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Afroon Xvyypagéa Avmhopatikig Epyaciog

O ka1 vroyeypappévog Yopravog Anuntplog — Papoand tov Xpiotov, pe aptuod
untpoov 51117065, gottntg tov Ilavemomuiov Avtikng ATTIKNG TG ZyOANG

Mnyovikav, tov Tuppatoc Novrnydv Mnyoavikdv, SnAdve vrebbova 0Tt :

«Eipat cvyypagéac avtg e SumAopatikng epyociog kot 6Tt kabe o feta v omoia
elya yoo v mpogToacion TG gival TANPOG AVOyVOPICUEVT] KOL OVOPEPETOL GTNV
epyaoia. Emiong, ot émoteg mnyéc amd Tig omoieg ékava YpoN OEO0UEVMV, 10DV N
AéEewv, gite akpPAg €lTe TOPAPPUAGUEVES, OVOPEPOVTAL GTO GUVOAO TOVG, LE TANPT
aVaPOPE GTOVS GLYYPAPEIC, TOV EKJOTIKO 01KO 1| TO TEPLOOIKO, CLUTEPIAAUPAVOUEVDV
KOl TOV TNYOV OV EVOEYOUEVMS YpNOILoTomOnkay amd 1o dtadiktvo. EmimAiéov,
Bepardve mmg avt) N epyacio £xel cLYYpaPEl amd UEVO OMOKAEIGTIKA Kol OmoTeELET

TPOTOV TVELUATIKNG 1010KTNGI0G TOGO SIKNG LoV OGO Kot TOV 10pVUATOG.

[Mopdapaocn tov ovetépm aKadNUAiKng Loy evBivNng arotedel ovsu®ON AdYO Yo TV

avAKANGN TOL TTVYIOVL LOVY.

O Andaov

W } .

Yaprovog Anuneprog — Pagonmi



Evyopiotieg

Apykd Bo n0eha va gvyaprotiom Beppd v kabnynTpla pov Kot emPAémovca Kupio
Anuntpéddov Zotpia, 00Tl pe d0idaée péoo omd 1o pabnuda e «Tpredidototog
Yyedoopog pe v Pondeta H/'Y» tov KOGHO TG TPIoOICTATNG EKTUTMONG KAl GTIV
OULVEYELD [IE EUMIOTEVTNKE KOl OV £6(GE TNV EVKoPia Vo avorTuE® Kot VoL LEAETHOW
T0 GVYKEKPLUEVO B TN IImA®paTikng epyaciag. Emiong, Oa n0sha va gvyapiotiom
oV KoOnynt) pov kot emifAénovra kopo lakwpion Ieidwpo yia v 6An kabodrynon
kot BonBeta tov oTig mEPapaTIKEG dadikacies. Télog Ba Bl va vyaploTcm TOV
TOTEPA LOL Yo TN OTHPIEN, TNV KaTavonon kot tnv kabodqynon tov otn {on Hov
KaOADG Kot TNV adeA@n Hov Yio OAN TN oTNPEN Kot aydnn mov £XOVUE 0 £Vag Y10, TOV

aALOV.



Hepiinyn

H tp1odidotatn ekTOmmon amoteAel pio TeyvoAoYia 1) ool avamtHoGETUL parydaia To
TeEAeVTOiO XPOVILL e GUVEYEIC PEATIOOELS AVOPOPIKA LE TNV TOYLTNTO, TNV TOLOTNTA
OAAG KoL TNV EVKOMO EKTUTMONG AVTIKEIEVOV. EE ontiog Tomv yopakTnploTikdv avTthv
OAAG KOU TOV CLYXPOVOV TPIOOICTAT®V EKTLMTMV 7OV £YOLV TN OLVATOTNTO
EKTOTOONG SAPOP®Y VAIKOV OTTMG HETAALN, TAACTIKA, cVUVOETO, TOAAEG Propmnyavieg
Kot €Topieg EMOLUOVY TNV EVOOUATMON TNG GVYKEKPIUEVNG TEXVOAOYIOG OTA TMPIVA 1|
oto. pueAovTikd Bpoayvmpdbeopo emyelpnuatikd tovg oyxédw. H tprodidotorm
EKTOTOON €xel €vo. VPV QPACHO EQOPUOYDOV CXeOOV o OAeG TS Propmyovieg Kot

TaPoLGLALEL CNUAVTIKEG SOUVOTOTNTEG AVATTVENG, LEAETNG KOl EPEVLVOG.

YKOTOG TNG MOPOVCOS OSWAMUATIKAG epyociag eivor M TPLodldoTtatn EKTOIOGN
doxkiov and ta viwkd PLA, PC, kou PAHT CF15, kot 1 peAétn ¢ cuumepipopaig

TOVG KOL TOV UNYOVIKOV 1010THTOV TOVG HEGH TEPALOTIKOV SOKILOV.

270 TPAOTO KEPAAOLO YIVETAL [LL0L IGTOPIKT] OVAOPOUT| GTNV TPLGOLAGTATY EKTOTMOOT) KOl
010 0e0TeEPO  KeEPAAAIO Tapovslalovial ol JPopeS TEYVOAOYieG TPOGOETIKNG
kataokevns. To tpito kepdrowo mepthapuPdvel Tov Tp1odidotato oyedoud TV
doKIimV PEAKLONOD, KAUYNG, EPTVOUOL Kol KPOOoNG He To Aoyiopkd Fusion360,
MV TEPLYPOPN] TV VAKGOV mov Ba ypnoyomombodv oty epyocic, Kor v
TPOcOUOi®moN TG eKTOTMONG UEGH TOv Aoyispkoy Cura. Xto T€TopTo KEPAAOLO
TEPLYPAPETAL AVOALTIKA 1] S1odIKOGT0 TNG EKTUTTOGONG Yol OAQ TOL OOKILOL, OVAPEPOVTOL
0. TPOPAAUOTO OV TPOEKLYOAV KOl M EmAvon TOvg, Kol vroloyileTor M
JlOTAGIOAOYIKY oTAfEPITNTA TOV EKTLIIOUEVOV OOKI®OV. £T0 TEUNTO KEPAANLO
TOPOVCIALOVTAL Ol TEPOUOTIKES OOKIUES EQPEAKVGUOV, KAPWYNG TPUDV ONueimv,
€PMLGLOV KOl KPOVGNG, EVED TPOYUOTOTOLEITOL GKANPOUETPNOT), LETPNOT TUKVOTNTOG
KOLL OTTTIKT UIKPOGSKOTio. Ta amoTeEAEGUATO TOV SOKIUADV KATOYPAPOVTOL OVOAVTIKA Kot

OLYKPIVOVTOL O1 IO1OTNTEG TOV VAIK®V.

AéEerg khedd: Tpiodidotatn extdnwon, mpocsbetikny katackevny, FDM, PLA, PC,

PAHT CF15, epeAkvopog, kapyr, Epmucpric, KpoOor), GKANPOUETPNOT).



Abstract

3D printing is a technology that has evolved rapidly in recent years with continuous
improvements in terms of speed, quality, and ease of printing objects. Due to these
characteristics and the capabilities of modern 3D printers that print a variety of
materials such as metals, plastics, and composites, many industries and companies are
considering integrating this technology in their current or future short-term business
plans. 3D printing has a wide range of applications in almost all industries and offers a

significant potential for development, study, and research.

The purpose of this thesis is the 3D printing of samples from PLA, PC, and PAHT CF15
materials, and the study of their behavior and mechanical properties through

experimental tests.

In the first chapter the historical review of 3D printing is presented and in the second
chapter the various technologies of prosthetic manufacturing are described. The third
chapter includes the 3D design of the tensile, bending, creep and impact samples with
the Fusion360 software, the description of the materials used in the work, and the
simulation of the printing process through the Cura software. In the fourth chapter, the
printing process for all the samples is described in detail, the problems that arose and
their solutions are mentioned, and the dimensional stability of the printed samples is
calculated. In the fifth chapter, the tensile, three-point bending, creep, and impact
experimental tests are presented, as well as hardness measurement, density
measurement and optical microscopy are performed. The results of the tests are

presented in detail and the properties of the materials are compared.

Key Words: 3D printers, 3D printing, additive manufacturing, FDM, PLA, PC, PAHT

CF15, tensile test, bending test, creep test, impact test, hardness.
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Kepahawo 1: Elcaywyn otn Tplobidotatn Ektunwon

1.1 lotopikn avadpoun

2V €moy MG Ol EKTVITMTEG OTOTELOVY KaOnUeEPIVO epyareio TOv yproipomoteiTot
gite o010 YOpo epyooiag gite oto onit. H katackevr tov mpdtov inkjet extuvmmt
ypovoroyeitar amd 1o 1976 mwg epyalreio avtiypa@ng Kot EKTOTMOTG GEAS®V, Ie KO
ovopacio «IMB 3800» [1]. Qot6c0 and tn dekaetion Tov 80 KIOLUC VAPV Ol TPDOTES
10€€¢ y1a T dnpovpyio EVOg KOvoTOUOU Kot TPOTOTLITOL EKTVIWTH TToL Bo uTopovcE
va ekTu®dvel VAMKE. ‘Etot otig apyég tov 1980 o ldnwvog Hideo Kodama npoonddnce
Vo SNUIOVPYNGEL TOV TPMTO TPLodidototo ekturmth. O Dr. Kodama fitav o mpdtog mov
avoeépBnke otn uébodo tov Rapid Prototyping (tayeio KaTtaoKeEL TPOTOTLTIDOV) HE
™ YPNOT POTOTOAVUEPDV VAIKADV, SVGTLYMG OUMG 1 ONUOVPYID TOL EKTLTTMTY| OEV
emtevyOnke [2,3]. Epunvevopévor and avti v 10éa o opdda tpiov I'aiiov, Alain
Le Mehante, Olivier de Witte ka1 Jean — Cause Andre, mpoomdfncav va v

VAOTTOGOVY, 0ALG Ywpic emttuyio [4].
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Eixovo, 1: Zynquatiki areicovion twv tpiodidototov ekronwtov tov Hideo Kodama: (a) To build plate
uetokiveitar uéoo oty pevoti pyivy, (B) to build plate aropoxpiverar aro w pevatip pyzivy, (y) Mébodog
raster ue oruixn ivo. 1) Yrepiawong axtiva, 2) Maoko, 3) Ztepeomomuéva. arpouata, 4) Yypo molvuepés,
5) Ky wloxoa, 6) Awodéxng, 7) Kieiotpo, 8) Ontiki iva, 9).X-Y aloveg kivnong, 10) Ortikos poxog.
[3]



Metd amd éva ypovo, to 1982, o Charles (Chuck) Hull otqv Kaledpvia eiye o
TAPOUOL0L 1€ Yl TPLOOLICTOTY] EKTUTMCT KOl TPOGTAONGE e TNV GEPA TOV Kol
ekelvog oty viomoinon ¢ H 18éa avt) frav 1 tomobétnomn yAddwv AentmdV
OTPMOEMV TAOGTIKOD DAKOV Kol 1) YpNon XEpaéng, e oKomo T dnpovpyio evog vEou
OVTIKEWEVOL LE CLYKEKPIUEVN Hoppn TV omoia 0pile o 1d10g. To 1983 petd amod
EPEVVEC KOl TEPAUATO KOTAPEPE VO ONUIOVPYNOEL IO CUUTVKVOUEVT] OKTIVOL
VIEPLDOOOVS PMOTAC, 1) oToia Ba KivovvToy pe evToAEg Tov KaBopile 0 XEPIoTNG GE Evav
NAEKTPOVIKO LTOAOYIOTH] Kot Oa oTOYELE TNV EMPAVEID EVOG O0YEIOL YEUATO e
POTOTOAVUEPES VAMKO. Me T cvykekpuuévn texvikn o Hull katdeepe va dnpovpynoet
oTEPED TAUCTIKO OVTIKEIUEVO A @MTOTOAVUEPEG peVSTd. H dnovpyia Tov TpdTov
Tplodidotatov  ektvmot (3D printer) pe  teyvoloyia  otepeoiBoypapiog
(stereolithography) am6 tov Chuck Hull ypovoroygiton otic 9 Maprtiov 1983. Tpia
xpovio apyotepa, To 1986, Votepa amd TOAAOVG TEWPAUATIGHLOVS KOt £XOVTOG KATOANEEL
0710 ovumépacpa Ot 1 Sdkacio. oVt Umopel vo. EQpOPUOCTEL 68 TOIKIAG VAIKE
dnuovpynoe v etapeio 3D Systems [5].

