC SLAAUTEG, Kal £XEL EEALPETIKEG CUYKOAANTLKEG LOLOTNTEC. ExeL uPnAn
avtoxn o€ epeAkuouo kal eukappia. Fevikotepa SlaAvetal EuKoAOTEPA O€ {E0TO VEPO

Kal £xeL Beppokpaocia tEng 205-220 °C.

To moAuauidlo(PA) amotelel éva HAKPOUOPLO HE €MAVOAAUPAVOUEVEG MOVASEG
ouvbedepéveg pe apdikoug deopous. Ta moAvauibia umapyxouv kot GuUOLKA Kal
TeEXVNTA. Mepika mapadeiypata duokwv moAvapdiwv eivat ol mMPWTEIVES, To HaAAL
KOl TO METAEL. TeXvNTA KATAOKEVOOMEVA TTOAvapidla prmopolv va rapaxbouv péow
TIOAUUEPLOMOU oTadlaknG avamtuéng  ouvdeonc otepeng paong divovtag UAKA
OMWG TO VALAOV KAl TO TOAUQOTIAPTIKO VATPLo. To UAKO gudaviletal oe popdn
TATAANG KOl XpNOLUoToLe(Tal KUplwg oTLg Texvoloyieg power bed fusion, omwg SLS,
SLM k.a. Ta moAvapidia eivat KpuoTaAALKA TTOAU LEPH TTOU TapdyovTat cuvhBwg anod
TN CUMITUKVWON €vOC 8Lo€€og Kal piag dtapivng. Ta moAvapidio unAol poplakol
Bapoug eival kowwg yvwotd wg vailov. Ot ebappoyEg kat oL xprioelg PA mowkilouv

KOl TIPETIEL v KOAUTITOUV OUYKEKPLUEVEG TIpodlaypadég Omwe: 8LOTNTEG TPLPNC
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oAloBnong, uPnAn Bepuikn avtiotacn, KAAEG NAEKTPLKEG LOLOTNTEG, QVTOXN OF
KpoUOon, KOAEC E€AAOTIKEG LOLOTNTEG, aviox O€ XNUIKA kat uvPnAn akpifela

Sdlaotacewv.(Goodridge, Tuck and Hague, 2012)

Toa povtéa moAuvapdiouv dev evdeikvutal yio epapoyEC TTou EXouv Apeon emadr Ue
nepBarlov uypaociag, kabwg amoppodolv TNV uypacia. Méow tng uypaciog
UIopoLV va SnuloupynBouv apvnTIKEG ETUMTWOELG OTLG SLAOTACELS TOU QVTLIKELLEVOU.
levik@d, n avtoxn otnv kKpouon Kol n gukapyia teivouv va aufdavovtal pe tnv
TIEPLEKTLKOTNTO OE UYPAOCLA, EVW N avtoxn Kal n akappio katw amno tn Bepuokpacia
HETATTWONG YUaALOU (< 50—-80°C) pelwvovtal. Qotd00 O€ OPLOUEVEC TIEPUTTWOELG TO
UALKO pmopel va emefepyaotel kat va yivel udatooteyég. Emiong, xpetaletal dlaitepn
T(POOOXH OTA HOVTEAQ UE PEYAAEG emimedeg emidpAveLleC 1 TTAAKES KABWC Otav va

TETolo povTEAo YuxOel eival mBavov va napapopdwoel.

MoAvauidio PA12

To PA12 moAuopidLo amoTeAEL TO TILO GUXVA XPNOLULOTIOLOU LEVO TIOAUUEPEG UALKO OTNV
texvohoyia SLS. To PA12 cuvavtdatal o popdn MATAANG Kol TTApoUCLAlEL OPKETA
KOAEC MNXAVIKEG LOLOTNTEC. OL BLOTNTEC TOU MMopoUlV va xwplotouv ce duo
KaTnyopieg, TI¢ eyyeveic Kal T e€wyeveig. OL gyyeveig BLOTNTEC adopoUV KUPLwC
BEPULKEG, OTITLKEG KOl PEOAOYIKEG TTAPAUETPOUG, OL omoieg divovtal cuvABwg amo tn
poplakn doun tou i6lou Tou MOAUPEPOUG Kal SEV UIMOPOUV VA ETINPENCTOUV EUKOAQL.
Ot e€wyeveic 1816TNTEC oXeTilOVTAL HE TO CWHATIOLA KoL TNV ToUdpa KoL Umopouv va

enefepyaotolV e Uia CUYKEKPLUEVN TIPOEPYATLAL.

H Bepuokpaoia omwg £xeL Nén avadepbei amotelel KUPLO MapAyovVTaA YL TNV
Snuloupyia Tou TEAKOU amoTeAECUATOC. 2TNV Slepyacia TNG MUPOCUCCWHATWONG
Tpeic xapaktnpilovrol wg Kplolpes Beppokpaoieg, n Beppokpacia KpUOTAAAWGONG N
Bepuokpacia TAENS Kal n BepUokpacia MUPOCUCCWUATWONG TOU UALKOU.
Fevikotepa otV texvoAoyia SLS n Stadikaocio mouv adopd TNV KPUOTAAWGON TIPETEL
Va TIOPATELVETE 000 TO SuVATO TIEPLOCOTEPO, TOUAAXLOTOV VLA KATIOLEG OTPWOELG
UALKoU. Etal, n Beppokpacia emetepyaciag mpemnel va eAEyxetal pe akpifela petay
TOU onpelou TRENG Kal Tou onpeiov KpuotdAwaong. Auth n Beppoduvaptkn epLoxn
TOU UTIOYUKTOU TAYHATOG TTOAUEPWY ovoudletal «Sinterit window» Tng

enefepyaciag SLS yia éva 6edopévo moAupepEC. MapakaTw mapouaotalstal Eva
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daviko diaypappa DSC ( Differential Scanning Calorimetry) yia to PA12, To onoio
OUGCLOOTIKA OVOAUEL TN PETPNON TWV PETABoAWV TNG evBaAmiag mou odeilovral o oAAQYES
OTLG GUOLKEC KOl XNULIKEG LOLOTNTEG EVOG UALKOU WG ouvaptnaon tng Bepuokpaciag r tou

XpOvou.

P Differential Scanning Calorimetry
SLS Sintering
Window:
AT={Tm-Te), = Wide Sinlering Window
= _ Metastable area i Higl_l m.-: :”g. E_:"_h%_.w_
E AHE with two phases = Marmos medling regior
[ Cooling
E ____Ir-\{_.lu_: 5 \j“:\-’lr b S—
"E —_— N
Heating
L]
Constant heating!
cooling rate: 10T min

(g g = Fcp [ pr = T =] MNETEE TR i
[Femperature [T]

Ewkova 13: Awaypouua DSC PA12 (Schmid, Amado and Wegener, 2015)

Qotooo, TPEMeEL va OnNUEWOel OTL To mopamavw Olaypappo amoTeAel pla
e€ldavikevupévn  avamapdotacn TG OepuikAc  mpaypoatikotntag  eddoov
xapaktnpiletat and otabepols pubuoug Bppavong kat Puéng (10°C/min) mou Sev

edpapudlovral mote katd tnv enefepyaocia SLS.

Jtnv Tmepimtwon mou n Beppokpacia Ts (n Oepupokpoocia katd tnv omola
npayuatonoleital n dtadikacia mupoocuocowpatwong) Pploketal oAU Kovid otnv
Bepuokpacia KPUOTAAAWONG Onuloupysital KUPTWON TOU OVTLKEWMEVOU AOYyw
MpowpNnG KpuotdAlwong. Av n Bepuokpacia Opw, eivat ehadppwg uPnAotepn ano
autn ou evdeikvutal, n Mpowpn KPUoTAAwonN Unopel va anodeuxBel aAld emeldn
TO UALKO BplokeTal kKovta oto onpeio téng, Ta yeltovika owpoatidia Ba koAArcouv
METAEL TOUG E ATTOTEAECHO VOL EMNPEACTOUV OL AETITOUEPELEG TNE ETULPAVELOG KAL TWV
XOPOKTNPLOTIKWY TOU OmOoTeAEOMATOC. ETElTa, otnv mepimtwon Katd tnv omola n
KpuoTaAAwon oupBaivel paydaio to amotéAecpa Umopel va elval HEXPL KOl O
SLOXWPLOUOC TOU QVTIKELUEVOU OE KOPUATLA. AUTO cupfaivel 810TL, O0tav €va UALKO

KPUOTAAAWVETAL OSLEPYETOL QMO TNV PEUCTH KATAOTOON TOU Otnv otepen. MNa va
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vAomolnBel opoyevomoinon Tou UALKOU TIPEMEL autd va Pploketal o peuotn
Kataotoon , YU autd Kal arnmoteAoUV KpIOLEG TTOPAUETPOUC oL Beppokpacieg THENG

Kal KpuotaAAwonc.(Schmid, Amado and Wegener, 2015)

" cecccasssse

Curling

Ewova 14: Mpowpn KpuotaAdwaon / Mpowpn KpuotdAAwon kot Staywploudg (Schmid,
Amado and Wegener, 2015)

Mo to BEATioTo Suvato anotéleopa anapaitnto Bewpeital éva xapnAo wdeg kat
HLO XOUNAR €mbavVELOK TACN TOU TNYUATOC TMOAUMEPOUG. ISlaitepa éva XxapnAo
wdeg €xel tepaoTIA onupacia epooov OSnUIOUPYEL EMAPKN OUVEVWON TwV
OWMOTOLWVY HeTaEL TOoug, SLOTL N Texvoloyia SLS &ev pmopel va mapéxel mpooBetn
ouprtieon Katd tn SLAPKELX TNG MEPLKAG TTAPAYWYNG O avtiBeon Ue Tn XUTEUON HE
gyxuon. Ot epdaveic Stadopég kal n onpacia xapnAov kat uPnAol L€wdoug UALKOU

PA12 amnewovilovtol mapokaTw.

SLS part from PA 12 low n, SLS part from PA 12 high n,

Ewkova 15: Enipaveiakn Alapopd Le xprion dta@opetikwv IEwdwv PA12 (Schmid, Amado
and Wegener, 2015)

To oxnua kot n emddaveld Twv HEUOVWHEVWY ocwpatidiwv kabopilouv 1tn
ouuneplpopd TNG TAUTAANG TIOU TIPOKUTTEL O peyalo Babuod. Ta cwpatidia Ba
TPEMEL VA E(VOLL TOUAAXLOTOV 000 TO SuvaTtov odatplkd. AuTto yivetal yia va mpokAnBel

péouoa ouumnepldopd Kabwg eival anapaitntn €pOcov To UAIKO KATAVEUETAL TTAVW
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and €va nén uTApxov OTpWHA UE €va cUOTNUA EMiXPLONG XwpPIg va cupmiéleTal
ETUMAEOV. [EVIKOTEPA TO OXNUA OTWE PaiveTal Kal TApoKATW £ival odalpKo HE pia

OXETIKA TpaxLd emipavela. AUTO TO XapakTnpeLloTiko BERata aAAalel avaloya e ToV

XPOVO Xpriong tng mouspas.

Ewova 16:(a) Axpnotuomnointwv kat (6) madaiwugvwy okovwv PA12 (Dadbakhsh et al., 2017)

Ol moAaLWUEVEG OKOVEC dalveTal va TIapouoLalouV aUENUEVEG PNYUOTWOELG LETA TNV
Slatripnon toug o uPNAEC Beppokpaoieg. H mpoéAeuon autwy Twv pwyuwv Sev gival
akplBwe cadng kabwg pmopel va mpoépxetal anod anoppodoluevn vypacia (rmou
MPoEpxeTal amd Tto meplBallov) 1 akopn Kol omo to emakolouBa otadia
SLa0ToAn¢/cuppikvwong Tou KUKAoUG Stadtkaoilac. AUTEC ol popdoAoyIKEG aAAAYEC,
WOTO00, UTOPEL VO PEPOUV APVNTIKEG ETUTTWOELG OTNV ETILPAVELX TOU AVTLIKELUEVOU.

(Dadbakhsh et al., 2017)

F'evikOTEPQ, OTAV TO UALKO 0€ popdn mamdAng untofaAAetal og uPnAEG BepoKkpaoieg
ylo TIOPOTETAUEVEC TIEPLOSOUC, OMWE OTNV TIEPLTTWON TNG TMUPOCUCOWHATWONG,
odnyet otnVv anokodounon tou. AuTO ONUALVEL TWG EMNPEAIOVTAL TTOPAYOVTEC, OTIWG
Ol UNXAVLIKEC LBLOTNTEG, N oloTNTa eTidpavelag Kal n akpifelo Twv SLACTACEWV EVOC
TeAlkoU Tmpoidvtog. U autd akplBwg Tto AOyo yivetal avapelEn g noén
XPNOLLOTIOLNUEVNC TTOUSPAC, E EVO TTOGOOTO AXPNOLUOTOLNTNG TToU opileTal anod Tov

kataokevaoth. (Mwania, Maringa and Van Der Walt, 2020)
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To PA12 ywpiletal o SU0 KATNYOPLEG:

e Print Ready Powder, yapoaktnpiletar n moudpa n omoia pmopel va
xpnowtomotwnBel  kateuBelov XwPLg v TPOANMALTEITE KAOLO TOCOOTO
avapeLElpotTnTog nptv tn Stadikacia tng eKTUMWONG.

e Fresh Powder €ival ouolaoTtikd n moudpa e TNV omoia yiveTal n avapeLen tng
nén XpnoLomonueEYNg.

Ouolootikd puBuilovtag To MOCOOTO UYPAOCLOG OTO EMOAVOXPNOLLOTIONUEVO UALKO

dnuoupyouvtal oL TPoUTOBETELG YL TNV EMOVAXPNOLLOTOLNON TOU.
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5. Mnyavikec 151otnTeg
Ol punxavikég Lotnteg (mechanical properties) ival ekeiveg mou mpoaodlopilouv T
ouuneplpopd TwV SOULKWY UAKWV OE KOTOTMOVAOEL, Aoyw doptiwv R
NEPLBAAOVTIKWY EMUMTWOEWV. H cupnepidpopd autr e€aptdtal amod ToV TPOTOo Mou
6pouv Ol KOTOTOVAOELS, AMOTEAECUA TOU OMOlou €ival n avamtuén €0WTEPLKWV
SUVAUEWV oTa UALKA TTou ovopalovtal TAOELS (stress). Avaloya e TO av oL TACELG
6pouv kabeta 1 edpamrtopevika otnv empavela Slakpivovtal oe opBEC (o) kat
SLaTUNTIKEG (T). OL 0pBEC TACELG TTOU TEIVOUV VAL IMOUOKPUVOUV TA ATOHA TOU UALKOU
T(POKAAOUV ePeAKUOUO Kal ovopalovtal ePEAKUOTIKEC, EVW OUTEG TTIOU TEVOUV va Ta
TANOLACOUV HETAEL TOouG pokaAouv AN kot ovopdalovtal BAUTTIKEG. ATOTEAECUA
TWV TACEWV TIOU QVONTUCCOVTAL O€ €va oTolXElo €ilval n PeTaBoAn Twv SLACTACEWV
Tou, 6nAadn n avantuén napapopdwoswv (deformation), ol omoieg Stakpivovral o

0pBEG (g) KAl SLATUNTIKEG (V).