[

Eixova 2: O mparog wpiedidoraros extvrwtns, IInyn: 3dprint.com
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H otepeorbBoypapio Oempndnke og po péBodog Tayelng KaTaoKELNG TPOTOTHT®YV,
wKav Vo HETOPAAEL TN QULOIKN KOTAGTOOT €VOC LDAIKOD KOl VO TO GTEPEOTOOEL,
duovpydvrog avtikeipevo amd ynoeakd dedouéva. To mpmdto ocvotuae Rapid
Prototyping fjtav to SLA-1 [5] to onoio movAnnke to 1988 pe tyun ndvem amd 300.000
$. Me v mépodo tov ypdvov kat T cvveyn avamtuén g oLyKeKPIUEVNG nebddov n
TIUN TOV TPIGOACTOTOV EKTVIOTOV HeE@VOTaY dlapk®ds. To 1992 kataockevdotnke
and v etaupeio 3D Systems n TpdTn pnyovn otepeoiBoypaiog mTov amoteAovTaV
ano évav UV Laser pe 1o omoio yvdtav 1 6TEpE0MOINGM TOL POTOTOAVUEPOVS VAIKOV),
o€ TOAMOTAEG AEMTEG O1AO0YIKES OTPMGELS, PE OTOYO Vo xpnopomoindel amd 10 gvpv

Koo kat Oyt povo and etaupeieg [6].

To 2007 n etoupeio 3D Systems yia mpd @opd 61€0ece 6TV Ayopd TOV TPMTO
TP101G0TaTo eKTLIOTN pe T Kate Tov 10.000 $. Tt cvvéyewn otdyevoe oty
TEPOLTEP® EAATTMOON TNG TIUAG TOANONG HE OKOTO TN 014600m Kot TN ¥pnorn oamd
neplocoteEPOLVs avBpamovs. [pdypott petd and 30 ypdvio amd v TPOT avopopd
TOANONG EKTLVTIMTY, N TN €VOC ekTuOT Kupaivetat ota 300 — 500 $ yio oA xprion
kot oto, 1.500 - 20.000 $ yio o emayyedpotikn [7]. Q¢ emoyyehuatiky xpron evvoeitat
1N emitevén axpifelog Kot AETTOUEPELNS OTIG O1000YIKES GTPDCELG TOV VAKOD OAAL Ko

10 HEYEB0C TOV EKTLTTOUEVOL OVTIKELLEVOV.

Me Vv mdpodo Tov YpOVOL avamTOYONKav Kot GAAeg HEBOOOL TPLOAACTOTNG

EKTUTMONG Y10l SLPOoPa VAIKE, 01 omoieg Ba avapepBovv avarvtikd oto Kepdiaio 2.

1.2 Edapuoyec

E& aitiag g edxoAng kot ypnyopng ompiovpyiag otepedv aviikewévov ond 3D
YNOWKE HOVIEAQ, T TPLOOIAOTOTN EKTUMGN YPNCLUOTOLEITOL OTIS UEPEG LOG GE
TOKiAoVG TOUElS, OTWOC OTNV aePOVOLTNYIKY Propunyavia, TNV avutoKvntoftounyavia,
TNV WITPIKTY, TNV KOTAVAA®OT VAMKOV oyofdv, K.o. Ol KATOCKELUGTIKEG OLVATOTITES
eVOG TPIGOLAGTOTOV EKTLIMTH UTOPOVV va BempnBovv ‘dmelpeg’ Kabdg omoladnmote
10éa pmopel voo vhomomBel o010 Aoyiopkd oyedioong, ot cuvéxeln pmopesl va
ekTLTOOEL glte MG OAOKANPO GLVOPLOAOYNEVO TTPOTOV gite G Koppdtt — koppdtt. H
duvaTdTTo  EKTOMMONG TOAADV  SWPOPETIKAOV VMK®V, 1 emitevén KoANg

OO TACIOAOYIKNG akpiBEOG Kot 1) OMovpyio TOAOTAOK®V Kot GUVOETMV YEMUETPIKMDV
3



HOPQ®OV, CUVTEALEGE GTN XPNON EKTLIOTMOV YL ATAN OVTIKEILEVA OTMOC COANVES, £1C

avOpomva TpocheTikd HEAN.

¥t ovvéyeln mopoTIOEVTOL YOPOKTNPIOTIKEG Kowvotoueg epapuoyéc [8,9] ue
YPOVOLOYIKT GEPA DOTE VA Yivel katovontn 1 €EEAMEN TG TPLOIACTOTNG EKTHTWONG

ot Pounyavio.

e To 2008 éywve n mpdTN TPIOSIACTATN EKTOTMON €VOG TPOGHETIKOD TOd100
(Ewova 3).

e X115 13 Moprtiov 2010 extundbnke n TpdTn TPLodIdoTatn AEPA avOpdTOov.

o To 2011 &ywve g@ikti 1| TPLOSIACTOTN EKTOTMCT KOKAAWMV.

e To 2013 pa Kwvélkn etanpio eKTOT®GE TO KEVIPIKO GKEAETO OKTIVAG 5 HETPOV
ToV TTEPLYiOL €vOG emPatnyov agpookdapovg Cormac CI19.

e Tov Mdw tov 2013 ommv Apepkn emtedydnke m 7TPOTN TPIGOAGTOTN
EKTOTOGT EVOG OTAOL.

e Tov id10 pMva yoTpdg omd to mavemtoti o Tov Michigan extinmog évay £181K0

vapOnka oe pikpég draotaoelg cdlovtag t Lo vog Lwpov.

Eixéva 3: To mpcdro mpocbetio oo extvomwuévo ané 3d printer, Inyy.: Joe Micallef, 2015



Kedahato 2: Texvohoyleg MpooBetiknc Kataokeung

H mpocbBetikn xoatackevn (Additive Manufacturing) 1 tpiodidototn ektdonwon (3D
Printing) 6mwg eivar evphtepa yvooTY], EMITPEMEL TNV KOATAGKEL] TPLGOIACTATOV
avTikelévov amevbeiog amd ynoelokd oedopéva CAD. Xe avtd 10 KEQAAaio Oa
avaeepBodue oTIC SAPOPES TEXVOAOYIEG TPLOOACTOTNG EKTUTMOONG, OTO POCIKA

YOPOKTNPLOTIKA TOVG KAOADS Kol GTOV TPOTO AEITOLPYIOG TOVG.

2.1 Stereolithography (STL)

Av xou mpokerrow Yoo TNV modowdtepn HEBOdO TPLodldoTaTng EKTOTMOONG, 1
Stereolithography 1 Xtepeolboypopio amodidel TOAD KOAH AETTOUEPED. OTN
YEOUETPIKN LOPPT TOV EKTVTOUEVOV OVTIKEILEVOV. AVTO OPEILETOL GTN GLYKEKPLUEV
teyvoloyia mov ypnoyonotel o oktiva Aéilep n omola Kveltor pe vynAn axpifeia

oo dedopéva oL AapPavel omd Evav NAEKTPOVIKO VITOAOYIGTY.

H axtiva UV akohlovBel cuykekpluévn Stodpopn He T ypnor HOTEP KOl KOTOTTPMV.
Me 1t Bonfeto Tov katdnTpmv 1 0écun Tov Aélep kaTevhHveTU TAVE GTO AVAADGILO
VAMKO NG eKTOMOONG, TN QOTOTOALUEPILONEVN PNTiv, KOl TNV oTEPEOTOLEl KATA
otpwoelg (Ewova 4). O Adyog otepeonoinong tval 1 evepyomoinon PEC® TOV POTOG
TOV LOVOUEPDV OAVGId®V AvOpaka TG pNTiviG LE OTOTEAEGLO T OTLLLOVPYIL IGYVPDOV
deoudv Tov avOpaka petald tove. To TeAKd amotélecpa LeTd TV EKTOTOOT] GLVIHOWG
arortel petenelepyasio yoo abENCN TG OVTOYXNG TOL OVTIKEWLEVOL, OTMG £kBeoT o€
vrepuddn oktwvoPforio (UV Light) i og onpeio pe emapkéc niaxd eog. H dedtepn
emAoy” etvar eONVOTEPT KO amevBHVeETOL KVPiWG 6TO €VPV KOowd. H TomoBétnon oe
VIEPUDON aKTIVOPOAID TpoTdTal OTav TO TEAIKO TPOiOV TPEMEL v EYEL LYNAEG
Oepucég kot punyovikés 1010tteg. Emiong Oa mpémel va apaipedel 10 vrootnpiktikd
VAKO (support) kot vo AgtovOodv ot empaveleg (appoforr, KAT) yio vo. £(OVUE TO
péyioto embounto anotédeoua. H molidtta tov mpoidviog cuvnBmg eivot ToAd KoAn,

ue Aeieg empaveleg kat cuvleteg yemuetpikéc Aentopuépeteg [10].
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Eixova 4: Midraln Ltepeoloboypapiog, Inyn mdpi.com

I'evikd vdpyovv dvo katnyopieg ektvmwtdv SLA mov apopodv Tn HETATONION TOV

build plate, o1 ektvrwtéc Top-down kot ot ektvnwtég Bottom-up [11,12].

Top-down: Avt 1 katnyopia ektvnmong Exel v TNyn Aélep 610 TAVEO HEPOG TOVL
EKTLTIMOTN KO GTOYXEVEL TNV LYPN pNtivy. LN cvvéxela ool otepeomombel N TpdT™
otpmon N mhotedpua kotaokewung (build plate) petakwveitol Tpog o KaTm Ko pia véa
otpdon pntivig dnuovpyeitat. Xto téhog g extinmong to build plate petaxwveiton
PO T0 TAV® G€ oNUEl0 EKTOC TNG PNTivNg KoL TO TPoidv pumopel va aporpedet.
Bottom-up: Xe ovt) v Katnyopio eKTOI®ONG 1 YN QOTOG €lvan tomoBeTnuévn
Kto omd v oefapevny pntivng Kot TPOooTOTEVETOL AmO £vol OPOV) LDMKO LE
enioTpmon cilkdvne. Me tov 1pdmo avtd to Aéilep dromepvdiel Tov Tdto TG deEapevng
KOl TOVTOYPOVA OEV £PYETAL GE EMOPY| UE TN PNTivn. AoV otepeomomBel n TpdT
otpmon, 1o build plate petakwveitor Tpog o Tave opiopéveg otpmosetg (n layers) ue
OKOTO TNV OMOKOAANGN TNG OKANPNG pnriviig mov onuovpyndnke oto mlto g
de€apevnc. T ovvéyela to build plate katefaiver n-1 otpdoelg ko cvveyiletar 1
dwdkacio g ™ Onmuovpyios Tov TEAIKOL Tpoidvtoc. H ovuykekpévn teyvikn
ovopaleton ‘peeling step’.

O1 extummtég ™G PO Kotnyopiag Top-down ypnoipomotovviar cuvibmg oe
Bropmyaviec ko peydia epsvvntikd kévipa (industrial SLA printers), kabog £xovv
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HEYAAEG OLOGTACELS KOl LITOPOVV VO, SNUIOVPYNOOLV OVTIKEILEVO LeYdAoL peyéBoug oe
avtifeon pe tovg bottom-up extvnotéc. Ot extvrmTég bottom-up ypnoiporotovvTal
ovvnBwg oe epyactiplo kKo oritia (desktop SLA printers) kot £xovv pukpég S106TACEL,
KaOdG 10 TEMKO TPoidV oTNpileTon TNV EMPAVELD EKTOTOONG KoL OEV UTOPEL VaL £XEL

HeYaAo BApog Hiog Kol LITAPYEL KIVOUVOG OTOKOAANGT|G.

Scanner system
(XY movement) Laser source

‘ -J'F_’ Building platform

Part —

L Liquid J % Part

photocurable resin E

Scanner system Laser source
(XY movement)

(a) (b)

Eixéva 5: Katnyopisg extdmwong otepeoloboypapiag (a) top-down (b)bottom-up [11].

T

Building platform

Ewdwd yopaxmpiotikd g dtodikaciog eKTOmmong pe otepeoilfoypapia:

e Koatd ™ ddpkela g EKTOTOONG £ivot omapaitnTo T0 VTOCTNPIKTIKO VAKO.

e Ta KOp VAKE TOL YPNCLOTOOVVTOL gival BEPUOCKANPOVOUEVO TOALUEPN
(thermoset polymers) kot n dadikaoio TG CKANPLVONG EMTVYYAVETOL HECH
ANUIKNG avtidpaons oe Kabopiopévn Beppokpacio. AviiBETmg vtapyel Kivouvog
KOTOOTPOPNG N KOl KOOGS TOV TTPOIOVTOG UETA TNV ekTOTTWoN €dv ektebel og
vyMAN Beppokpacia.

o o mpémet va dnpovpyeitan pio o TOLAGYIGTOV 4 MM GTO TEAMKO TPOTOV AV AT

elvat copmayég Ko KAEIGTO, TapAdELY O Lo SQaipa, VoG KAEIGTOG KOAVIPOGS K.0L.



2.2 Digital light processing (DLP)

H teyvoroyio DLP givon n e€€MEN tov ektumotdv SLA, 1 kbpla d1opopd avapesd
oT1g 000 avtég pebodovg tvar n YN eToc. Evd ot extvnwtég SLA ypnoiponoodv
éva Aé1ep OV 0TEPEOTOLEL £VaL GTPOLO pPNTIVIG COUP®VO LE TN Kivnon Tov Aéilep, ot
EKTUTTOTES TTPOPAAAOVY OAN TNV €IKOVA TG OTPOONG GE £va YNOLaKO TPoPoAréa, pe

OTOTEAEGLOL VO GTEPEOTOLEITOL OAO TO GTPOUA TNG PNTIVIG TAVTOYPOVOL.

Me avt6 ToV TPOTO 1 KATAGKELT] TV OVTIKEIEV®V glval Tayeia Kot emiong Wovikn Yo
ovvheteg yeopetpieg pe Aentég doués. Ot ektummtéc DLP dwutiBevror oy ayopd
ouwvnBwc oe popoen desktop kai axorovBovv v apyn bottop-up akpiPodg OmmC
npoavagépinke pe ™ poévVn dweopd 6tov TPOTO oTEpeomoinong g pntivng. H
péBodoc DPL ypnotpomoteiton katd Bdon yia tayeio eKTOT®ON TPOTOTHT®V. Q26TOGO
£va oNUOVTIKO petovéEKTa efvotl 1o K66Tog T0L ekTLTMTY. Emedn o mpoforéag eivan
ynoewky oBévn, m  ewkovo kdbe OTPOUOTOC AMOTEAEITOL OO  TETPAYOVIKA
ewovootoyeia (pixel). ‘Etol oty mepintwon mov o ypnotng emibopet vynAidtepn
TowTNTO. eKTUT®ONG Bo mpémer var KAvel xpnom KoAOtepng myNg mpofoArg,

av&avovtog 1o k6oTog Tov ekTvTteT [13,14].

’ UV source
DMD

Movable
substrate

Lens

Photoreactive
polymer e

Reservoir

Exéva 6: Aigraén Digital light processing [14]



2.3 Selective laser sintering (SLS)

H teyvoloyio SLS ovoudletronr Emdextiky mupocovooudtoon pe Aéllep xot
YPNOUOTOIEL GKOVT] TOAVUEPDV DAKDV MG TO OVOADGILO DAMKO Yo TV eKTummon. H
SLS avnkel oty owoyévela tov Powder Bed Fusion (PBF) kot to vAikd o€ okovn
otepeomotleitor pe T Pondeid evog Aéllep Kol TO OVTIKEIUEVO EKTLIIMVETOL OF
TOMOTAEG 6TPOGELC oKoAovOmVTaG T péBodo bottom-up.

H SLS ypnowonotel kokk®don okdvn and Beppomhactikd molvpuepn| 1 onoio aAAdler
T1G 1010TNTES TG OTO £pBet o€ emapn pe T déoun Aéilep AOY® ™G Beprikng evépyeia
nmov petadidetoanr oe avtn. [T cvykekppéva n okoévn Pploketonr otnv TAATPOPUO
exktonowong (build platform) to omoio dwotnpel Beppokpacio Alyo pikpotepn and to
onpeio MéENG tov VAoV (Ewodva 7). To Aéilep vynAng evéPYELOG TPOCTINTEL GTOVG
KOKKOLG TTov PBpiokoviol 6TV TPOTN oTp®on Kot av&dvel T Bgppokpacio tovg. Ot
KOKKOL GT1] GUVEYELD AUMVOVV KOl GUCCOUATOVOVTAL LETOED TOVG. Otay oAokANpwbei
N TPAOTN GTPMOCT, 1| TAUTPOPLA EKTOTOCNG LETAKIVEITAL TPOG TA KAT® KOTE 0mOGTOCN
ton pe 1o mhyog g otpdong. Tavtdypova Evag UMyovicHog Le VOPALALKO Bpayiova
evamoBETel o véa 6TPMOT) 6KOVNG TO OTTOT0 OMAMVETOL UE KATAAANAO UNXOVIGUO TTOV
ovoualetar Powder delivery 1 Power Roller. H dwadikacio cvveyiletar émg 6tov

dnuovpynei o avtikeipevo [15,16].

Heated
sealed Scanning system =" A\ ........ 4 Laser
chamber i

Roller Part Excess powder
. take-up

Excess powder Powder Fabrication Powder
take-up supply bed powder bed supply bed

R I L L T T T T T T -

Eixéva T: Aigraln Selective Laser Sintering [16]



A@ob oAokANpmOEeL 1 dlad1Kacio EKTOTWONG ToTodeTeiton £101KOC 00A0G TAV® 0o TNV
TAOTQOPUO. EKTOTMOONG. XTI GLVEYELD 1 TAATPOPUO UETOKIVEITOL TPOS TO TAV® KOl
vepilet 1o BOLo pe ) okdvn péoa oty omoia VIAPYEL TO TEAMKO avtikeipevo. O BOAog
agapeital, tomobeteitor e mAyKo epyaciog Kot kKabapileTor pe TEMESUEVO aépa Kot
amAd epyoareio (TvELO) Yo VoL TPOKOWYEL TO EKTVTTOUEVO avTikeipevo. H okdvn elval
AVOKVKAMOUN Kot ypnowonoteital ova. Eav n apaipeon tg okdvng dev yivel og

€101K0 BOA0 TOTE OmanteiTon 1 YPON TPOSTUTEVTIKNG LACKOC.

INUOVTIKO TAEOVEKTNUO 1TNG OLYKEKPIUEVNG TEXVOAOYiOG €lvar m un  avaykn
VTOGTNPIKTIKOV DAMKOV KaOdg 1 okOvny mov dev ypnoluonoteitol otabepomotel 1o

YHEVO VAKS oty emBounty 6€om.

H extdmwon pe teyvoroyio SLS elvar apketd guéhktn kot pmopel vo dnpiovpynocet
wpoiovta pe oOVOeTEC YemuUeTpleg KOl AEMTOUEPELEG, EVAD TO TEMKO TPOiOV givor
ooumayég He WOAD koA empdveln Ko axpifewn. 'evikd m extdmoon SSL
YpPNoonoleitor yioo v toyeio dnpovpyia mpototdmwv, T OMpovpyio MKPOV
HolKaV oelp®v mopaymyns (avaroya to péyedog Kat Tic SLVOTOTNTEG TOV EKAGTOTE

EKTLUTIMTN), OLAPOPOV EPYOAEIDV, AEPAYDYDV K.OL.

Opiopéva omd To, VMKAE Tov xpnoonotovvtat € okdvn givar ta e&ng: Polyamide 12
(PA12), Polyamide 11 (PA11), Aluminum-filled nylon (Alumide), Glass-filled nylon
(PA-GF) kau Carbon-Fiber filled nylon (PA-FR).

2.4 Direct metal laser sintering (DMLS)

H teyvoloyio DMLS ovopaletar "Apeon mupocvoocmpudtoon pe Aélep HETOAA®V" Kot
éxel mopdpoe Aertovpyion pe v SLS pe 1t dwgpopd 6tL ypnoyomolel okdvn
petaAlMkov vAKOV. Ta avtikeipeva mov dnpovpyovviot ivat oTifoapd e TOAD KOAES
UNYovIKES 1010TNTES. Op1opéva amd To VAKG TOV YPNGIULOTOI0VVTAL GE GKOVI £lval Ta
e&nc: Aluminum (AISilOMg), Stainless Steel (316L), Titanium (Ti6AI4V). Inconel
718, Maraging Steel ka1 Cobalt Chrome.

Agdopévov 0Tt 1 péBodog €xel peydAn axpifelo ko evomobétel eEopetikd AemTEG
OTPMOELS EKTOTMOONG, N OKOVN TPEMEL va lval TEAELD SOUOPPOUEVN CE HOPON
oQalp®V, KaOMOG KAOe 6TpMON EKTOTMONG TPENEL VO, el akpIPdC T0 1010 Vyog (ue

axpipfeto um). Ko otig 6o teyvoroyieg (SLS ko DMLS) amarteiton peydin mpocoyn
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KaTd T0 oYedopHd Tov ynoerokod CAD poviélov dGTE Vo VTOAOYICTOVV CMGTA Ol
TEMKEG OL0OTAGELS AAUPAVOVTOG LITOYV TN GLPPIKVMOT Tov Ba TpokAnOel 6To TEAMKO

TPotov Adym ™¢ t™ENG - WHENS Tov VAIKOV (TO0 TOC0GTO GUPPIKVMCTG GLVNOMG

AVOPEPETOL OO TOV KOTOOKELOGTN).