Oplopoc EpeAkuopol

EdeAkuopog ovopdletal n katanodvnon dokiuiov, otav ot epapuolOUeVES SUVAUELS
F, mou eival loeg kat avtiBetec, evepyolv Katd pKog Tou afova Tou SokLpiou, Telvouv
va au€noouV To UNKOG TOU. € aUTA TNV MepimTwon 0 ePEAKUCHOC Xapaktnpiletat wg
a€OVIKOG ] KEVTPLKOG, O€ avTiOeoN |LE TOV EKKEVTPO EHEAKUCLLO OTOV OTIOLO OL SUVAELG
elval pev mapdAAnAeg ala dev Bpiokovtal otov i6lo vonto afova. O edpeAKUOUOG
elval pia amo tig 800 HOVOAEOVIKEG EVTOTIKEG KATAOTAOELS EVOG TTAPAUOPDWOLUOU
otepeol owpatog. H AAAn povoafovik eviatikn katdotaon eivat n OAign. H

Loopporia duvapewv givat undév.(Kabnyntng, Mévtpea and NavtalonouAou, 2010)

—

F=0

Ewova 17: EqpeAkuotikeg Taoelg (el.wikipedia.org)
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Aokl epeAkuopoU

H Sokwun Tou edeAkuopoU ival n ocuvnBéotepn pnxaviki Sokun. Zuviotatal otnv
urtoBoAn} Sokiuiou oe €dEAKUOTIKN KATATIOVNON KOTA Tn OldpKeEld TNG omolag
kataypadetal n mpokaAoLpevn emunkuvon Al. To pnxavnua edeAkuopou eival
KOTQOKEUAOUEVO €TOL WOTE, VA TIPOKOAEL TNV EMIUAKUVON TOU UALKOU HE €vav
otaBepd pubuo, va peTpdel To dopTio ou edpapudletal oto UALKO, KaBw¢ emiong Kat
TLG TPOKAAOULLEVEC ETUUNKUVOELG. H Sladikacia Tou epeAkuopol Slapkel pkpo Xpovo
KOl €lval KATAOTPEMTIKI, EPOCOV TO UALKO TAPOHOPPWVETAL HOVIHA Kol oTtdel. To
edappolopevo doptio Kal n avtiotoln emunkuvon kataypdadovrtat kat oxedtaletol

N Aeyopevn KaumuAn taong epeAkuopHoU-TIapapopdwon .

KapunuAn epeAkuopov

Necking

Ultimate tensde strength
Fracture strength

Fracture

Young's modulus = siope
= stress/strain

- e -
Elastic Plastic strain Strain

< 3ain
Total strain

Shape of Ductile Specimen at Various Stages of Testing

Ewkova 18: KaurtuAn EqpeAkuouou (practicalmaintenance.net)

Baoikol oplopot:

e Taon (Stress): Elvat to mnAiko tTng SUvaAunG ou aoKeital kabeta otn Statoun
TOU S0oKLUIoU TIpOo¢g TNV TP AVELX TNEG SLATOUNAC TOU SOKLULoU.

o [lapauopdwon (Strain): Eivat to mnAiko tTng EMUAKUVONG TIPOG TO aPXLKO TOU
HAKOG.

e  Metpo elaoctikotntag (Modulus of elasticity): Eival to mnAiko tng tdong mpog
NV apapopdwaon otnv EAACTIKN TIEPLOXT TOU SOKLUIOU KoL avTLOTOLXEL TToLo
OVTUTPOCWTIEUTLIKA OTNV KALON TOU EUBUYPAUUOU TUAHATOC TOU SLaypapUOTOC

«O-EN.
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Avtoxn Slappon¢ (1 mapapdpdwong) (Yield strength): Eival n taon mépav tng
omolaG To UAKO ELCEPXETAL OTNV TAAOTIKN TepLoxn dnAadn eival n peyiotn
TAON TIOU QVIEXEL TO UAIKO TPV TNV €vapén NG MAACTIKNAG (HOVIUNG) Tou
napopopdwaong.

Avoxn edelkuopou (Tensile Strength): H péylotn tdon otnv onola aviéxeL To
UALKO TIpLV TV Bpavon Tou. Avtlotolxel oto uPnAOTEPO oNUELD TNG KAUTTUANG
«Oo-&»

Taon Bpavong: Eivat to mnAiko tng SUvaung 6mou to dokiplo Bpavetal mPog
NV apXLKA emidpavela tng dtatopung Tou dokiuiou.

Oplo Bpaviong: Elval to onpeio TNG KAUTUANG «0-€» TO OTOLO AVTLOTOLXEL OTNV
avtoxn epeAkuopoU.

Oplo Alappon: Eival To onpelo TG KAUTTUANG «O-€» TO OTIOLO AVTLOTOLXEL OTNV

avtoxn Stapponc.(‘Neipapa EpeAkuopou 1.')

Nouog tou Hooke

MNa to mepLoootePA UAKA Kal edOoov n oOpTion elval eVTOG CUYKEKPLUEVWVY 0OpLwV

LoXVEL WG N empnkuvon tT¢ papfdou eivat avaloyn tou poptiou. Xapaktnpiletal kat

WG NOpog EAaotikdTnTOG KoL N 0XECN TACEWVY Kol Tapapuopdwoswy.

H emuunkuvon tng paBdou avaystat otn povada pRkoug tng pafdou, OnUELWVETAL UE

€ KoL Aéyetal bk Stapoppwon epeAKUOUOU. MPOKUTITEL ATIO TOV TUTTO:

A
£

H oxéon petalv mapapopdwoswv twv dSuvdapewv didetal anod tn oxéon:

omnou Al = n mapapopdwon

1= to pnRkog tng papdou
P=n &latoun tng papdou

E= pétpo ehaotikotntag (otabepd e€apTwHEVN OO TO UALKO)

Mia @AAn €kdppacon tou vopou tou Hooke ival OtL n T o lval avaloyn mpog tTnv

avolypévn mapapopdwon Kal ypadetat: o =€ * E
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6. MeBodoc Taguchi

H nébBodog Taguchi meplapfavel Tn peiwon g Stakvpavong o Pl dtadlkaoia
HEOW LoYupoU oxedlaopol melpapdtwyv. O YeVIKOC oTOXOC TG HeBOdou elval n
niapaywyn mpoiovtwv uPnAng moldTnTag Pe XapunAo KOOTOG yLla ToV KATooKeuaoTh. H
pnEBodog Taguchi avamtuxBnke amnd tov Genichi Taguchi tng lanwviag nou dtatrpnoe
autr tnv napaAlayn. O Taguchi avéntuée pia uéBodo yLa tov oXeSLOOO TIELPAPATWY
yla va Slepeuvnoel WG SLOPOPETIKEG TTAPAUETPOL EMNPEALOUV TOV HECO OPO KOl TN
Sdlakupavon evog XapaKktnpLotikou andédoong Slepyaociog mou kabopilel moco Kald
Aettoupyel n Stadikaocia. O MEPAUATIKOC OXESLAOUOC TIOU TIPOTEIVETOL ATIO TOV
Taguchi meplapBdavel T xprion o0pBOYWVIWV TIVAKWY Yyl TNV 0pyavwon Twv
TIAPAUETPWY TIoU emnpedlouv tn Sladkaoia kot ta enineda ota omoia MPEMEL va
Bpiokovtal mowkiAAouv. Avtil va xpelaletal va SOKIHACETE OAOUC TOug mLBavoug
ouUVSUOOUOUG OTIWGE O TIOPAYOVTLKOG oXeSLAoUOC, N LEBodog Taguchi Sokipdlel Levyn
ouvluaopwV. AUTO eMLTPEMEL TN oUAAoyn Twv amnapaitntwv Sdedopévwy yla tov
TPOCOLOPLOUO TWV TIAPAYOVIWV TIOU EMNPEAlOUV TIEPLOCOTEPO TNV TOLOTNTA TOU

TPOLOVTOC E EVAV EAAXLOTO TIELPOLATIOUO, EEOLKOVOUWVTAC £TOL XPOVO Kal TIOPOUG.

Ou mivakeg Taguchi pumopouv va mpokupouv f va avalntnBouv. Mikpol mivakeg
UTIOPOUV VA OXESLOOTOUV UE TO XEPL, EVW UEYAAOL TIVAKEC UITOPOUV va TIPOKUouV
ano aAyoplBuoud. MNevikad, ot tivakeg pmopouv va BpeBouv oto Stadiktuo. OL Tivakeg
ETAEYOVTAL OO TOV apPlOUO TWV TMOPAUETPWY (METAPBANTEG) Kal Tov aplOuo twv
emunédwyv  (kataotaocelg). H availuon tng OSlakvpavong ota Sedopéva Tmou
oUAAEyovTaL amnod Tov oxedlaouo Twv Melpapdtwy Taguchi pmopel va xpnotpomnownBet
yLaL TNV €TUAOYH VEWV TILWV TTOPAUETPWY YLa TN BEATLOTOMOLNON TOU XAPOAKTNPLOTLKOU

anodoong. (Fraley et al., 2021)

'OA\a TQ AMTOTEAECUOTA TWV UNXOVIKWY KATAMOVACEWY, 00KOAOUONOE HUia OTOTLOTIKN
avaAuon péow NG neBodou Taguchi. H uéBodog Taguchi xpnowuomnolet évav dko
oXeSLaopO opBoyWVILWY TILVAKWY TIOU ETITPETEL TN UEAETN OAWV TWV TIEPUTTWOEWV
TWV TOPAUETPWYV LE TIEPLOPLOUEVO aPLOUO TtEpAUATWY. MMapouoldlel TAEOVEKTH AT
OTMWC: MElWON TOU OLKOVOULKOU KOOTOUG OAAG KOIL TOU XPOVOU HEAETNC YL TNV EVPECN
BéAtiotng Along, PBéAtoteg ouvOnkeg OSlepyaoiag Kotd TN OSLAPKEWD  TWV

EPYOOTNPLAKWY TIEPAMATWY, Bewpeital onpaviko epyoAeio yla tnv PeAtiwon
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Tapaywylkotntag épeuvag Katl avamntuéng (R&D) kat edpapuoletal oe onoladnmote

Swadkaotia.(Rosa et al., 2009)

H peBodoloyia mou mpodtewve o Taguchi yla To oXeSLAOUO TIELPAPATWY, E OKOTIO TN
ouvexn BeAtiwon N mMoLOTNTOG TOU TMPoidvtog N NG diepyaociag. O MEWPAUATIKOC
OXEOLOOUOG OUCLAOTIKA, €lval To MeSIO TNG ZTATLOTLKAG TIOU TIEPLEXEL TO GUVOAO TWV
YVWOEWV KOl TWV TEXVIKWV ToU odnyoUv o€ oOpBOAOYIKO TELPOAUATIONO KOl OE
amodoTikoTtepn avaluon de8oUEVwV CUVEEOVTAC TOL CUUTTEPACHATA TWV AVAAUCEWV
LLE TOUC TPWTAPXLKOUE OTOXOUG ULaG €peUVaG.(‘MANENIZTHMIONEIPAIQY)
H pueBodboloyia gival n e€ngc:

KaBoplopog mpofARuatog

To otdadlo autd meplapPBAvel ToV €VIOMIOUO TNG TNYAG TOUu TPOPANRUATOC.
OuolaoTikd KaBoplleTal TO TOLOTLKO XOPAKTNPLOTIKO TTou Ba AdBeL tnv BEATIOTN TLN.
To XOpaKTNPLOTIKO QUTO €lvol HLOL TTOPAUETPOG TNG Omolag N UeToPANTOTNTA EXEL

Kplowun enidpacn otnv MoLdTNTA TOU TPOLOVTOG.

Katalytopoc tdewv
To otddlo auto mepAapBAavel Tov TPoodLoPLoUS TWV CUVONKWY TELPAUATIONOU Kal
TWV KPLoWwV PeTafANTWY yla TV TOLOTNTA TOU UTO €€€TOon MPOIOVTOC f NG

Slepyaociag.. Alakpivovtal U0 katnyopleg mapayoviwy:

a) Mapayovteg eAéyxou (control factors): eival ot petaBAntég mou pmopouv eUKoAQ

va pocdloplotouv Kal va eAeyxBouv.

B) Mapayovteg BopuPou (noise factors): eivat ot petapAntég mou ennpealouv To

cvuotnua, aAAd eivat SUokoAo A kat aduvato va eAeyxBouv.

MelPAUATIKOG OXESLAOUOC

210 otadlo autod oxeSLAleTal TO MElPAUA LECW APLOUNTIKWY TILVAKWY KoL opilleTal n
nEBodog vy tnv availuon Ttwv Oebopévwy. Xpnoldomolouvtol Ta  enineda
TIAPOYOVIWY Kal Ol 0TOXOL OMWG autd kabopiotnkav oto mponyoupevo otadlo Tou

KOTOLYLOMOU LOEWV.
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Ale€aywyn MEPAUATOC

2TO OTASL0 AUTO MPAYHUOTOTIOLETAL TO TIElpA A TTOU €XEL KABDOPLOTEL.

Avahuon

MmnopoUv va xpnolgomnolnBouv Siwadopol tpdémol availuong, Omwg n Avaiuon
Alaomopag (ANOVA) 1 n NoAhamAn MaAwvépounon (Multiple Regression), aAAa eival
SloBéolueg kal amlovotepeg péBodoL Mo TNV avAAUCN TWV ATIOTEAECUATWY, N
HEBoSo¢ Taguchi xpnowlomolel €va OTATIOTIKO HETPO aAmoOdoong Tou ovoualetal
Aoyog onpatog npog 66puBo. Baon tou Adyou S/N, pumopoulv va mpoodloplatolv ta
eMineda Twv MAPAYOVIWV €AEYXOU TIOU OVTIUETWII{OUV OMOTEAECUATIKOTEPA TO
BopuBo. Ztnv anmhovotepn tou popdn, o Adyog S/N ival o Adyog Tou HEoou Tpog TNV
TUTILKN ATtOKALON. H KatdAANAN popdn tou S/N e€aptdtal oo To KPLTHPLO TIOU TIPETIEL
va BeAtiotomnolnBei yla To KAOE MOLOTIKO XAPAKTNPLOTLKO. X autr TNV dacn, yivetal

0 KaBoPLOUOC TWV BEATIOTWY ETLMESWV YLa OAOUG TOUG TTOPAYOVTEG EAEYXOU.

EruBeBaiwon melpdpatog
Ta amoteAéopata TNG OTATIOTIKAG avaAuong mpémel va emPBefaiwbdolv and tnv
EKTEANEON TIELPAUATOC HE TIC TMAPAUETPOUC Vv AapBAvouV TIG BEATIOTEG TIUEG OTWG

autég mpogkupav.(Toakwvag and M, )
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7. MeBobdoloyia
Yta mAaiola tng SUTAwWUATIKA G epyaciag akoAouBeite ouykekplpuévn peBodoloyia yla
TNV ulomoinon NG melpapatikig Siadikaoiag. Emeldry o otoxog tng mapouloag
SUTAWMOTIKAG ATTOTEAEL TNV UEAETN TIEPUTTWOEWV TIAVW OE OVTLIKELUEVA TTAPOYOUEVA
MEOW TIPOOOETIKWY  KOTOOKEUWYV, OpPXIKA Tipaypatonoleitat  BiBAoypadikn
OVOOKOTINGN Of EMIOTNUOVIKA apBpa Ta omoia adopoUv UNXAVIKEG LOLOTNTEG
Sdokiuiwv otov avtiotoo kAGdo. IUpdwva He TNV MEAETN Kol omokAglovtag
napaAAnAa nelpapata mou €xouv Rdn uAomotnBel, Ba MpokUPEL TO UALKO EKTUTIWONC

KOl N LNXAVLKA Kotamovnon otnv onola Ba umtoBAnBouv Ta nelpduata.

KaBe epeuvntiko apbpo akoAouBel cuyKeKPLUEVEG SLadLKOOIEG KAl TTPOTUTIA YLOL TNV
0pBn dle€aywyn Twv nelpapdtwy. EToL Kal oTnv CUYKEKPLUEVN TtepimTwon Baon Tng
BiBAoypadiag Ba mpokUu el Eva mpoTuTio Baclopévo otig mpodilaypadEég mou opilouv
Ta S1ebvn mpotuna. TUpudwva PE AUTA TO TPOTUTIA, TOV EEOTMALOMO KO TIG TIAPOXEC
Tou gpyactnpiou aAAd Kal Bacn TNG avaokomnong Ba npaypatonolndel oxedlaocpuog
TEPAUATWY. A0 ouTO Tov oXeSlaopd kal He Kpltiplo ta Siebvr) mpotunma Ba

TPOKUYPOUV OL UNXAVIKEC KAl YEWUETPLKES Ttpodlaypadég Tou Sokiuiou.

Méow Twv YeWUETPpKWY Tpodlaypadwv Baoclopévwv ota SlebBvy mpotuna Oa
emakoAouBroeL n povtelomoinon tou OSokwuiou pe tn Ponbswa CAD otepeou
HMOVTEAOTIOLNTH KOl 0T CUVEXELA N LETATPOTIH TOU o€ STL apyeio kal émelta o Geode
OpXELO £TOL WOTE TO apXelo va Bewpeital ETOLUO TTPOG EKTUTIWON. YOTEPQ EMPOKELTO
va mpayuatononBel n ekTUMWOoN TOU QVTIKEWWEVOU. Me tnv oAokAnpwon tng
eKTUTIWONG To SoKipLo udiotatal petenetepyacia £ToL WoTe va BewpnOel £TOLHO TPOG
xprion. To emopevo Brua Ba amoteAéoel 0 SLAOTACLOAOYIKOG EAeyXoC Tou Sokiuiov,
KaOwg EMPOKELTO Vo GUYKPLOEL pe To SLEBVEC MPOTUTIO KOl VAL TTAPOUGCLAOTEL N TUTTIKN
QTOKALON TIOU TIPOKUTITEL e aUTO. Ev katakAe(SL, To Tplodldotato dokiplo Ba umootel
UNXOVLKA KOTOmovnon Kol oUAANEyovTac To Se6OHEVO TWV ATIOTEAECUATWY TIOU
npokUmTouv, Ba oxeblactolv Ta KATAAANAa Slaypdupata PE TOV aAmapoitnto
OXOALAOUO. 2T CUVEXELD Ta amoTeAEopata Ba avaAuBouv Baon tng uebodou Taguchi
€T0L wWote va TPokUYPeL To PBEATIOTO amotédeopa  amd OAoug Toug miBavoucg

ouUVOUOONOUG TTOPAUETPWY. TEAOG, BACN TWV TEAKWY QTOTEAECUATWY EMPOKELTO VA
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yivelL cunTnon yla TNV cUYKEKPLUEVN Epyacia OAAA KOl LETOYEVECTEPEG TTIOU UTTOPOUV

va akoAouBroouv BaollOUeVEC OE aUTH.
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8. Mepapatikd Mépog

JUpdwva pe TV BLBAoypadLk avaoKOMnon TToU TTPAYUOTOTOLLONKE Kol £XOVTAG WG
6ebopévo tnv texvoloyia ekTUMWoNG, MPOEKUYPE TO UALKO EKTUTIWONG TIOU OMOTEAEL
To MoAuauidio PA12, kaBwg KaL N UNXOVLIKN Katamovnon mou Ba mpaypatomnolnel

0TO TEAOG TNG MELPAUATIKAG Sladikaoiag altn Tou epeAKUGUOU.

E€omAlopocg kat Ste€aywyn MERARATWY

YALKO ExTUTIWONG

Onw¢ avadEpBnKe Kal TTPONYOUUEVWE TO UALKO TIOU €TIAEXTNKE €lval TO TOAVOUISLO
PA12. To GUYKEKPLUEVO UALKO XpnoLlomoLnOnke og moocootd avapeEng 30% dppéokia
nmoudpa kot 70% YXpnNOLUOTOLNUEVN. 2TO KOUMATL TNG Bewplag avadépetal n
ONUOVTIKOTNTA TNG AVOUELELLOTNTOG TWV UALKWY QAMOCKOTIWVTACG OTNV mocooTtiaia
puBUION Twv emMESWV uLypooiag pEoa O auUTO, n omoia opiletat amd Tov

KOTQOKEUQAOTH.

Mapakdtw mapatiBevral mMAnpodopleg Kal PNXAVIKEG LOLOTNTEG yla TO TMOAUAULSLO

PA12.
revikég MAnpodopieg Tég M£0060¢ AOKLUWV
Mocootd Avapeléng 30% -
MéyeBoc Zwpatidilwv 18-90um | 1SO 13320
0,92
Mukvotnta Exktumwpévou YALkou g/cm? PN-EN ISO 845:2010
Anoppodnaon Yypaciog 8,70% PN-EN I1SO 62:2008
Mnxavikég I810tnTe(
Elongation at break 10 MPa | PN-EN ISO 527-2:2012
1470
Métpo EAaotikotnTag MPa PN-EN ISO 527- 2:2012
1160
Op6 Opaviong MPa PN-EN ISO 527- 2:2012
Avtoyxn og Kapdn 47 MPa | PN-EN ISO 178:2019
PN-EN ISO 179-
Avtoxn Kpolong 16 KJ/m2 1/1eU:2010
OepULKEG 16L0TNTEG
Snueio THENC | 1850C | PN-EN ISO 11357-3:2018

Nivakoag 1: MAnpodopieg PA12
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AL
3|

PA12 swoorn

000

Ewkova 19: Fresh Powder & Print Ready Powder

Juokeun Ektumwong

O TPLodLACTATOC EKTUTIWTAC TIoU Xpnotpomnoldnke eivat o 3D printer Lisa PRO tng
MoAwvikAG etalpiog Sinterit. O OUYKEKPLUEVOC EKTUTIWTNG €lval Texvoloyiag
ETUAEKTIKAG TIUPOCUGOWHATWONG Ue laser (SLS) kat pmopel va katepyaotel mAnBwpa
KOVLOTIOLNUEVWVY UALKWV TIoU TpoavadEépBnkayv, kKabwc Kal eival epodloopEVOg HE
dLaAn alwtou (N2) mou xpnotuomnoleite wgTo adpaveg aépLo MANpwong tou BaAduou.
Elvatr epoblaopévog pe éva laser CO,, tou omoiou n &€oun katevBUveTaL Ao éva
ocvotnua koBpemtwv. H Béppavon tou BaAApoU TPAYLATOTOLETAL LECW OEPULKWV
AQUITAPWV-OEPULKWY AVTIOTACEWY TIOU €lval TormoBeTnuéVoL TAvw amo to BdAapo
eKTUTIWONG. MAALoTO UTIAPYXOUV 22 BEPUAVTIKA OTOLXELQ KATAVEUNUEVA OE TECOEPLG
{wveg BEpUavonG MO ETILTPETIOUV VA UTIAPXEL AUOTNPOC EAEYXOG OTLG SLAKUUAVOELS
NG OepUoKpACiOG OTO E0WTEPLKO TOU EKTUTIWTH. Emelta umapxel n  duvatotnta
TPOMOTOINONG KAl TMPOCAPHOYAG 32 TOPAUETPWY TIOU ETUTPETEL TNV BEATIWHEVN
Swadkaola oe véec pebobdoloyieg €peuvog  Kal  EKTUTIWOEL  LUPNAAG

nowotntac.(www.Sinterit.com, 2022)
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Ewkova 20: 3D printer Lisa PRO

To TEXVIKA XOPAKTNPLOTIKA TOU EKTUTIWTH TIOU Xpnotuonotndnke epdavilovrol otov

TOPAKATW TTiVaKa:

Npodiaypadég
AL0OTAOELG 690x500%x880 [mm]
Bapog 90.0 [kg]
Tumog Laser CO,, 5W

Méyloto Oykog EkTUmwong

PA - 110x160x230 [mm]
TPU - 110x160x245 [mm]

Méyeboc KpeBatiol Ektunwong

150%x200x260 [mm)]

Y og oTpWwHATOC KOTA TOV Z
(EAaxLotn-Méyiotn)

0.075-0.175 [mm]

Toyutnta Ektumwong

néxpt 3 [mm/h]

Software

Sinterit Studio

TUToL dakéAWV TTOU
unootnpilovratl

STL, 3MF, OBJ, 3DS, FBX, DAE

Tumol apxelwv e€66ou

*.scode, *.sspf, *.sspfz

Méylotn Beppokpaocia oto Baiauo

200 [°C] / 392 [°F]

Taon Aettoupylag

220-240 [V] AC, 50/60 [Hz],7 [A]
100-130 [V] AC, 50/60 [Hz], 15[A]

f

Méon Katavalwon Pedpatog

1.1 [kW]

Méylotn KatavaAwon Pelpatog

1.9 [kW]

Mivakag 2: Teyvika XOPAKTNPLOTIKA eKTUNTWTH Lisa Pro
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YUOKeUN AoKLUNG EheAKUCLIOU
Lot TV LNXAWVLKA KOTOmovnon Twv SokLiwv xpnoonotBnke n unxovn ebeAkuouoU

Quasar 100 tng etaipiag GALDABINI. To TEXVIKA XOPOKTNPLOTIKA TNG HNXAVAG

TaPoUcLAloVTaL OTOV TIVOKA TTOPOKATW.

TeXVIKA XOpOKTNPLOTIKA
®doprtio Matciou 100000 N
(o] 5 uéyeO
Vou'aO'thO’u.EVE 0g 100000 N
KupéAng poptwong
Ty opaApato
A opauaros Min 300000 N
KuPéAng poptwong
Npoétuna ASTM E4, EN-ISO 7500-1
Katd péco Opo 84000 N/mm
Axkapia Aaiciov o papOpdwon PEYLOTN OTO
ueyioto doptio 1,2 mm
TaxdTnTa oo péyloto 0,0005 - 200 mm/min
doprio ’
AkpiBela
0,02 20
enavaAuwpnuotntag mm (20 um)
Mapoxn nAe oU
POXT MEKTALKOD 230V/50Hz or 120V/60Hz
PeUHATOG
loxUg 1000 Watt
BApog unxavipotog 390 Kg
Beppokpaocia
pHoKpact AT +5 to +40°C
nepBaiiovrog
Yypaoia aépa Méyiotn 80%
2232mm
ALOOTACELG 783mm
820mm

Ewkove 21: Quasar 100 kot TiVaKaG UE TEXVIKA XOPAKTNPLOTIKA
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Aok{po mpocg Ektunwon
Ta dokipta oxedlaotnkav oL puPwva He TI¢ tpodlaypadeg Tou mpotumou ASTM D638-
10, (6nwc daivetal 0To MAPAKATW oY) KAl akoAoVUONoe 0 oxeSLAOUOC TELPOAUATWY

Bdon tou ouykekpLpévou mpotumou.(Ast, 2013)

ASTM D638 Type IW

ASTMD-530-I [ 15

Ewova 22: Ataotdosic Sokiuiou kata ASTM (Ast, 2013)

To maxog tou mapandavw Sokipiou gival 3,2mm cUpdwva pe to SleBVEG mpotuTou.
Jtn ouvéxelwa Bacn twv SuVATOTATWV TOU £EOMALOMOU KoL EMELTA ATO EKTEVA
BiBAloypadikr) avackomnon ermAEXONKav TECCEPLS MOPAMETPOL yla TNV UAoToinon

TWV TMEPAUATWY TIOU TTAPOoUSLAIOVTOL TTOPAKATW.
OL mapApeTpoOL €lval ot €€NG:

1 0Oéfon kata tnv extuniwaon (Meptotpopn)
H ouykekplpuévn TAPAUETPOG adopd TNV TOmMoBETnon Tou SOKIUiou oTtov OYKo
EKTUTIWONG KoL Ywpiletal o U0 SLaDOPETIKES MEPUTTWOELG. ZTNV MPWTN MEPIMTWON
1o Sokiplo lval TOMOBETNUEVO £TOL WOTE N HEYAAN EMLPAVELD VO OLKOUUTTAEL OTO
eninedo, evw otnv SevTEPN OMWE PALVETAL (OTO AVTIOTOLYO OXUA) AKOUUTIAEL N ULKPNA

empavela.