\
\

=" ]

Eixéva 8: Aidraén Direct Metal Laser Sintering, I1nys;:https://i.materialise.com/blog/direct-metal-laser-

sintering-dml

2.5 Selective laser melting (SLM)

H teyvoroyio SLM 1 "Emkextikn ™é&n pe Aélep” apopd oty ektHnmon HeTdAL®Y
Kot €YEL ELPOVIOTEL GTOV TOUEN TNG TPLOIUCTOUTNG EKTOTOONG TO. TEAEVLTOO YPOVIAL.
Eivon oyedov mapopowa pe v teyvoroyio DMLS kar n x0pa dtapopd givar 6t 611
SLM n 6k6évn Tov HETAAAOL TVPOCVGCMUATOVETOL Kol THKETAL TOVTOYPOVA, EVHD GTN|
DMLS povo mvpocvocopatmvetat. Opiopéva amd To VAKG ToL YPTCLULOTO00VTAL GE
okovn givon ta e€ng: Stainless Steel, Titanium, Aluminum, Cobalt Chrome kot Steel. H
SLM ypnoyomotel éva Aélep yio va MOGEL Kot VO GUVTNEEL EMAEKTIKA TN LETOAAIKY)
okOVN 6€ 0TEPED avTIKEILEVO akoAoLOdVTAG Eva cuykekpuévo 2D mpoeid (Ewova §).
2 ovvéyewa N Tpdmelo eKTHTMONG LETUKIVEITOL TPOG TOL KAT®, VO VEO AETTO GTPAOLOL

okovng tomobeteiton kot emavoropfavetor ) dadikacio [19].
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Laser Beam

Un-melted Powder Bed
Powder Depositor

Pre-fabricated Layers

/' ﬂ T:t>le

Fabricated Component

Eixéva 9: Aidraén Selective Laser Melting [19]

2.6 Electronic beam melting (EBM)

H teyvoroyio EBM 7 "TH&n deocpdv miektpoviov" avikel 6TV OKOYEVELD TOV
teyvoroywdv Powder bed fusion poli pe v SLM kar DMSL kot ypnoiponotei okovn
petdAlov M omoio TNKETOL OO o €O MAEKTPOVIOV LYMANG EVEPYELDS OV

Kabodnyeiton and éva poryvntikd medio [20].

-— — Electron qun setup

|__ Electron radiation

—

Heat insulating
casing
Ultra low .
pressure
system
Powder Powder
supply supply
Fabricated_| Powderbed
part
Base plate—] 3

Eixéva 10: Aiéraén Electronic Beam Melting [21]
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H wopa dwpopd avapeca otig teyvoroyiecc EBM xou DMSL elvar n taydtto
EKTUTMONG Kol 1 peTemeEepyacio Tov ekTvTOUEVOL avtikelpwévov. H EBM elvan
TOYVTEPN KOl XPNCUOTOLEITAL GTNV GEPOVOVTNYIKT, GTNV AEPOIIAGTNILIKY, KOl TNV
avtokivnrofopunyovia. Amottel €101KE EKTOOEVUEVO TPOCOTIKO KOONDS TO TEMKO
avtikeipevo ovvnbme omattel teMKO Qwipiopo pe okomd vo onuovpyndel Aeia
emdaveln. To amotélecpa mpv v teMKn enelepyocioo PEPEL TAPOUOLN TOLOTNTO
empavelog pe ™ puébodo g yvtevong. Emiong n dwdikacio mpoyuatonoeital o

OdAapo KeEVOD Y10 TPOOTUGIO TOL LETAAAOV ad TNV 0EEIOWOT).

2.7 Fused deposition modeling (FDM) — Fused filament fabrication (FFF)

H 1teyvoroyic. FDM/FFF 71 "Evamdbeon ocvvinypévov vikod / Kataokevn
CUVTNYHEVOL VALOTOG €lval 1) TTO S10OESOUEVT TEXVOAOYIO TPOGOETIKNG KATAGKEVLNC
Kot etvan emiong avt mov Ba ypnoomonbel yo TV exTHNOON TOV SOKIUI®V NG

OMA®UATIKNG EpYOciog.

O extvnotc FDM dwbétet pio 1 000 kearéc 1| akpo@Hoia, Ekyvong vAkov (nozzles)
nmov Beppaivouv to VAKO € cuvykekpluévny Beppokpacio, Kot To tomobetodv oe
dadoykéc oTpmoel; Tave oty empdveln ektvmmwong (build plate) éwg o6tov
dnuovpyndei to embountd amotérecpo (Ewova 10). To oavardoya vAKE Tnhg
EKTOTOONG ivorl € popen VILOTog Kot suviBwg Todlvpepn vAka onwg PLA, PC, ABS,
Nylon, oAAé ko ToAvpepn VAKG evioyvuéva pe tveg avOpaio 1 yooltov. Tt devtepn
KEQPAAN TomobeTeiTON TO VTOGTNPIKTIKO VAKO TO omoio mpémet va eivar cvpPatd pe to
KOp10 VAKO ektOmmong. Ot keparég cuviBmg £xovv TN duvaTOTNTA LETAKIVIIONG GTOV
a&ova X kot Y. Q261000 vIépyovy EKTUIMTEG OTTOV 1) KEQOAT Kiveital o€ pio emmAéov

katevBuvon, otov dEova Z, Kavovtag ypnomn tov tplosovikoh cuothuatog XYZ.

Ot gvtoAég yuo v xivnon tov Kepaidv Kabopilovial 610 AOYIGUKO TOV EKTLTMOTY,
070 0ol 0 ¥PNOTNG £XEL TN dvvaTOTNTA ENeEepyaciog oxeddV KAOE TaPAUETPOL TNG
EKTUTMONG, OO TO TAYOC OTPOONG £mC TN Beprokpacias TOL AKPOPVGIOL KOl TOV
yoalov mupaktOoens oto build plate. Axdupo opiouéve Aoyiopkd divovv 1T
dUVOTOTNTO GTOV YPNOTN VO SIUOPPDCEL TO PEYEDOC TOV AVTIKEWEVOL TTAve® oTo built
plate, 6nmg emiong va tomoeTGEVTPOGOUVATOMGEL OTMOG EMOVUEL TO AVTIKEILEVO TOV

TPOKELTOL VO, EKTUTTMOOEL.
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A&iler va onuelnbei tog o1 extvnmtéc FDM éxovv ) dvvatdtnta TpomTonoinong tov
eomteptkol yepiopatog tov avtikeuévov (infill) mov mpdkertan va extvnwbei. Ot
Baowég puBuioel eivar  mokvotra (o€ 1060610 TG ekatd %) Kot To potifo dniadn
0 TpOmog evamdBeong Tov VAKOV. ['evikd 1 avEnom g TLKVOTNTOS EXEL WG ETOKOAOVOO
TNV KOADTEPN OVTOYN TOL OVTIKEWEVOL OAAA UEYOADTEPO YPOVO eKTOTT®ONG. [
napdderyua n emhoyn infill 100% pe okomd vo dnmuovpynBel éva cvumoyég
avtikeipevo omattel SIMAGG10 Xpovo ekTOIMONG o€ oxéon pe v ektommwon pe infill
50%. Avagopikd pe to £mTEPIKO TEPIPANUO TOL OVTIKELLEVOL TO TPOYPOLLLLOL EXEL OC
TPOETIAOYN TNV &VamoOBecn TOALDY OTPOGE®MV EVOUEVOV UETAED TOLG Yo TN

dnuovpyia evog cvumayovg totyiov (shell) [22,23].

‘Eva axopa yapakmpiotikd g ektonwong FDM givon 1 xprion vrootnpiktikon vAkon
(support) katd ™v exktomwon. Kobbg n ovykekpipuévn pébodoc dev umopei va
EKTUTTADGEL GTOV 0£PO OAAL HOVO TOV® GE O LVITAPYOVGO GTPMOGCT, TO AOYIGHUKO
evamoBETEL VTOGTNPIKTIKO VAKO GE EMPAVELEG [LE YOVIEG OTNPIENS LKpITEPES T™V 45
potpmv [24,25]. O ypnotg umopei vo. aAAGEEL AT TV TPOETIAOYT TOL AOYIGUIKOD
OAAG M un vopEn support umopel vor emMEEPEL KAAT TOOTNTO ETLPAVELOG 1 AKOLLOL KO

actoyio TNG EKTOTOONG.

H evamdBeomn tov vAoh 6€ oTpdCELS AmoTEAEL [iol EDKOAN KOl Ypryopn dtodtkacio
KOTOGKELNG, WGTOGO TTAPOVCIALEL OPIGUEVA TPOPANLATO GYETIKA LE TNV EVMOOT] TOV
oTp®oeV petalh tovg Katd ™ otepeonoinon. Otav to tyuévo vipa tomobeteitan
TV oIV TPONYOVUEVN OTP®OON, N Bepupokpacio Kot 1 mieon mov aokeitor T
GLYKEKPLULEV YPOVIKY| GTIYUN avayKAleL T TponyodUeVn oTpdon va Tokel Eova e
amoTéAEG L0 VAL YivEL I TPOooKkOAANom. Avti 1 Teyvikn ovoudletan layer adhesion kot o
YPNOTNG WITOPEl Vo EMAEEEL TIG OYETIKEG TOPAUETPOVS GTO AOYIGHIKO. QoTOG0 ExEl
noapotnpnBel 6Tt edv emheyOei oo medium 7 coarse mToldTnTo, EKTOTOONG, 1| €4V dev
EMAEYOVV Ol KOTOAANAEG Topduetpol Oeppokpaciog M TOYLTNTOS EKTVTMOONG, M
eEMTEPIKT EMPAVELN TOV EKTUTOUEVOV OVTIKEILEVOL UITOPEL Vo unv ivon Aeion oAAGL vau
Qaivovtal ol d1apopeg oTpOcelc. [a ) Bertioon g emPavelag 0 YpNoTNG UTopel va
YPNOWOTOmoel  Kamoww péBodo  petemeEepyociag, OM®MG TEPUITEP®  BepLuKkn

emeEepyacia TG EMPAVELNG, TPIYLLO LE VOAOYOPTO, ACTAP®UN Kot BAWYILO K.O.
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Eixéva 10: Awdraén Fused Deposition Modeling [24]
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Kedahato 3: Zxedlaopog yla Tpltodlaotatn EkTunwon

3.1 3D oxeblaopoc SoKIwY yla TIELPAUATIKEG OOKLUEG

Ot TepopoTIKES OOKIUOGIEC Ol 0oleg LEAETHONKOV OTN OITAMUOTIKY EPYACIH Y10 TOL
exTunOpéVa dokipa glvarl 1 dokocioo 68 EPEAKLGHO, N SOKILOGTO G KAy TPLOV
onueimv, n dokocio oe kpovon kot M dokipacio oe egpmuopd. Emiong €ywve
TEPALATIKOG TPOGOIOPICUOG TG OKANPATNTOS KO TNG TUKVOTNTOS TWV EKTUTMOUEVOV

doKiiwv.