Ewkova 23: O¢on kata tnv ektuniwaon (Meptotpopn) (1n napauetpog),
UEYOAN enipavela w mpog to emineda (A), Ulkpn EMIQAVELX WG TTPOC To emninebo (B)
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O MPOOoAVATOALOUOG TOU QVTIKELUEVOU Slapopdwbnke amd To Aoylopko Sinterit

Studio yLa kaBe Sokiplo Eexwplotad, OMwE palveTal TAPAKATW.

2 models

Selected models 1 ~
Details

Position

Rotation

Scale

Dimensions

Laser power —

>
>
>
>
>
>

T Move axis Rotation axis
m-
ox OY ®7 ®Xx Oy O
-81,09 mm 90,00 .

A T TR

Ewkova 24: Tporomnoinon npooavatoAlouoU uecow tou AoyLloutkou Sinterit Studio

2 To rdyoc tn¢ oTpwaong
OL TWEG TNC TapApETpou Kupaivovtal petafy 0,075mm éwg 0,175mm. Mo
OUYKEKPLUEVA ETUAEXDNKAV TPEIG TEPUTTWOELG AUTEC TwV 0,075mm, twv 0,125mm kai
Twv 0,175mm. To maxo¢ otpwong dev punopel va emidexBOetl avBaipeta anod tov xpriotn,
OAAQ TO KABEe AOYLOUIKO Silvel SUVATOTNTEC YL CUYKEKPLUEVEG TIUEG ETUAOYNG, OL
omoleg elval e€apTWHEVEC Ao ToV EOTALOUO KOL TO EKTUTIWOLMO UALKO. OL TLHEG TOU

TLAXoUG ETUAEXONKAV HEOow TOU AoyLlopikou Sinterit Studio.

Printer Model:  Lisa PRO rev.A s o

Powder Type:  PA12 Smooth vviv @

Layer Height [mm]: | . . . .
0,075 0,00 0,25 0,50 0,175 0,200

Ewkova 25: PUSuLoN Ttayou¢ otpwaong
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3 Ofon kata tnv ektunwon (Molpec)
Mapopola HE TNV MPWTN TEPUMTWON, N MAPAUETPOC adopd TNV TOMoBETNON TOu
Sokluiou otov Oyko ektunmwong. Ta dokipla TomoBetnOnkav pe tpeic StadopeTikoug
TPOMoUG, UTO Ywvia 0°, umo ywvia 45° kat und ywvia 90° wg pog to afova Y, Omwg
daivetal otnv mapakdAtw ewkova. H tomobetnon kabe Sokiuiov mpayuatonolionke

LLE TIOPOLOLO TPOTIO TIOU UAOTIOLONKE KAl N pWTn MAPAUETPOGC. (BA. ewova )

Ewkova 26: Ocon katd tnv ektunwon (0°,45°,90°)

4 loyug Laser
H woxU¢ laser pmopet va AdPel TpuéG petalu 0,5 éwg 3 Watt. OL TIHEG TNG LOXUG
e€apTwvToL oo Tov e€OMALOUO KOL CUYKEKPLUEVA TOV EKAOTOTE EKTUTIWTH YU AUTO Kall
TIAPOUCLAZETOL VOl OUYKEKPLUEVO €UPOC TIHwWY. Ol TIHEG Tou eMAEXBNKav oTov
oxeblaopud melpapatwyv Ntav 0.5 Watt, 1.0 Watt kat 1.5 Watt. H emtdoyn toug

TIPAYLATOTIOLNONKE OO TO (610 AOYLOULKO HECW TWV MPOXWPNUEVWY pUBUICEWV.

Printer Model:  Lisa PRO rev.A v Q
Powder Type:  PA12 Smoath vl v 0
Layer Height [mml 0,075 0100 0125 0,150 07175 0,200 g

~ Advanced Options
» Laser Power Ratio: |1,50| | (7]
Print Surface Temperature Offset [*C]: @

5 4321012 3 45

Shrink Ratio: X 1,000 ¥ 1,000 7 1,000 (7]

Ewova 27: Puduion loxvoc laser
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Yotépa yla TNV 0OAOKANpwaon TOU MELPAUATIKOU oXESLAOUOU LECW QVAOKOTNONG Kal BAcn Tou MANB0G¢ TwV MAPAUETPWY ETIAEXONKE O TAPAKATW
opBoywvikog mivakag L18 katd Taguchi (katw aplotepd).AviikaBloTwyvTog TIG MAPAUETPOUS TTOU avaAUBnKav mopanmavw otov opBoywviko

TIVOLKOL TIPOKUTITEL O TEALKOG TIVAKAG TIELPAPOTIKOU OXESLO0UOU, BAON TOU OTolou mpaypatomnotfnkayv OAd Ta MEPAATA.

Expt. No.

>
w
0
v

NAPAMETPOI

E=R- - = T

—_— -
- <
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Ewkova 28: OpBoywvikog mivakoe L18 katda Taguchi & TEAIKOG TivaKoG MEPAUATIKOU OXESLAOUOU
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MovteAomoinon
MeTA TNV OAOKANPWON TOU TELPOUATIKOU OXESLOOHOU Tpaypatomno|dnke n

povtelonoinon tou dokiuiou (dog bone).

O oxedlaopog TOU QVTIKELMEVOU UlomowBnke pe tnv Ponbela tplodldotatou
UBPLSLkoU povtehomolntr) CAD Kol TILO CUYKEKPLUEVA UE TO TIPOYPOUUA Inventor TG
etalpilag Autodesk.

ID-BH<S - 5 -W- 9% @ cenenc @ Wodaut -~ @& Sfx
DModel Sketch Annotste Inspect Tools Manage View Envionments GetStated  Collshorate
s (Sl (N @ cramier B Thread
i vt &) shelt g Combine
(3 Draft & Thicken/ Offset ' Delete Face  Generator
Modify ~

s

Ewkova 29: Movtedomoinon Aokiuiou

Enewta to ox€S60 otepeol povtelomointry CAD petatpdmnnke oe apxeio STL kot
ueTadpEpOnKe oto Aoylopko Sinterit Studio. 2to AOYLOULKO OpXIKA ETUAEXONKOV oL
TIAPAUETPOL TTOU avoAUBNKaV TaPATAvVW avAAoyd UE TO TIEPAUA. ITNV CUVEXELQ
HEOW TOU avaAutr Tou Aoylopikou (slicer) dnuioupynBnke to apyeio Scode, (i Gecode

onw¢ ouvnOiletal) £ToL WOTE TO SOKiULO v lval £TOLUO TTPOG EKTUTIWON).

Sinterit Studi... X

SCode file: EXPERIMENT FIRST.scode 2
Slicing finished = Material: PA12 Smooth

Layer height: 0.125 mm

m Laser power ratio: 1.50
Estimated total print time: 14h 55m
Estimated powder needed in feed bed (volume): 5.47 L
Refresh powder needed after orint (volume): 1.36 L hd

> Additional info

Ewkova 30: Slicer Sinterit Studio
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Onwcg ¢paivetal oTnV mapanavw kova POALG oOAoKANPwOEL 0 TEpaXLOUOG
napExovrtat mAnpodopieg XpnoLUeg yia tnv Slepyacia tng EKTUTIWONG, OTIWE OL WPEG
NG EKTUTIWONG KAL N TTOCOTNTA TIOUSPAG TTOU TIPETIEL VAL VA UELYOEL LETA TNV
Swadkaoia. Me to mépag tn¢ Stadikaciog To Sokiplo ival TAEov ETOLUO TIPOG

eKTUTIWON.

Aladikaoia Ektunwong

ITNV EMAEKTIKA TUPOCUOOWHATWON We laser (SLS) Siepyaocia o eEomALopog elval o
ouvOeTOg 0 OoX€on Me TIC AAAeC TexvoAoyieg. Auto oupPaivel StotL n popdn tou
UALKOU eivat TOAU 8Laltepn CUYKPLTIKA UE TIG AANEC TexVOAoyieg Kat XprleL eWOIKNG
HETaXElpLONG TOOO TPV TNV Stadikacia tTNg eKTUMWONG 600 Kol META. H ektunmwon
Aoumov umopel va xwplotei os tpla Stadopetikd otadla, auTd TN MPOEKTUTIWAONG, TNG
EKTUTIWONG KAl TNG HETeEKTUTIWoNG. Kabe otadio amaptiletal and tov KATAAAnAo

€€OMALOUO YLO TNV UAOTIOLNGN TOU O OTIOL0G VOAUETOL EKTEVWG TTOPAKATW.

>tadLo Mpoektunwong

Mpwv &ekwnoel onoladnnote dlepyaoia mpémnel va AndBouv apxlkd ta anapaitnta
UETPA pooTaciag yla Tov xprotn. Evéeikvutal n xprion mpooTaTEUTIKWY YUAALWYV Kal
YOVTLWV €VWw N xpnon uaocka¢ uvPnAng mpootaocioag Bewpeital amapaitntn mpog
amoduyn €lomvong Ttou UAkoU. la tnv mapovuca Swadkaoia omatteitol o

anapaitntog e€omAlopnog, o omolog eivat o €€AC:

Metpntiko doxeio
MAaotikn EVoTpa

MeTtaAAko E€apTtnua yLa TNV cupmieon tng moudpag

1.

2.

3

4. AAdLoAkovNG
5. ABUAKN aAkoOANn
6

BapBakepd mavi
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Ewkova 31: EEomtALOUOC yla TO OTASLO TNC MTPOEKTUTTWONG

Na tv évapén t¢ Swadkaoiag ta amopaitnta Oedouéva (apxelo Scode)

petadEpovtal otov ekTunwtr péow USB stick.

Ewova 32: Briua 1o Etloaywyn Asdouévwv

ZTNV OUVEXELA O EKTUTIWTNAG HEow Tou firmware umoloyilel kal puBuileL tn B€on tou
euBoAou tpododociag koL Tou gUBOAOU EKTUMWONCG AVTIOTOLXA, TIOPOUCLAIOVTOG

TapAAANAQ TOV EKTILWEVO XPOVO EKTUTIWONG YLla KABe mepinmtwon.
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File: "Project_06.scode”
Expected print time: 2d 14h 34m
Material: PA12 Smooth

Ewkova 33: Brjuoa 20 PUSuLon Oéoswv
Yotepa n amnapaitntn moocotnta UALKOU TomoBeteital oto éuPforo tpododooiag kat

TUELETAL HE ELOIKO €EAPTNUA, WOTE VA ATOUAKPUVOEL 0 aépag mou dnuLoupyel Keva

METAEL TWV EMUMESWV TOU.

Ewkova 34: Biua 30 Mpoodnkn YAikou

Eddoov uhonownBel n mapanavw Stadikacio kat TomoBetnBel pia pikpr) mocotnTa
UALKOU oTo “KpeBatl” ekTUTIWONG, 0 KUALVOPLKOG ETILXPLOTIC ETILOTPWVEL TO UALKO Kall

otlg SU0 TAEUPEC UEXPL va €lval OpoLOpopdO, amopaKkpUvovtag TopAAAnAa to

nieplooelov UALKO o€ eldLko Soxelo.

Ewkova 35: Brjuoa 4o Entiotpwon okovne

71
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‘Enetta kaBapiletal oAU MPOOEKTIKA TO MPOOTATEVUTIKO TLALL LE TN XPHON UGACHATOG
Kot alBuAkng aAkooAng. MapoAo mou amoteAel amAn dtadikaoia eival anapaitntn
SLOTL o€ TEPUMTWON TTOU UTIAPXEL EVATIOUEVOV UALKO otnv emidavela tou tlaplol n
KAMolo OAunwua amd anmoTtUMWUA, UMOPEL va EMNPEACTEL TO ATOTEAECUA TNG
EKTUTIWONG. To €€APTNUA AUTO MPOOTATEVEL OUCLAOTLKO TO laser COz otn SLApKELD TNG
EKTUTIWONG amo TIg VPNAEG Beppokpacieg mou avantuooovtal Eoa oTo BAAQMO Kal

UTtopoUV va EMNPEACOUV TN AELToUpyia Tou Kat T dtapkela {wng Tou.

Remove and clean the
laser protective glass.

Ewkova 36: Brjuo 50 KaBoploo¢ mpooTaTeuTIKoU KAOPETTTN
JTn OUVEXELQ, TIAAL LE TN XPNON UYPOoU-0TEYVOU UPACHATOC Kal alBUALIKNC 0AKOOANC
kaBapilovtal ta MupoueTpa. Ta MUPOUETPA TIPEMEL va €ival kaBapd €10l WOTE va
napouaolalouV TIC MPAYUATIKEC Oeppokpacieg Tou Bahdpou, epooov MpENeL va eival

OUYKEKPLUEVEG YLOL KABE UALKO.

Ewkova 37: Bijuoa 60 KaBoaplouoc mupouUeTpwy
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210 MPOTEAEUTALO BriHa LE €VA KOUUATL UPACHA TIPAYUATOTOLETAL KABAPLOUOG TNG
UTAPOC OTnV omola HETAKWVETAL O KUAWOPLKOG E€MIXPLOTAG, €T0L WOTE va
QMOMAKPUVOEL TapapéVOoV OKOVN TIOU UTOPEel va €MNPeAcEL TN A£ltoupyia Tou

ETXPLOTA KOl £TOL TO TEAIKO QUTOTEAECHQL.

Clean the recoater
quide bar

‘.'l ¥
4

.
4

Ewkova 38: Brijua 70 KaBapiouoc urapag odnyou tou emiypLoth

210 teAevtaio Brpa yivetal Almavon tng undpag odnyou pe AadtL GLALKOVNG.