O oyedoopog Tov dokyimv €ytve pe BAon TIC OTOLTOVUEVES OlOGTAGELS Y10, TOV
TEPAUATIKO TPOGIIOPICUO QUOIKOV KOl UNYAVIKOV WOI0TATOV TOADUEPDOV VAIKOV
oOupova pe ta tpotuma katd ASTM kot ISO: dokyacio og epedkvoopd - tensile test
(ASTM D638), dokipacio og kapyn tpudv onpeiov -three point bending test (ASTM
D790), doxipacio og kpovon — impact test (ISO 180:2019) ko dokipacio oe epruoud

— creep test.

O 1podldotaTog oxedlacog TV doKiimv €ytve pe Paon TG SoTACES 7OV
AVOPEPOLYV TOL TPOTLTOL Y10, TOV TELPOUATIKO TPOGOOPIGUE TV PLGIKDV KOl LY OVIKOV
1010TNTOV TOAVUEPDV VAIKOV HECH TOV TOPATAVED SOKIUACIOV. [0 T0 oyedacud tov
dokipiwv ypnopwomomdnke 10 oyedootikd mpoypappo Fusion 360 tng Autodesk,
Aappavovtag veoyn v avaeopd tg Ultimaker [26] 61t cvopfotd mpoypdpupota
oyedioong eivar to. SolidWorks, Siemens NX, Autodesk Inventor, Autodesk Fusion,

K.0.
Ot Baoikég evToAEg Yo TO oYedOGHO elval ot €ENG:

New Sketch: I'a to oyediacud tov 2D mpo@ik tov dokiiov
Line: ywo t xapaén evbeiov ypopumv.

Center Diameter Circle: ywo ) dnuovpyio kOkA®v / ondv.

Tangent Arc: yio ™ oyediaon yovidv/ToEwmv.

Sketch Dimension: yio tn 1.6 TAGIOAOYNO).

o ok~ wnE

Extrude: yw v empunkuvvon tov oyediov otnv Tpitn SdoTOo KoL TN
petatpony tov and 2D og 3D divovtag 10 Tdyog Tov doKIHiov.

7. Export og STL File (*.stl) : yio v e€aymyn tov dokiuiov oe popen STL mov

katavoei To Aoytouko Ultimaker Cura tov extvnot.
16



>1ic Ewoveg 11-14 anewcovilovtat ot 016TAGELS TOV OOKI®OV EQEAKVGLOV, KALYTG,
epmucopob kat kpovong. To mhyog ektvmmong Yo dAa ta dokipe Kabopiotnke o€ 3

mm.

\ (15.00)

(20.00) (30.00)

(100.00)

T ovd)

Ewcova 11: doxiuio epervoiod

(20.00)

(160.00)

Ewcova 12: Aoxiuio kéuwng picpv onueiov
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(©6.00)

(R3.611)

(oo'GL)

(15.00) (18.00)

(15.00)

(55.00)

Ewcova 13: Aoxiuio eproouod

(90.0°)

(25.50) {|2 00) (25.50)

(10.00)

(55.00)

Ewcova 14: Aoxiuio kpodong




3.2 KabBoplopog Twv UALKWY EKTUTIWONC

Ta moAvpepn LVAKE amoTeAOVV [0 OHAd0 VAMK®V TOV OmoTeEAOLVTOL omd poplo
emavorapPoavopevo LETald TOVE 68 VITOOUAdES 0 PHEYAAO aplOId aALG Kol pe PEYEAO
péyefog. IIpoxetTar yio opyavikég EVAOCELS TTOL dEV TEPIEXOVY GTOLYEl, OTWS TO dl®TO,

10 mopitio kat to o&vyovo [27].
Ta moAvpepr) VAMKA dlokpivovTal Ge:

e [loAvuepn mpocONKNG
e [loAvpepn copmTOKVOONG
e BuomoAvpuepn

o XuvlheTikd Kot TEXVNTA

O)o ta €idn ToAvpep®V dlakpivovtal o OepUoCTATIKA, TO OTTOi0. GKANPOIVOLV LE TNV
avEnon g Beproxpaciog Kot Ogv EMOVEPYOVTOL GTNV TPONYOVLEVT KATAGTAGT] TOVGS
otav yoyxBodv kot oe OeppomAocTikd To Omoio THKOVTOL HE TNV OOENCT NG
Oepurokpaciog Kot Propovy vo pop@omoindodv pe v KatdAAnAn eneéepyacia, m.y.

migon.

21 ovvéyela meptypapovtor ta tpia moivpepn vakd PLA, PC kon PAHT-CF15, ta
omoia Ba ypnoyoromnBodv Mg VAT Y10 TV EKTOTOOCT) TOV SOKILMV LLE T1) TEXVOAOYIN

FFF kot ™ die€oyoyn TV TEPARATIKOV dOKIUADV.

3.2.1 Polylactic acid (PLA)

To Polylactic Acid (PLA) 1 moAvyahaktikd o&d eivorl éva. povouepég OeppromAactiko
VAKO, Wwitepa YVOOTO OTNV TPGOACTAT EKTUTMOT. Agv mpoépyetor omd TO
TETPELOLO OAAG ATO AVOVEDGIUES OPYAVIKEG TNYEG, OTME GupvAio apafooitov (corn
starch), Coyapoxdiapo (sugar cane), k.a. [28]. H mapaymyn tov givor apketd e0KoAn
kaBmg axolovbel TG YvooTéC 6TO0 Plropmnyovikd Touén OldIKOGIES TOPOY®OYNG
TETPOYNUIK®OV TAacTIKOV. [Ipdcearta €xel emtevyBel  mapaywyn vnudtov oand PLA
EVIGYVUEVOV LE LETOAMKA VAIKA, OT®G urpovtlo, opelyaiko, idnpo kat ydAvpa, dote

va evioyvovv ot punyavikég 1610tteg [29].
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To PLA Filament tg Ultimaker mov 6o ypnoyomombei yio TIg EKTVTOCES TMV

dokipiov mapovotdlel Tig mopoakatm 1d10tnteg [30]:
e Avtoyn oe epgikvcud: 45,6 MPa

e Avtoyy og kpovon: 5,1 ki/m?

e XiAnpotnta: 83 (Shore D)

e  Oeppokpacio ™éng: >145 °C

EmmAéov givon ebkoAo Ko ypryopo Katd TNV EKTOTMOT Ko ONUtovpyel Ko Toldtnta
EMPAVELNG LE YEOUETPIKT AETTOUEPELD Ko yopaKTnpiletar amd vynAn dvokapyio
otov gpehkvopo (Tensile stiffness). To ocvykekpyévo VAKSO givar cvufotd pe To

VO0TOJAVTO VITOGTNPIKTIKO VAKO PVA (Polyvinyl alcohol).

3.2.2 Polycarbonate (PC)

To Polycarbonate (PC) 1} moAvkapPovikd oD givar Eva Oegppomhactikd vAKO T0 0010
yopokmnpileTor amd VYNAN avioyn o€ KPovoT, LYMAN avtoyy o€ Beppokpocio kot
avtoyn o€ ewtid. To PC anoppoed vypacio (Nygroscopic) pe amotéheopo S10YKOVETOL
o€ mepiPdAdlovta e VYNAN vypacia, Kot 1 amodnKeVoT Tov TPEmEL va Yivetan g Enpo

nepIfardov 1 og agpooteyég ympo [31].

To PC Filament g Ultimaker mov 0o ypnoiporom0ei yio tig eKTUTMOGELS TOV doKIimVY

Tapovctdlet T TapoakaTm Wiotnteg [32]:
e Avtoyn o gpeikvcud: 53,7 MPa
e Avioyy ot kpovon: 14,8 kl/m?
o XxAnpotnrta: 80 (Shore D)

e Ogpuokpacio Eng: 250-270°C

3.2.3 PAHF-CF15

To PAHF-CF15 (High Temperature Polyamide Carbon fiber) eivar moAvopidio
(vévrov) evioyvuévo pe iveg dvBpokoa oe moocootd 15% kar yapoxtnpiletor amnd

BeAtiwpéveg pnyovikég 1d10tres, avtoyn o€ Oeprokpacies émg 150 °C, kabmg kot KoAn
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otafepotnta otic daotdoelg (dimensional stability) xatd v extomwon [33]. To
OLYKEKPIUEVO DAIKO ivar cupfato e TO VOUTOONAVTO GUUTOAVUEPES BOVTOVOIIOANG-
Brvodikng aAkoding ¢ vmootnpiktikd vAkd (BVOH, Butenediol vinyl alcohol
copolymer).

To PAHF_CF15 Filament tng etaipiog BASF mov 6o ypnoipomombei yuo Tig

EKTVTIMOELS TV SOKIUI®V Topovctdlel Tig Tapakdtom 1010tnteg [34]:
e Avtoyn oe gpehkvopd: 103,2 MPa
e  Métpo kdpyng: 8258 MPa
e Avrtoyn o kpovon: 16,4 ki/m?

e Ogpuokpacio Eng: 260-280 °C

3.3 [lpoocouoiwon ektumwonc e to Aoylouko Ultimaker Cura

o v ektdomoon tev Sokiiov YPNCILOTOMONKE 0 TPIGIACTATOS EKTLVTOTNG
Ultimaker S5 tov Epyaotmpiov Epyakeiopnyovov tov Tunuatog Noavmnyov
Mnyovikov. H etarpio ‘Ultimaker Original® dnuovpyndnke 1o 2011 and tov Martijin
Elseman, Erik de Bruijin xou Siert Wijnia kot éktote €yel peydlo pepidio ayopdg
TPLEOLICTATOV EKTVTIOTMOV Kol avolmcinmy vAkdv. To Aoyiopko Ultimaker Cura mov
éxet avamto&er n Ultimaker Original eivar dwféoipo dwpedv péowm g emionung
1otoceMdag g eToupiog kot Asrtovpyei o Windows 64 bit, MacOS 64 bit, Linux 64
bit xou Linux-Modern 64bit.

H ypnion tov Aoyiopkol givar €0KoAN Kot OAn Yo, ToV ¥P1OTH Kol 1] EI50YMYN TOV
YNOWKOV LOVTEA®V oV oyedtdotnkay oto AutoDesk Fusion 360 propei va yivel gite
EMAEYOVTOC TO PAKEAO aploTepd oTo pevoY, gite pue Drag-and-Drop tov apyeiov oto
YOPO EKTOHT®OMNG TOV AoyiokoV. Emonuaiveron 6tL to apyeia mpénel va givol og

wopef STL, OBJ, X3D, 3MF, BMP, GIF, JPG, 1| PNG.

211 GuVEXELD 0 YPNOTNG TOTOBETEL KOl TPOGAVATOALEL KATAAANAQ TO OVTIKEILEVO GTNV
tpamela eKTOTMONG Kot KoBopilel TIC TapopéTpoug TG eKTVT®MONG (VAKE, VYOG
oTpOONG, TAY0G TOyMUOTOS, Oepuokpaciec vAkodv, k.Amw). H £ékdoon mov

¥pNoonomdnke yio TNy ektvnwon tov dokipimv ivar ) Ultimaker Cura 4.12.1.