Lubricate guide E
Recoater with sil

Ewkova 39: Biua 8o Ainavon undpoc odnyou

MOALG oAokAnpwBoUV OAa Ta TAPATTAVW BrALATH O EKTUTIWTAC Vol £TOLUOC yLa TNV
évapén t¢ Siepyaoiag. H dtadikaoia ektunwong SLS mapouaoidletal oo BewpnTtikod
HEPOC. O eKTUTIWTNC XpeLaleTal epimou ota 60 AsTTd yla va pTaceL TNV EMBUUNTA
Bepuokpacia katd pkog 6Aou tou BaAdpou (nepimou otoug 178°C). MOALG TO UALKO

BepuavOel katdAANAa, N EKTUMWON EEKLVAEL.
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21tadLo MetekTUTIWONC
Me tnVv oAoKANPwWaoN TNG EKTUTIWONG, XPElalovtal Tepimou 60 AEMTA, £T0L WOTE N

Bepuokpacia tou BaAduou va méoel KATW and toug 50°C. Movo tote Sivetal n
Suvatotnta adaipeons Tou AVIIKELUEVOU (oo To cuotnua) yla Adyoug acdaleiog.
Mo tnv enegepyaocia tou dokiuiou xpelaletal o KATAANAOGG EOMALOMOC Kal lval o
e§ne:

Koutl adaipeong uAikol

BoUptoa adaipeong uAkou

Mwélo

Ikoumna KaBaplopou

Aoxeio amoBbrkeuong

1

2

3

4

5. Kookwo
6

7. Kopurmiva AppoBoAng
8

Jupmeotng Aépog

Ewkova 40: EEortALouOcC yLa TO OTASLO THE UETEKTUTTWONG

ApxLka TomoBeteital to Kouti adaipeong UALKOU TTAvw ard Tov OYKO EKTUTIWONG Kall
10 €uPoro ektUMWoONG avePBaivel TMPOG TA TAVW HUE TO ETMESEPYACUEVO KOL MN

eMeepYAOUEVO UALKO.
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CLEANING STER 29 T

Ewkova 41: Apaipeon avtikeluévou aro tov Jalapo

e QUTO To OTAdlo0 pe tn BonBela piag Bouptoag adalpeital n peyaAltepn mocotTnTA

EVATIOUEVOV UALKOU Qo ta SokijLo.

Ewkova 42: Apaipean aypnotonointng okovng

To Sokiuo, émetta mepvael amo 1o otadlo tN¢ AppoBoAnG. Xe autd to otddlo n
OXPNOLUOTIONTN OKOVN OMOUAKPUVETOL EVIEAWG ATO TO AVTLKELMEVO e TN Borbesla
TETILEOUEVOU aépa Kol €L6IKOU UALKOU (Gupou) adrivovtog piol XapoKTnpLloTLKA
emupavela mat oto Sokiplo. EKTO¢ Tng mowotntag emipaveiag auvti n Siepyaocia
TIPAYUOTOTOLETAL Yl TNV avAadelln Twv AEMTOUEPELWY EVOC EKTUTIWHUEVOU

QVTLKELLEVOU, OTIWG PaiveTOL KOL OTLG TIAPAKATW ELKOVEG.
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Ewova 43: IMpiv T Siepyaoia tne aupuoBoAng

Ewkova 44: Arnotédeoua ueta tnv diepyaocia tne oupoBoAng

Me to TEpag TNG cUYKEKPLUEVNG Sladikaciag To Sokipo glval ETOLLO TTPOG XProN Kal

EMelta akoAouBel o KaBapPLOPOC TOU EKTUTIWTH).

Me tn BonBela NG okoUTIAG CUAAEYETAL N TIEPLOCEVOUEVN TIOWLMAAN PEoA aTd TOV

EKTUTIWTI OAAG Kal £€Ew IO AUTOV.
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Ewkova 45: KaSapiloudg Ektunwtn)

JTo TeAevtaio PAPO TO QUTOPATO KOOKWVO OVOMELYVUEL KoL KOOKWI(EL TO
ETAVOXPNOLUOTIOIOUUEVO  UAIKO, adalpwvtag UTOAsippata Kot akaBopoleg
e€aodalilovtag BEATIOTEG CUVONKEG EKTUMTWONG. Z€ AUTO TO CNUELO PooTiBeTaL Kal
10 30% tn¢ fresh powder kot avapelyvUeTal He TNV Xpnolpomnotnuévn noudpa. To

UALKO TIAE0V (vl €TOLUO YLO TNV EMOUEVN EKTUTIWON.

Ewkova 46: Kookivo YAlkoU Ektumwong

MANEMIZTHMIO AYTIKHZ ATTIKHZ 77



TMHMA MHXANOAOTQN MHXANIKQN MAPIOZ BAAZZHZ

AnoteAéopata MNpoepyaoiag
AkolouBwvrtac tic dtadlkacieg mou avaAluBOnkav Tapamavw, opXka dnuioupyndnkav ola to apxeio Scode, Baon tou TeEALKOU TtivoKa

TELPAUATLKOU oxedlaopol kal tpogkuPav ta €€N¢ anoteAéopata.

NAPAMETPOI NAHPOMOPIES EKTYNQSHE

ApBp6e | Emdbdvera oto | OX0S | Moweswe | loxe XPONOZ POWDERIN FEED | POWDER AFTER

Newpdtwv Eninedo Ztpwong | TROGTO Laser ACKIMIA EKTYNQIHZ BED PRINT

(mm) | emunedo (°) | (Watt)

1 A 0,075 0 0,5 11 12 13 6H 50M 1,671 0,23L
2 A 0,075 45 1 21 2.2 23 17H 27M 4,770 1,041
3 A 0,075 90 15 3.1 3.2 33 22H 56M 5,611 1,351
4 A 0,125 0 0,5 41 4.2 43 5H 27M 1,711 0,240
5 A 0,125 45 1 5.1 5.2 53 11H 30M 4,78L 1,080
6 A 0,125 %0 15 6.1 6.2 6.3 14H 55M 5,981 1,361
7 A 0,175 0 1 71 7.2 73 4H 41M 1,711 0,24L
8 A 0,175 45 15 8.1 8.2 8.3 9H 9M 4,78L 1,041
9 A 0,175 %0 0,5 9.1 9.2 93 11H 29M 5,081 1,361
10 B 0,075 0 15 101 | 102 | 103 9H 51M 2,20 0,39L
1 B 0,075 45 0,5 111 | 112 | 113 19H 35M 4,830 1,150
12 B 0,075 % 1 121 | 122 | 123 22H 56M 5,530 1,350
13 B 0,125 0 1 131 | 132 | 133 6H59M 2,211 0,391
14 B 0,125 45 15 141 | 142 | 143 12H 54M 4,840 1,151
15 B 0,125 90 0,5 151 | 152 | 153 14H 55M 5,541 1,361
16 B 0,175 0 15 61 | 162 | 163 6H 10M 2,211 0,39L
17 B 0,175 45 0,5 171 | 172 | 173 10H 3M 4,850 1,150
18 B 0,175 % 1 181 | 182 | 183 11H 20M 5,561 1,361

Mivakag 3: Mepauata Atadikaoiog
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Onwc¢ ¢aivetal otov mivaka mapéxovral MANPodOoPLES yLa TOV XPOVO EKTUNWONG, TNV
TmoootnTa Moudpag mou TPEMEL va TomtoBetnBel oto £uPoro tpododooiag kal tnv
TOoOTNTA MOUSPAG IOV TIPETEL VA TIPOOTEDEL OTO XPNOLUOTOLNUEVO UALKO LETA TNV
ektunwon. Emiong mapouoidlovtal ta Sokipla ta omoia kwdlkomowBnkav pe
aplBpoug mpog SleukoAuvaon TNG SLadlkaciog OTIG HNXAVIKEG KATATIOVAOELS Yl TNV
armodpuyn AdBoug¢ Kkal avayvwplong TwV ONMACUEVWY HEPWV TOouG. Mapakdtw
SnuoupynOnke €vag TivoKag PE KPLTAPLO TNV TOMOBETNON TWV HOLPWYV OTLG OTIOLEC

daivovtal ek mpwtng 0Pews Kpioueg dtadopéc.

ApOuog | Emupaveia | Maxo Motpéq w lox0
I'I:-:t::a:d:w c:to thu))(o;q rtpz:to : LZef‘ XPONOZz | POWDERIN POWDER
) EKTYNQ2HZ| FEEDBED |AFTERPRINT
v Eninedo (mm) | eruedo ‘) (Watt)
MHAEN MOIPEZ
1 A 0,075 0 0,5 6H 50M 1,67L 0,23L
4 A 0,125 0 0,5 5H 27M 1,71L 0,24L
7 A 0,175 0 1 4H 41M 1,71L 0,24L
10 B 0,075 0 1,5 9H 51M 2,20L 0,39L
13 B 0,125 0 1 6H59M 2,211 0,39L
16 B 0,175 0 1,5 6H 10M 2,211 0,39L
IAPANTANENTE MOIPEZ
2 A 0,075 45 1 17H 27M 4,77L 1,04L
5 A 0,125 45 1 11H 39M 4,78L 1,04L
8 A 0,175 45 1,5 9H SM 4,78L 1,04L
11 B 0,075 45 0,5 19H 35M 4,83L 1,15L
14 B 0,125 45 1,5 12H 54M 4,841 1,15L
17 B 0,175 45 0,5 10H 3M 4,85L 1,15L
ENNENHNTA MOIPEZ

3 A 0,075 90 1,5 22H 56M 5,61L 1,35L
6 A 0,125 90 1,5 14H 55M 5,98L 1,36L
9 A 0,175 90 0,5 11H 29M 5,98L 1,36L
12 B 0,075 90 1 22H 56M 5,53L 1,35L
15 B 0,125 90 0,5 14H 55M 5,54L 1,36L
18 B 0,175 90 1 11H 29M 5,56L 1,36L

Nivakoag 4: ZUYKPLTLKOG THIVOKOC WPWV EKTUTIWONG KAl UALKOU
Apxka mapoatnpeite ekdbapa WG TA MEPAUATA HE TNV TAPAUETPO 45° Kal 90°
TapoucLalouv LEYAAUTEPOUG XPOVOUG EKTUTIWOELG O€ OXEON ME TwV 0°, KATL amoAuta
Aoylko epocov oTnv Mpwtn MepimTtwon ta dokipla eival TomoBeTnUéVA KOTA UKOC
Tou afova Z Kal Xpelalovtal MEPLOCOTEPEG OTPWOELS yla TNV Snuoupyia toug. Mo
OUYKEKPLUEVOL Ol HEYOAUTEPOL xpovol mapouctalovtal otlg 90°. ‘Emerta otnv
nepimtwon twv 45° cuvavtwvtal emiong HeyaloL Xpovol €eKTUMWONG  TOU

ennpealovtal €AAXLOTA KAl amd TNV TPWTN TOAPAUETPO, EVW OTNV TEAguTAld
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nepinmtwon twv 0° oL xpovol eival pe dtadopd ol pikpotepol. Onwg paivetal kat otnv
katoPn mapakAtw, To meipapa Nol2 kat to neipapa No3 (meputtwoelg 90°),mapolo
Tmou €xouv SladopeTik TOMOOETNON OTOV OYKO €KTUTIwONG BAcn G MPWTNG
TIAPOUETPOU, OL XPOVOL €KTUTIWONG Toug eival akplBwg idol, SotL kat otig 2
TEPUTTWOELG TO laser Stapopdwvel idlo epPfadov emudaveiag yla tn dnpovpyia tou
Tplodlaotatou Hovtélou. Ze aviiBetn nmepintwon oto neipapa Nol kal oto nmeipapa
No10 (nmeputtwoelg 0°) ta epPadd emipaveiag eival SLaPoOPETIKA, UE OMOTEAECUA N
TPWTN eKTUNWON va XpNleL Alyotepou xpovo ulomoinong, adou ava Slapopdwaon
ulag otpwong dnuloupyeital peyaAutepn enipavela os oxéon pe to meipapa 10. Ot
XPOvoL Omw¢ eivat Aoyko BERata emnpealovral KAl amo TV MAPAUETPO Tou UYPog
oTpwWOongG, ENeldr HeyaAUTEPO VYOG ONUALVEL AlYOTEPEC OTPWOELG yia TN dnuloupyia
TOU OQVTIKELLEVOU OTOTE ALYOTEPOG XPOVOG OAAG TAUTOXpOvVOL KOL XOUNAOTEPN

moLotnTa emidaveiag Kol AEMTOUEPELWV.

Experimenent Np3

Exgerimengnt Ng12

Experiment No[l0
Ekpenimenerjt No

|
Ewkova 47: Tormo9£tnon SoKIUiwV aToV OYKO EKTUTTWONG

OL peya@Aol xpovol eKTUTIwOoNG €miong, mapoucolalouv HeyaAUTEPN KaTaAvAAwon
evépyeLag kat ¢pBopd Twv e£apTNUATWY (AVOAWOCLUWY KOL Kn) Tou ektunwth. Enetta
OMwC avaAuBnke kal otnv Bewpla OTAV TO UALKO TIAPOHEVEL YO LEYAAQ XPOVIKA
Slootipata katw amd upnAéc Bepuokpacieg mpokaAeital n amowodouncn Tou.
TéNoG, mMapaTNPELTE MWG OTLG MEPUTTWOELG TWV 45° kal 90° ypeldleTal MEPLOCOTEPO

UALKO ylaL TNV eKTUTIWON OAAQ KAl YLOL TNV OVAUELEN TOUC £MELTA, O avtiBeon UE TIG
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TIEPUTTWOELG TwV 0° KATL TO OMOLO0 CUVETAYETOL UE HUEYOAUTEPO KOOTOG EKTUTIWONG

oTLG 45° kat 90° KaBwg Ko LEYAAUTEPN KOTATIOVNON TOU UALKOU.

AmnoteAéopata Ektumwong
Eddoov mpaypatomow}Onkav OAa ta PApata tng Sladkaociag ekTUMWONG TOU
avaAUovTal EKTEVWG TOpamavw yla kabe melpapa Eexwplotd mpogkuav ta

TIAPOKATW ATOTEAECHATAL.

Ewkova 48: Aokiuia EKTUmtwong

Kamola amnd ta MeEpAUATO TIOU €LXAV KOLWVEG TTAPAUETPOUG TO TTIAXOG OTPWONG KAL TN
LoxUG laser ektunwOnkav pali, yla olkovopia xpovou kat UALKoU. MNa kaBe mepimtwon
ekTunwOnkav tpia dokipta Bacn tou mpotumou ASTM, omwg dalvetal Kol otnv

EKOVAL.
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Ataotaololoykog ‘EAeyxog
H ektunwon TouAdxlotov Tplwv SokLtiwv BAcn Tou TPOTUTIOU MPAYUOTOTIOLETAL
€10l wote va davel pEow SLaoTacLOAOYIKO EAEYXOU KATA TTOCO ivat emavoAnPiun n
Sladikaoia mou mpaypatonoleital yia kaBe mepimtwon. Mo TNV YETPNON TWV
Sdokiuiwv xpnotpomnotOnke nAekTpoviko maxUpeTpo akplBeiag 0,01 mm. Ot

UETPNOELG MpaypatomolBnkav katd ISO 6906 ot Beppokpacio Swuatiou.