Ymv Ewova 15 anekovilovtan ta kuptotepa LEVOV/GTOYELN TOV AOYIGUIKOV:
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Ewoviowo Files yio v emioyn Kot elcaymyr Tov/tov apyeiov/mv.
Emiloyn Tov povtélov tov Tp1odideTtoTon EKTUTMTY.

Emiloyn vAikov No.1 kot kepaing No.1.

Emoyn vAikov No.2 kot kepaing No.2.

Koptéha mopapétpov EKTOTOONC.

KaBopiopoc mopapétpov ektHmmong.

[Ipoemokomnon ¢ dadikaciog ekTOTmong (Tpocopoimon).

MeTddoom EKTOTMONG LEGO TG KAUEPOS TOV EKTLITMOTN (av StabETEL).

© o N o g Bk~ w DN PE

Tpaméll ektOmwong.

Ultimaker Cura

U L A

™) (@) 3) (a) ()

Ultimaker

e@oBo

Exove 15: Ultimaker Cura

H dwodikacio mov akoAovBel o ypriotng amotedeital amd Ta TapakdTo Priporto:

Brua 1. Ewoayoyn tov/tov apyeiov/owv STL mpog ektommon.
Brua 2.  Emoyn evig ek tov dokyimy.

Brua 3. IIpogtouacio tov dokipiov L TIg TopaKiIT® EVIOAES:
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& | ()

1. Metaxivnon

(2)
2 2. Khiipoka.
2 8 3 IlepioTpogn).
bd (4) 4. AvTIKOTOTTPIGHOC.
5. Emmpdobeteg pubuiceic.
aw O ; : ;
6. PvBpicet vrooPIKTIKOD VAIKOD.
2 (6)

Brua 4.  KoBopiopdg tov kiptov VAIKOL Kol TOV DITOGTNPIKTIKOV (0V LITAPYEL)

Brua 5. KaBopiopdg pubuicemv extdnmong (custom 1 advanced)

Biupa 6. Emloyn Slice yio v Tpocopoi®on Kot ToV 0VTOUNTO DTOAOYIGHO TOV
YPOVOL EKTOHTMONS Kot Tov LAKOD Tov Ba ypelacTel.

Bnua 7. Emhoyn Preview.

Brua 8. IIpoemiokoOmnon g dadtkaciog eKTOTMOoNG Kot EAEYY0G NG Kivnong
™G KEQUANG o€ KABe oTpdon EexwploTd.

Bnua 9.  Emloyn Save to Disc 1} Save to Removable Drive ywa v amoffkevon
TOV apYElOL EKTOTOGNG GE LOPPT] KOTAVONTT OO TOV EKTLTMTN.

Bnua 10. Ovopooia tov apyeiov *.ufp kot petapopd oto USB Stick.
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Kedahato 4: Tplodiaotatn Ektumwon Twv AoKLuiwyv

4.1 Tpwoblaotatog ektunwtnc Ultimaker S5

O extumog elvar teyvoroyiog FFF kot pe yopo extdmmong 330 X 240 x 300 mm «at
uéyotm katavaimon 500 watt. I'evikd givar évog peydiog extornmtig Papovg 21 Kg ko
npénel vo, tonobeteiton o€ otifopd mdyko. Awbétel o 006vn aeng 4,7 inch yio v
eloaymyn TV evtoAwv, po Onpa USB yio v e1caymyn Tov ynelokod HOVIEAOD,
kabmg kot Onpo ethernet kou Wi-Fi oty mepintmon mov o ypnotng embouel va
Aertovpyel TOV EKTLOTY ONO OAMOUAKPLGUEVO Kol Vo emitnpel tn Sadikocio

EKTOTIMONG OO TV EYKATESTNEVT Kapepa pécm tov Aoyopkov Ultimaker Cura.

O extunotg 6100éTEL LITOSOYN dVO KEPUADY YO TNV EVOAAXYY] TNG EKTVTMOONG TOV
KOPLOV KoL EVIGYVTIKOV VAKOV. To yvoi mupdktwong g empdvelag ektdnmong (build
plate) mdveo ot10 omoio dNUIOLVPYOLVTAL Ol SLUBOYIKEC GTPMCELS WTOPEL va. £XEL
Oeppokpacio 20 - 140°C kot Tpémet va divetal LEYAAN TPOGOYN KATA TV APAIPEST) TOV
EKTUTTOUEVOD TTPOIOVTOG, GTE VAL UNV OoKeLTOL Teon 1 va yivetal xprion ayyunpov
gpyoreiov. O ekTLTOTNG L TN XpNomn Bepuikdv arcOnpov gwbonotel Tov ypno eav
N EMPAVELD EKTOTMOONG EIvor ETOLUN 1) aaTEiTO EMTAEOV YPOVOC DOTE VO PTAGEL GTNV
KATAAANAY Beppoxpacio TOcO Yoo TNV ekkivnon g ektimmong 66O Kol yio TNV

aQaipesT TOL VAIKOV.

A&iler va onuelwbel mwg 0T GLYKEKPUEVN GEPE EKTLIIOTMOV O YPNOTNG UITOPEL va
0écel og mavon ) ddikacio ekTHT®ONG PEc® TG 006VN G Kot val T cuveyioEL amd TO
onueio mov otapdnoe otav Eova OMGEL TNV EVIOAT. AvTi 1 Asttovpyia gival apKeTd

xpNon av emBupel vo eAEYEEL TO OVTIKEIEVO KATA TNV EKTOTTOON.

4.2 TpoeTolpacia EKTUTWTH

[Ipv v ewcoymyn t0L YnEwkod o0pYEIOL GTOV EKTLTMTY &lvarl oavaykaio M
TPOETOLOCIOL TOL EKTLIMTH. Apywkd Oo mpémer o yproe vo PePorwbel Ot 01
tomoBetnpéveg kepaieg elval cvuPatéc pe Ta vAkd mov Bo ektvmwOovv. IMa va to
JmoT®oel apkel vo KotefAoel TO KOMAKL TOV KEPOADY KOl VO TOPUTNPYCEL TOV

avaypaeopevo aptfuod (Euova 16a) 1 va to eAéyEet pécm tng 000vng. X cvvéyeto Oa
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TPEMEL VO, TOTOOETNGEL TAL VAIKG TTpOg eKTOTT®MON viuata, - filament oty ticw pepid tov
EKTLTLOTY GTLG OVO VILOJOYES. ZTNV VodoyN A tomobeteital To KVUPLO VAKO Kot otV B
t0 devtepevov VAIKS (Ewova 16B). Me ) Bonbeta tnv 006vng kot tnv evtodn «Load»
(POPTAOVETAL TO VAIKO, avoryvopileTot amd ToV EKTUTMTY], KO EAKETOL LEYPL TV KEPUAT,
N omoia ot ovvéyew Beppoiveror oty KatdAAnAn Oeppokpocios Kol TO LAIKO
EKYVVETAL OO TO OKPOPVGLO LLE TN LOPPN OGS AENTNG KAWGTNG. ZNUOVTIKTY EVEPYELQ
Tov ¥pNotn ot ddikacio eivoar vo ddoel o Aappld ®Onon oto viua £€o¢ To
BonOntkd ypavalia Eextvioovv v AEN. Emiong katd v mpdt ékyvon 1 kAo
TPEMEL vaL eThoeL Tepimov ta 20 cm Kot LETA VOL T CTAUOTNGEL, Yo S00 AOYOVG: TPADTOV
v va eAEyEel TNV OROAT por| TG €kyvomng Kot Yo va agaipedodv mbova Koppdtio
VAMKOD TOL £YOVV TAPOUEIVEL HEGO OTNV KEPOAAT (G€ QLT TNV TEPITTOOT ERPavIfeTOL
ouveyég vipo 183iov M S10POPETIKOY ¥PMUATOG avdAoyo pe Ti glxe ekTummOel). Ze
TEPIMTMOON OV O YPNOTNG OEV OTAWATNCEL YEWPOoKivnta TV OAn Swdwaocic, o
EKTLVTTOTAG elvarl pLOUGUEVOG VO GTANOTAEL AVTOUATO HETA amd Eva UIKPO YPOVIKO

dtoTn .

-
-
s
-
-
_ 2

Eixéva 16: (a) Kepaléc CC_0.6 xar BB_0.4 (B) romobétnon viudrwv oty micw uepid

Ye avutd 10 onueio eivar oxkoOmo vo avoeepbel Kot 1 dadiKacior apaipecns Tov
VALOTOG HETA TNV ekTOTTOT. H drodikacio 6Tov cuyKeKpévo eKTUTOTN eival TOAD

amAn Ko yiveton pe v evroAn «Unload» n omoia evepyomotel TNV auTOLOTN EXIGTPOPN
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TOV VAMKOV amd TG KEQUAEG 6TOVG VTOdoYElc A kol B. Xe mepintmwon mov 10 vAko
KOAAM|GEL OVAOTKOVOLUE TNV TAQIV] 0GQAAEW oTO Ypovallo Kol TO apoPOVUE
yewpoxivnta. Télog tomobetode T0 VARO GT) CLOKELOGIO TOL, OKOAOLVOMOVTAG TIg

amopaitnteg dtadikacieg amobnikevong mov opilet o kdbe KATACKEVAGTNC.

‘Exovtoc mpogtoludosl Tov ektunmTn, 0 ypnotng eioayel to USB Stick, evtoniletl 1o
apyeio extdHmmong kol emAéysl TV evtoAn «Starty. O EKTUTOTAG OTNV GLVEYELL
dwPalel to apyeio kKot mapovstaletar otnv 006vn TANPOEOPio GYETIKY LE TO YPOVO
EKTOTOONG, TOL YPOLLAPLL TOV VAIKOV KOl TO TOGOGTO OAOKANpmONG TG eKTOTT®OoNG. O
eKTVTOTNAG Oepuaivel katdAinio to built plate ko 11¢ keaAéc oduPwva pe TIC
TAPOUETPOVG EKTOTTOGNG TOL OpYEIOV Kot EKTEAEL TN OladIKOGIO EAEYYOV EMITEOTNTOG

tov built plate kot v gvbvypappion Tov pe T 600 KEQOAEC.

4.3 Exktunwon doktuiwv PLA

Méow tg mpocopoimon oto Aoywopukd Cura eiye emieyel ©¢ KataAAnAdTEPOG
TPOCAVATOACUOG TV oKV ovtdg mov mapovotdletoar oty Ewova 17. Qg
BéAtioTn TomoBétnon kpibnke avty TOvV OO EKTUTMOGEL GE GTPMOCELS TO TAYOG TMOV
dokipiwv (3mm). T'evikd évog amd TOVG KOVOVEG TG TPLEAIAGTATNG EKTOTMGNG £ival 1)
Tomo0&TNoN TV SOKIUI®V e TETOL0 TPOTO MGTE 1) LIKPOTEPT S1AGTACT VO EKTLTTMOEL
070 VYOC. XTNV TPOTN EKTOTOGON Kpinke okoOmpo vor unv exktummBodv ta dokipua
Kpovong kobmg OpEéPovy 6€ VYOG Omd TO. LIWOAOWMA UE OKOTO TNV OUAAOTEPT

dwadkacio Kot TNV Toutdypovn Tapaiafn Tous.