Ewkova 49: Snusia UETPNOEWV

Mo kaBe dokiplo mapOnkav 14 petproels. Ita onueia A,B,I,A petpnOnkav to Taxog
Kal to UPog Tou SokLluiou. Ita onueia E,Z petpnbnkav e€ioou To maxog AaLou Kot To
Oyoc Aatpol, evw ota onueia H,O petprOnke to pNKoC. YOTEPA, UTTOAOYIOTNKE N
TUTUKN artokALon yla kaBe éva okiplo, 0w mapoucLATETOL OTOV TTAPOKATW TiivaKa

UE akpiBela ekatooTol Tou XIALOoTOU.

MeVIKOTEPO TOpATNPELTAL EK TTPWTNG OPEWG N UTtAPEN EMavaANPLUOTNTAG LETAEL TWV
SOKIMIWY Kal HAALOTA O OPKETA SOKip n TUTK omokAlon 6ev mapoucolalel
Sladpopéc. MNa va npaypatonolnBel kaAutepn avdAuon twv dedopévwy BéRata, oL
TIHEG Slaywplotnkav Pacn tou UYPoug otpwong e£dpocov amoteAel Tov KUPLO
mapayovta ywa tnv Umapén akpifelag oto MapayoUEVO avIKeipevo. Bpiokovtag
AOUTTOV TIC MEYLOTEC TUUEC TUTILKAG QTTOKALONG Lol KABOE Telpapa KAl CUYKPIVOVTAG TIG

TIEPUTTWOELC YLO KABE MAPAUETPO, MPOEKUP OV TA TAPAKATW ATOTEAECUATOL.

ApXIKA SLATIOTWVETAL WG OL UEYOAUTEPEC SLOKUUAVOELG OTNV TUTIKN  amtokAlon
napouatalovrtal oto UPog otpwon Twy 0.175mm, amotéAeopa avapevopevo ehpooov
amoteAel TNV PeyaAlTepn TWUA TNG TAPAMETPOU TIOPEXOVTAC HIKPOTEPN akpifela
VEWUETPLKWY SLOOTACEWV Kal emipavelog oto SOKIULO O OXEON UE TIG HLKPOTEPEC
TIUEG TOU UYPoug otpwonc. MapoAa autd n T Twyv 0.075mm (w¢ pikpotepn) dev

mapoucotalel to BEATIOTA OMOTEAECHOTO YO OAEC TIC TIEPUTTWOELG, KATL TO OTOLO
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ONMOLVEL WG KATIOLA OO TLG UTIOAOUTEG MOPAMETPOUG UMOPEL va EMNPEAIOUV TIG
VEWUETPLKEG Ttpodlaypadég o peyaAltepo Babuod amod to uPog otpwong. Kavovtag
napopoLa avaAluon ylo TNV MAPAUETPO TNG LoxVog laser mpoékue mwg ennpedlel
€€loou ONUOVTIKA T YEWUETPLKEC Tipodlaypadec. Mapatnpeital Eekabapa amod to
TIWG TNV JIKPOTEPN SLAKUUAVON TLLWV TUTIKAG amOKALoNG ekppaletal ota 0.5 Watt
(0.01-0.16mm).Enetta akoAouBei n T tou 1.0 Watt pe dtakvpavon 0,07 €wg 0,15
mm Kal TEAoGg n T tou 1.5 Watt pe tv peyoAltepn Staklupavon, n omola

nepAapBAVEL KaL TN LEYAAUTEPN TLUH TUTIKAG armokAong (0,35mm).

Ma T mopapétpouc 1 kat 3 mou adopolv TNV ToMoBETNON OTOV OYKO EKTUTWONG
TipaypaTonolBnke mapopola avaAluon xwpi¢ va mapoucldl{ouv GUYKEKPLUEVN

ETILPPON OTO ATIOTEAECHA TWV SLOOTACEWVY TOU SOKLUioU.
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Aokiuo 1 Aokipo 2

Tunui . . . . . N . . . ) , .
Anorhion Nayog | Naxog Aapot| YYog |YogAoaupou| Mnkog | Maxog |MaxogAatpot| Ywog |YdogAaipov
S1 0,00 0,00 0,00 0,00 0,01 0,00 0,00 0,00 0,00
S2 0,07 0,01 0,07 0,00 0,12 0,04 0,01 0,05 0,01
S3 0,14 0,09 0,12 0,03 0,08 0,19 0,17 0,13 0,08
S4 0,02 0,00 0,05 0,01 0,02 0,05 0,01 0,03 0,01
S5 0,07 0,07 0,05 0,16 0,02 0,07 0,03 0,05 0,06
S6 0,14 0,03 0,14 0,02 0,05 0,15 0,03 0,06 0,00
S7 0,10 0,01 0,10 0,03 0,03 0,07 0,04 0,13 0,25
S8 0,14 0,01 0,12 0,01 0,02 0,19 0,02 0,12 0,01
S9 0,02 0,01 0,04 0,00 0,10 0,03 0,01 0,07 0,00
S10 0,17 0,00 0,26 0,04 0,06 0,15 0,02 0,25 0,03
S11 0,05 0,02 0,05 0,02 0,09 0,04 0,01 0,06 0,00
S12 0,02 0,01 0,05 0,00 0,09 0,02 0,00 0,02 0,01
S13 0,14 0,05 0,04 0,01 0,23 0,04 0,01 0,06 0,01
S14 0,09 0,02 0,09 0,01 0,05 0,08 0,06 0,03 0,01
S15 0,02 0,02 0,06 0,00 0,02 0,03 0,00 0,06 0,02
S16 0,11 0,04 0,16 0,17 0,15 0,12 0,15 0,07 0,02
S17 0,02 0,01 0,02 0,04 0,06 0,04 0,02 0,06 0,00
S18 0,07 0,02 0,07 0,00 0,05 0,04 0,02 0,02 0,03
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AnoteAéopata Mnxavikwyv Katamnovrnoswv

MEeTA TNV UAOTIOLNGCN TWV EKTUTTWOEWVY KOL TOV SLOOTOCLOAOYIKO €AEYXO, Ta SoKiuLa
SOKLUAOTNKOV OE HNXAVIKEG KOTOTOVNOEL, EPEAKUCHOU HECW TOU KNXOAVAUOATOG
Quasar 100, pe pubud napapopdwong 0,1 sect. Ta MepAATA TIPAYHATOTIOLONKAY
OTO €PYOOTHPLO aVTOXNG UAKwY Kwotag MavvakomouAog, umo TtV EMLUEAELD TOU
Anuntpn Mamayswpylou. Ano TG HETPOEL epapuolopevou doptiou-epeAKUOUOU

npogkuav ta avaloya Staypappata epeAKuoUOU.

Nelpapa Nol

Ma to MPWTOo Melpapa to SoKipLo eKTuNwONKav o ywvia kKAiong 0°, Le TNV HEYAAN
erudavela npog to eninedo, Tnv oL laser 0.5Watt kat to Uog otpwong 0,075mm.
Me tnv oAOKANPWON TNEG LNXAVLKAG KATATIOVNONG TIPOEKUYE TO avaAloyo Slaypoppa

edeAkuouOU.

UTS (MPa) | %STRAIN | E (MPa)
Aokipwo 1.1 27,27 9,18 641,00
= |Aokipto 1.2 26,35 9,18 637,00
Aokipo 1.3 27,50 11,45 593
Ewkova 50: MNeipaua Nol
Awdypappa EpeAkuopov

MNeipapoa Nol

30,00
25,00 /
— 20,00
©
Q ’
> e N\OK{po 1.1
< 15,00 ,
g Aokipo 1.2
& 10,00 Aokipo 1.3
/ Average
5,00
0,00
0 2 4 6 8 10 12 14
Strain(%)
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MNelpopa No2

MAPIO2 BAAZZH2

Mo to deltepo neipapa ta Sokipla ektunwOnkayv og ywvia kKAiong 45°, pe tTnv ueyain

erudavela mpog to eninmedo, Tnv oYL laser 1.0Watt kat to Uog otpwong 0,075mm.

Me tnv oAoKARPWGON TNG UNXAVLKAG KOTAmovnong mpogkuPe To avaioyo Slaypappa

edpelkuopou.
Ewova 51: Meipoa No2
Awaypoappa EpeAkuopov
MNelpapoa No2
25,00
20,00 /
1
S 15,00
=3
< 10,00
(V5]
5,00
0,00
0,00 2,00 4,00 6,00 8,00
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 2.1 19,82 5,79 623,00
Aokipo 2.2 23,31 8,48 735,00
Aokiplo 2.3 22,47 8,79 603
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10,00

e N\OK{pLo 2.1
e N\OK{JLO 2.2
Aokipo 2.3

Average
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Neipapa No3

MNa to tpito meipapa ta dokipta ektunmwOnkav oe ywvia kKAiong 90°, pe tnv HeyAaAn
erudavela npog to eninedo, Tnv oYL laser 1.5Watt kat to Uog otpwong 0,075mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.
Ewkova 52: lNeipaua No3
Awaypoappa EpeAkuopov
MNeipapa No3
8,00

e \oKiulo 3.1
e \OK{ILO 3.2
Aokipto 3.3

Average

0,00 0,50 1,00 1,50 2,00 2,50
Strain(%)
UTS (MPa) | %STRAIN | E(MPa)
Aokipo 3.1 4,71 1,36 368
Aokipo 3.2 6,69 1,97 499,00
Aokipo 3.3 3,10 0,85 391,00

MANEMIZTHMIO AYTIKHZ ATTIKHZ




TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No4d

MAPIO2 BAAZZH2

Ma To TETapto Meipapa ta Sokipa ektunwonkav os ywvia kAiong 0°, Le TNV HEYAAN

erudavela npog to eninedo, Tnv oL laser 0.5Watt kat to Uog otpwong 0,125mm.

Me tnv 0AOKANPWGN TNEG KNXAVLKAG KATATIOVNONG TIPOEKUYE TO avaAoyo Slaypoppa

edeAkuoUOU.

25,00

20,00

15,00

10,00

Stess(Mpa)

5,00

0,00

MANEMIZTHMIO AYTIKHZ ATTIKHZ

-

0

Ewkova 53: lNeipaua No4

Awaypappa EpeAkuopov

S/

Nelpapa No4d

10

2 4 6 8
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipwo 4.1 22,92 9,27 491,00
Aokipo 4.2 22,73 9,45 476,00
Aokipo 4.3 17,42 5,18 497

12

e A\oKipLo 4.1
e N\OK{JLO 4.2
Aokipto 4.3

Average
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No5

MAPIO2 BAAZZH2

o to mMéumnTo neipapa to Sokipla ekTunwOnkav o€ ywvia KAlong 45°, He TNV HeyaAn

erudavela npog to eninedo, Tnv WXL laser 1.0Watt kat to Uog otpwong 0,125mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.

12,00
10,00
8,00

6,00

Stress(Mpa)

MANEMIZTHMIO AYTIKHZ ATTIKHZ

Ewkova 54: lNeipaua No5

Awaypappa EpeAkuopov

Nelpapa No5

0,5 1 1,5 2 2,5 3 3,5
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipwo 5.1 9,90 3,03 4,32
Aokipo 5.2 9,19 2,79 481,00
Aokipwo 5.3 10,00 2,88 512

e A\oK{pL0 5.1
e \OK{LO 5.2
Aokiplo 5.3

Average

89



TMHMA MHXANOAOTQN MHXANIKQN

Neipapo No6

MAPIO2 BAAZZH2

MNa to €kto meipapa ta dokipla ektunmtwdnkav o ywvia kAiong 90°, pe tnv HeyaAn

erudavela npog to eninedo, Tnv oL laser 1.5Watt kat to Uog otpwong 0,125mm.

Me tnv oAOKANPWON TNG KNXOAVLKAG KATATIOVNONG POoEKUPE TO avaAoyo Slaypopua

edeAkuoUOU.
Ewkova 55: lNeipaua No6
Awaypappa EpeAkuopou
MNelpapa No6
25,00
20,00
é 15,00 \

ﬁ 10,00
7 5,00
0,00

0 1 2 3 4 5 6 7

Strain(%)
UTS (MPa) | %STRAIN | E(MPa)

Aokipo 6.1 12,92 5,45 531,00

Aokipio 6.2 18,52 6,42 551,00

Aokiplo 6.3 19,82 5,79 641

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e A\oK{pL0 6.1
e \OK{LO 6.2
Aokipto 6.3

Average

90



TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

Neipapa No7
MNa 1o £€B6opo neipapa ta Sokipa ektunwOnkav o ywvia kAlong 0°, pe TNV HEYAAN
erudavela npog to eninedo, Tnv oL laser 1.0Watt kat to Uog otpwong 0,175mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.
Ewkova 56: Meipapa No7
Awaypappa EpeAkuopov
Neipapoa No7
35,00 PaK
30,00
e
25,00 —
© ~
20,00 = NOKip10 7,1
§15 00 //’ s NOK{LLO 7,2
ﬁ Aokipo 7,3
Average
4 6 8 10 12 14
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 7.1 29,87 13,15 592,00
Aokipo 7.2 31,74 11,21 609,00
Aokipo 7.3 27,08 7,91 604
91

MANEMIZTHMIO AYTIKHZ ATTIKHZ



TMHMA MHXANOAOTQN MHXANIKQN

Neipapo No8

MAPIO2 BAAZZH2

MNa 1o 0ydoo neipapa ta Sokipa ektunwOnkav o ywvia kAlong 45°, pe TNV HeyAAn

erudavela npog to eninedo, Tnv WXL laser 1.5Watt kat to Uog otpwong 0,175mm.

Me tnv 0AOKANPWGN TNEG KNXAVLKAG KATATIOVNONG TIPOEKUYE TO avaAoyo Slaypoppa

edeAkuoUOU.