Eniong ta dokipa tomofemOnkay mapdAiniao pe adE0Vca GEPA 1O TPOG TO UNKOS Yol
Vo, LEL®wBOVV 01 KIVAGELG TNG KEPAANG TOV VITOGTHPIKTIKOD LAKoV Baong (build plate
adhesion type - raft) kot va pewwbei o ypovoc extimmwong (Ewodva 18). To
VIOGTNPIKTIKO Bdong elvarl pio GUUTAYNG GTPADGT) VAIKOV amapaitnTn Yo TNV KaADTEPT
TPOCKOAANGY] apYIKA OAAGL KOl OTOKOAANGT GTO TEAOG TOL OVTIKEWEVOL OO TNV
EMPAVELD EKTOTOONG. ¢ VTOSTNPIKTIKO emAéyOnke 10 PLA dote va pumv vapyet
EVOALAYT] TOV KEPAA®V, Kol KOOMG EMTPETETAL GAV ETAOYN 0O TOV KaTaokevaoth. H

KEQPAAN OV YpnooromOnke nrav n AA 0.4.
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File Edit View Settings Extensions Preferences Help

Ultimaker Cura PREVIEW MONITOR
D U nakinss . iIAtlgjkerEVuePLA :\Ang\:kerswuepm . :—.E (R W— B8 100% I.QI off &, on -

| |
' \

\

‘ |

‘ |

‘ |

' 1

‘ |

‘ |

|

‘ |

{ |

e |

\ Ultimaker |

1

=N \ <
@ 6 hours 7 minutes @ |
@ 56g-7.11m I

Eixovo, 17: ToroOétnon doxiuiowv PLA aro loyiouixé Ultimaker Cura

Ultimaker Cura

[P = Lot oo @ Qon dice

@080 e

Eixoévo 18: TIpooopoiwon diodikaciog extorwang dokiuicwv PLA (raft adhesion type xau last layer)

Ot mapapeTpotl ektvmong mapovotdlovtal otnv Ewova 19. To dyog g otpdong
kaBopiomke og 0.15mm, 1 TokvoTnTa ToL EcOTEPKOD 68 100% e potifo yepicpatog
triangles, kot n Ogppokpacio Tov VAKoOV og 200 °C. H dudpkeia g ektdmmong fTov 6
wpeg Kot 7 Aemtd, evd 1 TocdtnTo ToL VAKoH PLA vroloyiotnke amd 10 Aoyiopuko

Cura og 56 g. Apod oAokAnpdOnke 1 exktOHTOON Kot petwdnke n Oeppokpacio Tov
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YOOMOU TLPOKTOGEMG, £YWVE TPOCEKTIKY] AQOIPEST) TMOV JOKIUI®OV KOl  TOL

VIOGTNPIKTIKOD raft.

Kotd v mpotn exktdnwon mopatnpnnke 6Tt 1 TAPAUETPOS TOL VITOGTNPIKTIKOD
Baong (Build plate adhesion) pe emdoyn Raft eiye mpoemileyuévo peydio apBud
OTPMOEMV YWPIG va. givorl avaykoaio Yo T GLYKEKPIUEVT] EKTOTTOON Kot Bo Empene va
uewwbei yro eEokovounon ypovov. Meydrog aplbudc otpdcewv raft ypnolpomoteitan
ocuvnBm¢ Yo avTikeipevo peyoldTepov VYoLs, dve twv 15mm. Eriong vimpée pia
dvokoria otV a@aipeon tov vrootnpiktikod raft amd ta doxipwa €€ artiog ™G
KOVTIVIAG Tomofétnone tov dokyimv HETaEd TOVC MOV E€lxe MG OMOTEAEGUO TN

dnuovpyia evog eviaiov raft.

2V GuVEYELD EKTVTTAOMNKOY T OOKIHO KPOVOTG KAVOVTOS TIC OmapoitnTeS aAAAYES
ot1g moapapétpovg 6to Aoyopkd Cura (Ewdva 20). H tomoBétmon tov dokipiov
Kpovong mapovcidleror otnv Ewkdva 21, pe cuvoAikod ypdvo ektdommong 1 dpa kot 29

AETTA.
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=% Normal-0.15mm B oo Qof okon o~ @ Frintsetungs

. Profile Normal * v
Print settings

Profile Normal * v 0 @
G @ R Searchs

P Search se = - lity i
- Layer Height @ |015 mm
=, Quality v Walls v
Layer Height @ |o1s mm Wall Thickness 1.0 m
Walls v Wall Line Count 3
Wall Thickness 10 i Horizontal Expansion 0.0 mm
Wall Line Count 3 : Top/Bottom 7
Horizontal Expansion 0.0 mm Top/Bottom Thickness 10 mm
Top/Bottom X Top Thickness 10 e
Top/Bottom Thickness 1.0 mm Top Layers 7
Top Thick 1.0 n
AP IHICREss il Bottom Thickness 10 mm
Top Layers o 3
s S f Bottom Layers 7
Bottom Thickness 1.0 mm =
B 1nfill v
Bottom Layers 4 3
= S £ Infill Density 20.0 %
B il v
Infill Pattern Triangles V.
Infill Density o | 1000 -
@ Material N
Infill Pattern O | Triangles v
v Printing Temperature 2 °C
@ Material Y
Build Plate Temperature Ve °C
Printing Temperature 200.0 °C
) Speed v
Build Plate Temperature @ 60 oC r, p O}
Print Spe 7 J4 r z
(%) speed ® v o 1 To support etvar amd o {610 VAKO
2 T 7 4 r
Print Speed 700 mm’s S 1 0AMG  amattovvTol  SLOPOPETIKES
(-] T I o Enable R e 7.
= Tave TOPAUETPOL EKTOTMONG
Enable Retraction v ZHop Wi
Z Hop When Retracted v & Cooling 5
% Cooling v Enable Print Cooling v
Enable Print Cooling v Fan Speed 100.0
Fan Speed 100.0 % .,Q. Support S/
I.<.>.I Support v Generate Support e
Generate Support @ Iil Build Plate Adhesion v
&J Build Plate Adhesion v Enable Prime Blob
Enable Prime Blob Build Plate Adhesion Type C-7 D Raft .
Build Plate Adhesion Type @ O |raft v Build Plate Adhesion Extruder @ | Extruder 1 o -
Build Plate Adhesion Extruder & | Extruder 1 o - $S Dual Extrusion ¥
S5 Dual Extrusion M Enable Prime Tower @
Enable Prime Tower @

< Recommended
< Recommended

Ewcéva 19: oapéuetpor sxtomwong kipiov viikod PLA (1) ko vrootypuctikod vlikot PLA (2)
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&J Build Plate Adhesion v

Enable Prime Blob

Build Plate Adhesion Type @ O |Ratt v
Build Plate Adhesion Extruder CD Extruder 1 e -
Raft Extra Margin e O |10 mm
Raft Smoothing & |50 mm
Raft Air Gap @ | 025 mm
Raft Top Layers 2 9 |1

Raft Top Layer Thickness @ 015 mm
Raft Top Line Width @ 035 mm
Raft Top Spacing @ 035 mm
Raft Middle Thickness e Y L |02 mm
Raft Middle Line Width @O f |os mm
Raft Middle Spacing @ |07 mm
Raft Base Thickness @ 024 mm
Raft Base Line Width @ 08 mm
Raft Base Line Spacing @ 16 mm
Raft Print Speed @ | 250 mmJs

Eixéva 20: Meiwon apiBuod otpdocwv oty mapdustpo build plate adhesion

Ultimaker Cura RepnE

a@oen D ——

Ewcéva 21: Ilpooopoimaon diodixaciog exktomwong doxiuiwv PLA (raft adhesion type xaz last layer)
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4.4 Extunwon dokiuiwv PC

Ymv ektommwon tov dokipiov PC tomobetOnkav 6Aa ta dokipto (Kou tor dokipa
KPOUVGNG) OTO YOPO EKTVTMOTG KOl GE UEYOADTEPT AMOGTACT| LETAED TOVG LE GKOTO

NV EVKOAOTEPT 0moKOAAN G Tov raft (Ewcova 22).

Ultimaker Cura

pe  Layerview v | Colorscheme LineType v | % Normal-015mm B oo O off v

Ultimaker S5

(@® 6hours 16 minutes ®

® s6g-7.34m

Save to Removable Drive o A

2745 % 160.0X 10:0 ™y

(S )

Ewcéva 22: Ilpooouoiwan diadixacios exktvmwong doxiuicwv PC (raft adhesion type xou last layer)

H xepaln yo 10 vAkd PC mapopéver n 0o pe to PLA, omaaon n AA 0.4. Qg
TopAUETPOL Yo To VAKO PC emdéyovton oyedov ot idieg, aAldalovtag ) Oeppokpacio
oV VAoV og 280 °C, peidvovtag tov apibud orpdoewv oto built pate adhesion raft
kot avédvovrag to infill tov raft (100% amd 20%) yio peyordtepn otipoapotnta (Etkova
23).
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B3 100%

%’E Normal - 0.15mm

Print settings

Profile Normal

-_ Quality

Layer Height 1%
Initial Layer Height C9
Line Width

Wall Line Width

Outer Wall Line Width
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Eixéva 23: Iapduetpor extomwong viikod PC

Q off

0.15
0.27

0.35

035
04
0.35
04

1200

Not overridden
Not overridden
Not overridden
1.2

3

Not overridden

12

®

Not overridden
100.0
12

Triangles

@ Material

Printing Temperature

x Printing Temperature Initial Layer
* v Initial Printing Temperature
Final Printing Temperature
Build Plate Temperature
— Build Plate Temperature Initial Layer
% Standby Temperature
= (%) speed
mm 2 Travel

Cooling

™1 Support

mm
- lil Build Plate Adhesion
o Enable Prime Blob
e Build Plate Adhesion Type e
Build Plate Adhesion Extruder
- Raft Extra Margin @
- Raft Top Layers &
v
7 Raft Top Layer Thickness
mm Raft Top Line Width
Raft Top Spacing
Raft Middle Thickness
m Raft Middle Line Width
: Raft Middle Spacing
s Raft Base Thickness @ O
mm Raft Base Line Width
Raft Base Line Spacing
mm
v
mm
v

0.15

0

mm

32

Ve
Ve

)
@

%
@
&

&
e
f
Ve

%

280.0

280.0

275.0

270.0

110

110

100.0

Raft

Extruder 1

10.0

1

0.15

035

035

0.225

0.7

09

0.2

0.8

1.6

mm

mm

mm

mm

mm

mm

mm

mm

mm



ITapatnpnoeic Kot deDTEPN EKTVTWON

Katd v ektdnmon tov vrootpiktikod Pdong raft mapatnphidnke nog to vAKO dev
elye pon v pepikd devtepdrento Ommwg eaiveror oty Ewkdva 24. To yeyovog ovtod
umropet va mwapoatnpnoel yevikd otoug 3D Printers kot ogeidetor 610 @avopevo méng
TOV DAKODU GTO EGMTEPIKO TNG KEPAANG KVPImG £dv amartovvtot vYnAég Beppokpacies.
O ekturO™C avantiecel v kobopiouévn and tov xpnot Beppokpacio TOGO otV
EMUPAVELD EKTHTOONG OG0 KOl OTIG KEPAAEG TPV Eekiviael 1 OAN dtadikacio, 1 omoia
TPEMEL VAL TOPAUEVEL TODEPT. XE TEPIMTMOT TTOL TapoTPNOEl N opaAn pon M Stakonn
NG PONG CLVIGTATOL 1] AENCT] TS BEPLOKPAGTOG KEPAANG LLLOG KOL VITAPYOVV ATMAELES
MOy Beppokpaciog mepBdriovtog. 26TOG0 TO GLYKEKPLUEVO YEYOVOS dev EMNPEACE
MV eKTOTmON TeV dokiuinv, Kabhg cuvéfn oty extdimmon tov raft kot amotelel

emiong o emPePaioon yio g avaykoudtnTog Tov raft otic extvnmoelc.