25,00

20,00

=
(]
o
o

’

=
o
o
o

Stress (Mpa)

5,00

0,00 /

MANEMIZTHMIO AYTIKHZ ATTIKHZ

Ewkova 57: lNeipaua No8

Awaypappa EpeAkuopov

Meipapo No8

2 3 Straf‘n(%) > 6
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 8.1 22,34 7,24 539,00
Aokipo 8.2 22,58 6,64 550,00
Aokipo 8.3 20,78 6,30 458

e \oKiuLo 8.1
e \OK{ILO 8.2

Aokipto 8.3
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapo No9

MAPIO2 BAAZZH2

MNa 1o €varto meipapa ta dokipta ektunwOnkav o ywvia kKAiong 90°, pe tTnv Heyain

erudavela tng to eninedo, tnv LoxL laser 0.5Watt kat to UPog otpwong 0,175mm. Me

TNV OAOKANPWON TNG UNXAVLKAG KOTOOVNONG MPOEKUYPE TO avaioyo Siaypappa

edeAkuoUOU.
Ewkova 58: lNeipaua No9
Awaypappa EpeAkuopou
5 00 MNelpapa No9
4,50
4,00
3,50
2 3,00
72; 2,50 =
g 2,00 e
1,50 -
1,00 e
0,50 ¥
0,00 ==
0 0,2 0,4 0,6 0,8 1,2
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 9.1 3,36 1,06 522,00
Aokipo 9.2 4,30 1,24| 545,00
Aokipo 9.3 2,76 0,91 520

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e \oKiuL0 9.1
e \OK{LO 9.2

Aokipo 9.3
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No10

MAPIO2 BAAZZH2

Mo 1o devtepo meipapa ta dokipla ektumwOnRKkav o€ ywvia kAlong 0°, pe TNV WKkpn

erudavela npog to eninedo, Tnv oYL laser 1.5Watt kat to Uog otpwong 0,075mm.

Me tnv oAOKANPWON TNG KNXOAVLKAG KATATIOVNONG POoEKUPE TO avaAoyo Slaypopua

edeAkuoUOU.

35,00
30,00

25,00

Stress (Mpa)
- N
Ul o
o o
o o

5,00

0,00

y

Ewova 59: lNeipaua No10

Awaypoappa EpeAkuopov

MNeipapa No10

/

P

6 8
Strain(%)

10

UTS (MPa) | %STRAIN | E (MPa)
Aokiulo 10.1 26,93 12,82 748,00
Aokipto 10.2 28,57 10,91 697,00
Aokipto 10.3 28,67 8,12 800

MANEMIZTHMIO AYTIKHZ ATTIKHZ

12

14

Aokipto 10.1
Aokipto 10.2
Aokiplo 10.3

Average
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapa Noll

MAPIO2 BAAZZH2

Mo 1o evdékato meipapa ta Sokipa ektunwdnkav o€ ywvia kKAiong 45°, Le tnv 1ikpn

erudavela npog to eninedo, Tnv oL laser 0.5Watt kat to Uog otpwong 0,075mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.

20,00
18,00
16,00
14,00
12,00
10,00

8,00

6,00

4,00

2,00

000 &

Mpa)

Stress (

Ewkova 60: lNeipaua Noll

Awaypappa EpeAkuopov

MNeilpapa Noll

2 3 4 5 6 7
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 11.1 17,94 6,55| 451,00
Aokipo 11.2 17,63 7,79 296,00
Aokipo 11.3 14,14 5,52 528

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e \oKipo 11.1
e AOK{pLLO 11.2

Aokipo 11.3
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TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

Neipapa Nol12

Mo to dwdekato meipapa ta Sokipta ekTumwONKav o€ ywvia kAlong 90°, pe TV ikpn
erudavela npog to eninedo, Tnv oL laser 1.0Watt kat to Uog otpwong 0,075mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.
Ewove 61: MNeipoua Nol2
Awaypappa EpeAkuopov
15,00 MNelpoapa Nol12
16,00
14,00
= 12,00
o f
S 10,00 e \OKiuLo 12.1
q&) 8,00 e NOK(pLLO 12.2
?!/:1' 6,00 Aokipo 12.3
4,00 Average
2,00
0,00
0 1 2 4 6 7 8
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 12.1 13,98 6,33 326,00
Aokipwo 12.2 15,23 7,00 406,00
Aokiuo 12.3 16,07 6,82 354
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TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

Neipapa No13

MNa 1o 6ékato tpito meipapa ta dokipo ektunwOnkav o ywvia kAlong 0°, e tnv
HKpn emudavela mpog To eninmedo, tnv Loxu laser 1.0Watt kat to UYPog oTPWONG

0,125mm. Mg TNV 0AOKANPWON TNG UNXAVIKAG KATATovnong MPoéKue To avaloyo

Slaypappa epeAkuopo.

Ewkova 62: MNeipoua Nol3

Awaypappa EpeAkuopov

MNeilpapa Nol3

30,00
25,00
— 20,00 ‘
s = Aokipto 13.1
TJ’: 15,00 s \OK{pLO 13.2
o
& 10,00 Aokipo 13.3
Average
5,00
o
0,00 Y 4
0 2 4 6 8 10 12 14
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 13.1 23,28 10,03| 445,00
Aokipo 13.2 25,26 11,48 372,00
Aokipwo 13.3 24,30 10,03 339

MANEMIZTHMIO AYTIKHZ ATTIKHZ
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No14

MAPIO2 BAAZZH2

MNa to 6ékato Tétapto meipapa ta Sokipla ekTunwOnkav og ywvia kKAiong 45°, pue tnv

HKpn emudavela mpog To enimedo, tnv Loxu laser 1.5Watt kat to UPog oTpwWong

0,125mm. Mg tnVv oAOKANPWGCN TNG UNXAVIKAG KATATIOVNONG IPOEKUE TO avAAoyo

Sdlaypappa epeAkuopo.

30,00

25,00

N
o
[=)
s

15,00

Stress (Mpa)

10,00

5,00

0,00

Ewkova 63: MNeipaua Nol4

Awaypappa EpeAkuopov

Nelpapa Nol4

g Strai4n(%) > °
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 14.1 20,34 6,42 490,00
Aokipo 14.2 22,81 5,61 533,00
Aokipo 14.3 24,04 7,06 567

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e \oKipo 14.1
e \OK{LO 14.2
Aokipto 14.3

Average

98



TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No15

MAPIO2 BAAZZH2

MNa to 6ékato MEUMTO neipapa ta Sokipla ekTunmwOnkav os ywvia kAlong 90°, pe tnv

HKpn emudavela mpog To eninmedo, tnv Loxu laser 0.5Watt kal to UYPog oTpwWong

0,125mm. Mg TNV 0AOKANPWON TNG UNXAVIKAG KATATovnong MPoéKue To avaloyo

Sdlaypappa epeAkuopo.

12,00

10,00

Stress (Mpa)
o ®
o o
o o

>
o
S

Ewkova 64: lNeipaua Nol5

Awaypappa EpeAkuopov

MNeipapa Nol15

1 1,5 2 2,5 3 3,5
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipo 15.1 5,42 2,18 320,00
Aokipo 15.2 6,22 2,12 353,00
Aokipo 15.3 11,02 4,15 358

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e \oKipLo 15.1

e \OK{LO 15.2

4,5

Aokipto 15.3

Average

99



TMHMA MHXANOAOTQN MHXANIKQN

Neipapa No16

MAPIO2 BAAZZH2

Mo to 6€kato kto meipapa ta Sokipa ektuntwOnkav o€ ywvia kKAiong 0°, Le TNV Wikpn

erudavela npog to eninedo, Tnv WXL laser 1.5Watt kat to Uog otpwong 0,175mm.

Me tnv 0AOKANPWGN TNEG KNXOAVLKAG KAaTamovnong npogkuPe to avaloyo Slaypoppa

edeAkuoUOU.
Ewova 65: lNeipaua Nol6
Awaypappa EpeAkuopol
30,00 MNelpapa Nol6
25,00
20,00
§' e \oK{pL0 16.1
15,00 )
7 e AOKLLLO 16.2
p
&% 10,00 e AOK{LO 16.3
5,00 Average
0,00 4
0 4 6 8 10 12
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)

Aokipo 16.1 20,47 6,03 366,00

Aokiplo 16.2 27,19 10,64 537,00

Aokipo 16.3 20,34 8,15 450

100
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TMHMA MHXANOAOTQN MHXANIKQN

Neipapa Nol7

MAPIO2 BAAZZH2

MNa to 6€kato €BSopo melpapa ta dokipla ektuntwOnKav o ywvia kAlong 45°, pe tnv

HKpn emudavela mpog To eninmedo, tnv Loxu laser 0.5Watt kal to UYPog oTpwWong

0,175mm. Mg TNV 0AOKANPWON TNG UNXAVIKAG KATATOVNOoNG TPOoEKUYE TO avaloyo

Sdlaypappa epeAkuopo.

Stress (Mpa)

9,00
8,00
7,00
6,00
5,00
4,00
3,00
2,00
1,00
0,00

0,5

Ewkova 66: lNeipaua Nol7

Awaypappa EpeAkuopov

Nelpapa Nol7

1 1,5 2 2,5 3 3,5
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokipwo 17.1 7,14 3,15 305,00
Aokipwo 17.2 6,74 2,24 373,00
Aokiuwo 17.3 8,49 3,52 343

MANEMIZTHMIO AYTIKHZ ATTIKHZ

e \oKiuLo 17.1
e \OK{LO 17.2
Aokipo 17.3

Average
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TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

Neipapa No18

MNna 1o 6ékato oydoo meipapa ta Sokipla ektuntwdnkav o€ ywvia kAiong 90°, pue tnv
HKpn emudavela mpog To eninmedo, tnv Loxu laser 1.0Watt kat to UYPog oTPWONG
0,175mm. Mg tnVv 0AOKANPWGCN TNG UNXAVIKAG KATATIOVNONG IPOEKUPE TO avAAoyo

Sdlaypappa epeAkuopo.

Ewkova 67: lNeipaua Nol18

Awaypappa EpeAkuopou

MNeipapa Nol18

20,00
18,00
16,00
. 14,00
g 12,00 = AoKipto 18.1
E 10,00 s \OK{LO 18.2
2 8,00
& e \OK{LO 18.3
6,00
4,00 Average
2,00
0,00
0 1 2 3 4 5 6 7 8
Strain(%)
UTS (MPa) | %STRAIN | E (MPa)
Aokiuto 18.1 14,06 6,48 375,00
Aokipo 18.2 13,70 5,58 326,00
Aokiuto 18.3 17,21 6,61 452
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TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

Anod ta mapandvw Slaypappata urmoloylotnkav ol HECEC TWWEG ya UTS kal Strain kal oxedldotnke yla KaBe mepimtwon pio KoumuAn

€PEAKUOOU HECWV TLUWV OTIWE TTAPOUCLATETOL OTO TIAPAKATW CGUYKPLTLKO SLAYPaUAL.

2YTKPITIKO AIATPAMMA MEZQN TIMQN

3000 Meipapa Nol0

Meipapa No7

25,00 MNelpapa Nol

Melpapa No8

1

Meipapa Nold

Nelpoapa Nol3

20,00

Neipapa Nb11
15,00

/— Meipapa Nol6

———Nelpapa No4

Stress (Mpa)

10,00 MNelpapa Nob

Neipapa No12

Nelpapa No5

5,00 Fo
/7 { \_ Neipapa Nol8
b Neipopa Nol5
e
%
iy Meipapa Nol7
0,00 s
0 Neipopa No9 2 4 . . .
H 0,
Neipapa No3 Strain(%)

MANEMIZTHMIO AYTIKHZ ATTIKH2 103

12



TMHMA MHXANOAOTQN MHXANIKQN MAPIO2 BAAZZH2

AT TO OUYKPLTIKO Slaypappa daivetal Eekabapa nwg To neipapa No7 mapouoiaoce
Ta KaAUTtepa anoteAéopata and ta 18 newpapata pe UTS=29,87 MPa, Strain=13.15%
Kol HETpo eAaoTikotnTag E=592 MPa, evw OL MOPAUETPOL TOU MELPANATOG ATAV OL

33[

Napapetpol A 0,175mm 0 poipeg 1 Watt

Neipapa No7

To melpapa pe Ta Xelpotepa anoteAéopata Onwe Stakpivetat eivatto No9 pe UTS=4,3
MPa, Strain=1.24% kol Hétpo eAaotikotntag E=545 MPa, evw o€ QUTH TNV TIEPLMTWON

oL TapAUETPOL ATV oL EENC:

Napdapetpol 0,175mm 90 poipeg 0,5Watt

Neipapoa No7

To OUYKEKPLUEVO TEl(pOpA UETA TNV KaTepyacio TG appoBoAng mapouciace pia
dlattepodTnTa OTNV EMLPAVELQ, N omola TBAVWG VOl ETINPEACE TLG LNXOVLKEG LOLOTNTEG

TwV SOKIUIWY EMLPEPOVTAG TA TTAPATIAVW ATIOTEAECUATAL.

Ewkova 68: Aokiplo melpapatog No9

Onwg mapatnpeital kot amd TG elkOveg ota Sokipta €xouv dnuioupyndel
mapapopdWOELG OL OTOleG Umopel va MpokANBnkav anod pn embuunt vypacia oto
UALKO. OuolaoTikd To ¢awvopevo Tou Tmibavwe Snuolpynose TNV TOPATIAVW
duopopdia eival mwg otnv Slepyacio mMupocuocowpdtwong n uypacia ota

OUYKEKPLUEVA onpela, Aoyw TnG Bepokpaoiag LETATPATINKE OE ATUO LE ATIOTEAEC A
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TMHMA MHXANOAOTQN MHXANIKQN MAPIOZ BAAZZH2

Vv dnuwoupyla piag popdng “dolokag” amoTPENMOVIAC TNV CUCCWHATWON TWV

popiwv petaL toug, emnpedlovtog TEALKA TIG LNXOVLIKEG LOLOTNTEG TwV SOKLUIWV.

ITn ouvéxela, ouAéyovtag ta anapaitnta dedopéva anod oAa ta nepapata (UTS,
Strain, Yung Modulus) kal péow TPOYPAMUATOG OTATLOTIKAG avaAuong Taguchi
Mpogkuav ta SLaypAUUATA HE TOUG TIOPAYOVTEG EAEYXOU KOL TOUG TOPAYOVTEG

BopuBou mou mapoucLalovtal MoPAKATW.

Main Effects Plot for SN ratios
Data Means

A B 4 D
29
-
28
27
w
2
® 6 —
= 1
= -
L
— y
o - L]
c 24 v
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o
= 23
22
21 s
20
1 z 1 2 3 1 2 3 1 2 3

Signal-to-noise: Larger is better
Ewkova 69: Signal to Noise diagram

Main Effects Plot for Means
Data Means

28
26
24

22

Mean of Means

Ewova 70: Main effects plot for Means
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TMHMA MHXANOAOTQN MHXANIKQN MAPIOZ BAAZZH2

Amo ta mapandavw dlaypappa apatnpeitat Eekabapa mwe oL mapAYoVIEG VOUUEPO
3 (B€on katd tnv ektunwon) kat voupepo 4 (loxug laser) emnpedlouv og peyalUTepPO
BaBUO TIG UNXAVLKEG LOLOTNTEG TWV SOKLLWY O€ avTiBean e TNV MOPAUETPO VOUEPO
2 (OPog otpwong) kot voupepd 1 (B€on katd tnv ektunwon/ meplotpodn) mouv dev

daivetal va emnpealouv KABOAOU TIG UNXAVLKEG LOLOTNTEG.

‘Emelta mpokUNTeL 0 BEATIOTOG CUVOUAOUOC TOPAETPpWY e UTS=31.10 MPa.

Mapapetpot A2 B1 C1 (90 poipeg) D3
BeAtiotog | 0,075mm | 1,5 Watt
JuVSLaopOG A L ’ A 1 ’
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TMHMA MHXANOAOTQN MHXANIKQN MAPIOZ BAAZZH2

2YMMNEPAZMATA-ZYZHTHZH

Ita mAaiola TG SUTAWUATIKAG €PYAOLOC TIPOYHUATONOLONKE TELPAUATLK £PEUVA
MAvw ot Tplodldotato EKTUTWHEVA Sokipta avtoxng edeAkuopoU. IKOTMOC TNG
epyaoiag amoteAel n elpeon tou PBEATIOTOU OUVOUOOUOU TOPAMETPWY yLld TNV
Snuioupyla AVTIKELMEVOU HE TNV KOAUTEPN MNXOQVIK Cuumepldpopd O AoKnon
doptiwv edpeAkuopol. e eupltepo eminedo, Oswpeitat n Slepelvnon Twv
TAPAYOVIWY TPLoSLAoTatnG eKTUTIWONG KABWC Katl N cuAoyn SeSouévwy e OKOTIO
™V BeAtiwon Twv HNXAVIKWY OOTATWY OVTIKEWWEVWY TIOPAYOUEVWY HECW
NMPOCOETIKWY Kataokeuwv. H ev Adyw melpapatiky Sladkaoia kol €psuva
EKTEAEOTNKE EMITUXWC HUE amMOTEAEOUA TNV eUpeon Tou PEATIOTOU ocuvduaopoU

TIOPAUETPWY HECW TNG OTATLOTIKAG avaAuong Taguchi.
MpoBARLOTO KaL CLUVTAPNON

ITNV MOPAKATW EVOTNTA Ba TOPOUCLAOTOUV TIPOBARATA TTOU TTAPOUCLACTNKAV KOTA
™ Slapkel ¢  mepapatikng  dwadlkaocia¢  koaBwg kAl TPOMOL

QVTLUETWTILONG/CUVTHPNONG POG amoduyn Tou .

Katd tn SLdpKeLa TV EKTUTIWOEWV KL CUYKEKPLUEVO OTO OTASLO TNC TMPOEKTUTIWGONG
mapoucldotnke MPOPANUa oto €uBolo ektunmwong. H avayvwplon tng attiag tou
npoPAnuartog dev Arav olaitepa xpovoBopa wg dtadikaaoia §LoTL BpEOnke mwg eixe
SnuoupynBel pa otpwon MApPAPEVOV ALWPEVOU UALKOU oTnv pia mMAgupd tou
TOLYWHATOG LETOKIVNONG TOU EUBOAOU. Z€ QUTH TNV TIEPUTTWON MPOTEIVETE adaipeon
TOU UALKOU HE EUOTPO KAl OUVEXNG KABOPLOPOC TWV TOXWHATWY HETAKivnoNng Tou

eUPBoOAOU.

O K0BOapLOHOG TOU EKTUTIWTH OMOTEAEL TTOAU ONUAVIIKO TTOPAYOVTA Yla TNV CWOoTH
Aetoupyla TOou. e TepiMTWON N OCUVEMELWOG N eAAUT KaBoplopou umopel va
nipokLYP el MPOBANUa otov ekTUTIWTH WOLaitepa otnv aAlayn UALkoU. Auto cupBalvel
SL0TL Tt UALKA peTafl Toug €xouv SLadopeTikd onpeia TAENG LE AMOTEAECUA KAl N
Bepuokpacia tou BaAdpou Tou evog va mAnoLalel tnv Beppokpacia tTENG Tou aAAoU
LE aMOTEAECUA TO UALKO HE XOUNAOTEPO onueio TAENG va peucTonoleital o€ onueia

TIou pmopetl va mpokAnBel mpoBAnua.
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MeyaAo mpoPANUa EMIONG MOPOUCLACTNKE E TO OKOLWVL UE TO OTOLO UETAKLVELTOL O
ETIXPLOTNAG, TO Aeyopevo short cord. To cuykekpLUEVO e€APTNUA AOTEAEL OVOAWOLUO
kat xpnlet aAlayng ava 200 pe 300 wpeg xpnong, cUUPWVA E TOV KOTOOKEUAOTH.
TNV MEPAUATIKNA Sladlkaoio XpeLAoTnKaV TOUAAXLOTOV TECOEPA OVTAAAQKTIKA OTN
SLAPKELD TWV EKTUTIWOEWYV, KATL U $UGCLOAOYLIKO av OVAAOYLOTEL KAVEIG TIG WPEG
ektUNwong (meptmou 220 wpeg) mMou avaloyoUv To TOAU o€ pia allayr Ttou
e€aptiuatoc. H xprion tou eival amapaitntn yla tTn AeToupyia TOU CUYKEKPLUEVOU
EKTUTIWTN £HOCOV PECW QUTOU PETAKLVEITAL O ETIXPLOTAG VLA VAL ETILOTPWOEL TO UALKO.
H aotoyia Tou otn SLApKELa TNG EKTUTIWONG ONUOIVEL NULTEAEG TEAIKO AMTOTEAECUA KOlL
enavaAnyn tng dwadikaociag. H avayvwplon tng attiag tou mpofAnuatog nAtav
WSlaitepa xpovoBopa wg Stadikacia kot ev TEAEL BPEOBNKE MWC UMOPEL VO TIPOEKUTITE
arnod dVo mapayovteg: Mpwtov AdBog TomoBETNOoN TOu AVTAAAOKTLKOU LE QTTOTEAECHA
va €lval oAU TEVTWHEVO 1 val SNULOUPYELTAL TAVUCN TOU OVTLKELMEVOU KoL £TOL va
dnuoupyouvtal TpLBEC Kal va Stafpwvetal o eUKOAA TO UALKO. AeUTEPOV €vag amo
TOUG 2 KUAIVOpPOUG OTOUC OTOLOUG UETAKLVELTOL O ETLYPLOTNC VA UNV TIEPLOTPEDETOAL
Snuouvpywvrag £tol $pOopeG. MapakdTw otV eKova daivovtal Ta MpoBARUATA TTOU

avapEpOnkav.

Ewkova 71: lpoBAnuata mou npoekuPav

Katd tn O&ldpkela ektumwong Tmpayuatonolibnke &lakomng pevUATOC.ZTNV
OUYKEKPLUEVN TtEPLITTWON N Sladlkaoio EKTUTIWONG PETIEL VOl TipayLaTomoLnOel amo

Vv apxn. Otav 1o clotnua emavépBel Sev Suvatal va cUVEXIOEL TNV EKTUTIWON ATIO
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eKel IOV oTAPATNOE OMWG 0 AANEG TEXVOAOYieg, epooov n Bepuokpaaoia oto Balapo

EXEL TIEOEL

Eneita mapouvolaotnkay KAmoLa mPoBANUATA HE TO AOYLOMLKOU TOU pnXavAuatoc. Mo
OUYKEKPLUEVO OTA BrAMOTO TN TPOEKTUTIWONG N 006vn adr¢ dev avtamokpvotay e
QmoTEAECUA VO YIVETOL EMAVEKKIVNON TOU OUCTAMOTOG Yl TNV €EMAUCH TOU
INTAMOTOG, KATL TToU onpaivel évapén tng Stadkaciag and tnv apxr. Npotewvouevn
AUon yla TNV CUYKEKPLUEVN Tepimtwon eival n avaBabulon tou Aoylopilkol Tou

HNXQVrHOTOG,.

ATNOTEAEZMATA

ITnv mapoloa EPEUVNTIKA Epyaoia Ta MepApata VAomonOnkayv pe emtuyio Kot Ta
anoteAéopata mou ipoékuav eival tdlaitepa evéladépov mpog avaiuaon. Ektog Suo
neputtwoewy, (meipapa No3 kat No9) mou ta amoteAéopoata eival acadn Kat
OVETILTUYXI), OTLG UTIOAOLTTEG TIEPLMTTWOELG TA ATOTEAECU AT BEWpPOUVTOL EMITUXNHUEVA.
MeyaAo evdladépov Mapouctalel TO YEYOVOG TWEG OPKETA TEpApaTa Bdon Twv
Slaypappatwy mapouaotdalouv cupnepidpopd OAKLHoU UALKoU(meipapa Nol4), evw To
QVOUEVOUEVO amoTtéAeopa ATtav cupmnepldpopad Pabupol vAkoL(reipapa Noll). Ta
Selypata yevikotepa €06elav  OXETIKA HUIKPH ToocooTlaia  HETAPBOA  TOU
napapopdwpevou PRKoug (strain=0.85%-13.15%) pe to neipapa No7 va mopouctdlel
v BéAtotn twun(13,15%). Oco avadopd tn Meyotn edeAkuoTikn TAONn TA
QTOTEAECHATA NTAV OPKETA LKOWVOTIOINTIKA PE TIG TIMEC UTS va kKupaivovtal pHeTaty
2,76 MPa kat 29,87 MPa avdloya e To cUVSUACUO TWV TTAPAYOVTWY EKTUTIWONG KLl
HE TNV BEATIOTN TN va mapouctaletal ava oto meipapa No7. IUpdwva pe Ta
Slaypdappata Signal-to-Noise and Means tn¢g Ste€ayouevng LEAETNG, N ONUOCLA TWV
TIAPOYOVTWY OVAAOYQ LE TNV ETILPPON TOUG OTLG KNXOAVLKEG LOLOTNTEG TWV SELYUATWY

Taflvopouvtal we €ENG:

©¢éon kata tnv ektunwon(Molipecg)> loxug laser > Yo otpwong > ©O€on Katd thv

ektUnwon (rneplotpodn)

To UYo¢ otpwong kaL n Oéon Kata TNV ektunwon (rmeplotpodn) ¢ailvetal va punv
eMNPeAlouV TIC UNXAVIKEC LOLOTNTEC TwV Soklpiwv. Edikotepa n B€on katd tnv

eKTUTIWON (meplotpodn) MaAPOUoLAleL TNV TOPAUETPO ME TNV Alyotepn duvatn
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onuooia, omote Oev amalteital mepaltépw Olepelvnon TG TMEPUMTWONG O€

MEANOVTLKEG EPEVVEG.

Enelta, HEOW TNG OTATLOTIKNAG avaAuong TnG LeBodou Taguchi, kot TNG OTPATNYIKAG
«Larger is better» Tou Adyou Znuatog mpo¢ To OoOpuPo PBpéBnke n pEéylotn
edeAkuoTikng taon (UTS) and 6Aoug Toug miBavoug cuvSuacoug TwV MAPAUETPWY

npoBAénovtag tnv Tiun UTS=31.1 MPa pe BEATLOTO CUVSUACUO TOV MAPOKATW:

e A2 =Mwpn enidpavela tonoBetTnuévn oto eninedo
e B1=0.075mm

e (C1=90°

e D3 =15 Watt

H ouykekpwuévn T UTS amoteAel LKAVOTIOINTIKO QITOTEAECHA Ylol TAPAYWYN
OVTLKELLEVOU PEOW TIPOOHETIKWY KATAOKEUWV. To (610 UALKO pe oupPatikr péEBodo
KOTOOKEUNG (€yxuon) mapouotdlel péylotn edeAkuoTiky Tdon Twv 50MPa,
Sdladopd ™G Tagng Tou 60% and To BEATIOTO AMOTEAECHA TNG TTOPOV oS Epyaciag,
KATL amoAuta Aoylko OOV oL CUUPBOTIKEG LEBOSOL UTIEPEXOUV TWV TIPOCOETIKWV

KOTOOKEU WV 000 avadopd TLG LNXAVLKEG LOLOTNTEG.

H mopapetpo¢ twv 90° amoteAel To mopdyovia HE TNV HEYOAUTEPN EMLPPON OTIC
MNXOVLKEG KaTamovnoels ebeAkuopol, onwe mpoekuPe. Onwg €xel mpoavadepbel o
napayovtag Twv 90° mapouctalel Toug LEYAAUTEPOUG XPOVOUG EKTUTIWOELG KAVOVTOC
Xprion mepLocotepou UALkoU o€ upnAég Bepuokpacieg ylwa tnv dSnuoupyia tou
OVTLKELLEVOU. Ta TOPATIAVW XOPAKTNPLOTIKA o0& BAB0G xpovou umopel va emnpealouv
TO OTMOTEAEGHLOTA TWV HNXAVIKWY LOLOTATWY, SLOTL TO UALIKO KaTarmoveital Bgpuika yla
peyala xpovika Siwaotiuata. Emiong, n emloyn twv 90° duotuxwg Sev amoteAel
OLKOVOULKA €mAoyr £PpOoOV TEPLOCOTEPO UALKO oto BOdlapo petadpaletal os

QVAUELEN TTEPLOCOTEPOU PPETKOU UALKOU.
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MeANoVTIKESG EdaplUoyEC

H emtuxnuévn oAoKANpwon Twv TEPAPATWY BETeL KAAA Bepélla oTnV €kmovnon
avtiotolywv eyxelpnuatwy, e£dooov Oev UTMAPXOUV TIAPOUOLEG HEAETEG OTNV
BiBAloypadia. Eddoov n tplodlactatn ektunwon anoteAel epelpeon Twv TEAEUTALWY
XPOVWYV, KABe peAETN PeAtiwong ouvOnKwV Kol HUNXAVIKWV WOLOTATWY Twv
TAPOYOUEVWY OOKIUiwY TNG TeEXVOAoylag amoteAel onuavilk TPOCHONKN OTLG
duvatotnTeg Kot TNV €€EALEN TOU TOHEQ. MEANOVTIKA UItopoUV va Iipayatonotnfolv
TIAPOUOLEG MEAETEC HE SLOPOPETIKA UAKA, OSladOopeTIK UNXAVIKH KoTamovnon,
SL0POPETIKEC TTAPAUETPOUG TIELPAHATOC QTOKAElovTaG PBERAla TIG QTTOPPLUTTEEG

TIEPUTTWOELC TNG CUYKEKPLUEVNG UEAETNC.
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