Eixovo, 24: Awaxonj ti¢ poig tov viikod PC yia uepixd devtepolenta kotd v extomwon tov raft

Emiong n extdnmwon dev Nrav emtuoynuévn Kabmg £ytve PETAKIVION TOV GTPAOGE®Y GE
oAa ta dokipa (Ewkdva 25). 'Evog mBovog Adyog yia 1 petakivnon ektiunonke 0t
umopet va gtvon m petaxivinon tov tpamellon EKTOTMOONG 1N 1 EKTUTMOGN SOKI®V [
JPOPETIKO VYOG,

TéLOC 1 a@aipest) TOL LTOGTNPIKTIKOV Faft NTov akatdpOHmTY, KHOMS TO VITOGTNPIKTIKO

PC mpookolOnke pe to vAkd PC yia ta dokipia, KOToOAYOVTOC GTO GUUTEPAGA OTL
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npémel va ypnoomomei GAA0 VAKO yio vrooTpikTiKo raft 1 va punv ypnoyomom et

kadorov raft.

Eixovo, 25:Metaxivijon otpmoewmv katd v ektomwon v dokyionv PC

‘Exovtag yvdon tov mopamndve cQOAUATOV Kol SVCKOM®V EKTOTMOONG £YVE IO
de0TEPT EKTOLIOONG MOVO Yl TO, SOKIpOL TG KPOLGNG YwPig T0 vrooTnpikTikd raft

(Ewova 26). H dudpketa extdonmong kabBopiomnke o 1 dpa kot 22 Aemtd.

e UseType

B Qor hor -

Ultimaker

>

Eixéva 26: Tlpooouoiwan sktomwaong doryuiowv kpovong PC ywpig raft

H extdnwon frav enttuync ko 1 amokdAinon and to build pate tov doxipiov kpovong
mpaypotonombnke yopig dvokorio (Ewdva 27). Ot id1eg mapduetpotl pappdstnray
KO Y10, TNV EKTOTOOT TV Vtoroinmv dokiiov (Ewova 28).
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Ewcova 27: Oloxdipwon extomwong dokiuiov kpovon PC ywpic raft

Eixéva 28: Ororxlipwon extomwong dokiuicowv PC ywpic raft

4.5 Extunwon Sokipiwv PAHT CF15

Mo mv ektomoon tov dokipiov and PAHT CF15 éywve apyikd addoyn g KEQOANG
Tov Kupiwg vAKoL and AA 0.4 oe CC 0.6. H kepain CC 0.6 ypnowonoteital yio mo
TpOayEW VAKG Ommg to cvykekpiuévo. H aAlayn g Ke@aing £ywve cOUQOVO LE TIG

odnyiec péom ¢ 000vNG aPng oV SBETEL 0 EKTLTOTAG. L2C VTOGTNPIKTIKO VAIKO
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ypnooromOnke o vAkd BVOH kot n kepody BB 0.4 yio vdatodohvtd vipota
(Ewova 39).

Custom Custom

(0] @ (O] @

Enabled = Enabled ¥

ManTel _ —

Print core CCo6 v

Print core BB 04 v

Eixova 29: Emidoyn twv viikov PAHT CF15 kou BVOH kai v katadiniwv kepoiov

H tomoBémon tov dokipiov ancwoviletar otv Ewova 30. H Bgppoxpacia ya to
vAkd PAHT CF15, to vAiké BVOH «kau to built plate kaBopiotnke otovg 260 °C, 200
°C ko 100 °C avtiotorya. Ot TapdpueTpotl EKTHI®GNS TOV aPopovV 10 VAIKO BVOH 1o

napovctalovtar oty Ewova 31.

Ultimaker S5

(® 6hours 39 minutes

. :caz§s,| @ s6g-7.09m
e®¥0BOo

Ewcova 30: Ilpooopoiwon exktonwong doxiuicv PAHT CF15 ue vrootnpixtixo foaong BVOH
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; Quality v Build Plate Temperature Initial Layer
Layer Height @ 9 |os mm Standby Temperature
Initial Layer Height @ 027 mm (7, Speed
Line Width S |os8 mm
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Wall Line Width 0.58 mm
Outer Wall Line Width 0.58 mm x Coollng
Inner Wall(s) Line Width f. |os8 mm .Q. Support
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Initial L Line Width 130.0
DAL EYER ST Enable Prime Blob
Walls v
Build Plate Adhesion Type
Wall Extruder CD Not overridden W
Outer Wall Extruder (;3 Not overridden V Eimid ot Adnesina L
Inner Wall Extruder @ | Notoverridden V Raft Extra Margin
Wall Thickness 1.74 mm Raft Top Layers
WalliEineounk > Raft Top Layer Thickness
Optimize Wall Printing Order v 2 :
Raft Top Line Width
Horizontal Expansion 0.0 mm
Raft Top Spacing
Top/Bottom v
Top/Bottom Extruder @ | Notoverridden Raft Middle Thickness
Top/Bottom Thickness 0.9 mm Raft Middle Line Width
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Top bayers A |3 Raft Base Thickness
Bottom Thickness 09 mm
Raft Base Line Width
Bottom Layers f. 3
' Raft Base Line Spacing
Monotonic Top/Bottom Order v
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Infill Extruder ¢ | Notoverridden A Experimental
Infill Density 100.0 %
Infill Line Distance 1.74 mm
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Eixéva 31: Iapduetpor extomwong yia o vmootnpiktiko viiko BVOH
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Otav orlokAnpaOnke mn ektOTOON TOPUINPNONKE TOC OTIS EMPAVEIEG OAOV TMV
doxyimv vanpye mepiooia vAkov (Ewodva 32), to omoio wotdco pmopovce va

agatpebel pe €va komidt kat £va Yvordyapto. Emiong ota dokipa W kpovong Kot o€

VYog Ave Twv 3Mm vrnpée LETAKIVION TOV CTPOCE®V Kol KUAT TOOTNTO EKTOTMOONG

(Ewcoveg 33,34).

Ewcova 32: Arotéleoua extomwong doxyicwv PAHT CF15

Eixovo 33: Metaxivion atpdoemv kotd v extonmaon twv dokiuiwv kpovons PAHT CF15
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Ewcova 34: Metaxivion otpdoewv katd v ektonwon twv dokiuiwv kpovons PAHT CF15

211 cuvéreld £yve tol akOUo EKTUTMOT Yo To, dvo dokipa kpovong PAHT CF15, n

omoia NTav emtruynpévn yopic kdmola actoyio (Ewdveg 35, 36, 37).

Ye Oleg TIC eKTLIMGES TOV Jdokiuiov tov vAkov PAHT CF15 mapatnpndnke
«TIEPYEIMOTY LAMKOD OTIC EMPAVEIEG TV doKIpimVy. Extiumonke 0tL avtd pmopei va
oLVEPT elte AOy® ™G YPNYOpPNG HeTakivomg TG KEPOANG peTah Tov dokimv, site
egantiag g vynAng Oeppokpaciog vVAKOD otV KEQOAN, &lte Ady®m ™G Un
gvepyomoinong g mopouétpov retrack 1 omoio tpafdel T VAKO TO® GTNV KEQPAAN

HETA amd KaOe oTpdon.

Ultimake
< UMS5_PAHT CF 15 - KROUSLufp

® 1h23m

— (@ Ultrafuse PAHT CF15 Generic 1 65
% @ Ultrafuse TPU 64D Generico34m

O
[=]
@ Start print

—————

Eiova 35: O8ovy apngs extorwty yia ta doxipia kpovons PAHT CF15
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Ewcova 37: Arotéleoua extomwaons doxyicwv PAHT CF15
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Eniong, n dwdikoocio amokOAANONES TOV VIOGTHPIKTIKOD VAIKOD Bdong amd to built
plate ntov ToAd dvckoln. e to Adyo avtd apapédnie to built plate kot tomobetOnke
oAOKANpo o vepd (Ewdva 38,39). H dudhvon tov BVOH dmpkeoe pio nuépa kot to

EKTUTOUEVE SOKIpLO ETEEEPYACTNKAY LE KOTIOL KOt YOOAOXAPTO Yol TN PeAtioon twv

EMLPAVELDV.

Eixovo 39: Aradikooio didAvong tov BVOH uetd omd puon opa
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4.6 ALAOTACLOAOYLKN) OTABEPOTNTA EKTUTIWHEVWY SOKLUIWY

H d106t0010A0Y1K 6TO0EPOTNTO OVOQEPETAL GTNV IKOVOTITO TOV VAIKOV EKTUTMOONG
va S1atnpodv To PEYENOG TOVG KON Kot KAT® oo TOKIAEG TEPPAALOVTIKEG GLUVOTKEC.
‘Eva dloctactorloyikd otabepd vAkd Bo ektummbel oTIC O100TAGES TOVL £YOLV
Kkabopiotel 610 Yynoeuakd oapyeio stl ko eivon avtéc mov dfdaler o exkTLIOTAG KaL
EKTLUTTAOVOVTOL Pe TNV aKP1P1] Kivnon g ke@oAng. TOGO 10 YempueTpikd oynpa 660 Kot
Ol LETPOVUEVEG SIOCTAGEL TOV EKTVTOUEVOV doKIpimv Ba pénet cuuPadilovv pe to
3D oyéd10 mote v £YOVLHE U0, OMOTEAEGUOTIKY] EKTOTMOON UE OLUCTUGLOAOYIKN

otafepotnra [35].

Q061660 1 S106TAGIOAOYIKY] GTOOEPOTNTA GTO TOAVUEPT VAIKA dev €ivar cuvniOmg
epktn €& autiog g amoppdenong vypaciog oAAd kot g Beppukng dowotoing. O
Babuodc amoppdenong g vypaciag e€aptdtor and tov TOMO TOV TANGTIKOV, TIC
ouvinkeg mepiPdAloviog Omwg OBeppoxpacio kol vypacio, KoOOG Kot TO YpOVO
napopovig oe avutéc. O GLVTEAESTNG YPOUUKNG Oepikng dlaotoAng kabopiler
HETABOAN TOV UNKOVG £VOG VAKOD Ady®m TG avEnong N g pelmong g Beppokpociog.
AOY® ™G YMWKNG TOVG SOUNG, TO TAOCTIKA YEVIKA Topovctdlovy CNUAVTIKE
VYNAOTEPO GLVTEAEGTI YPOULUKNG BEpLKNG SoGTOANG amd ta pétaiia. ' avtd 1o
AOYO M evioyvon TOV TAACTIKOV HE TVEC LETAAALMV HEUDVEL TO GUVTEAECTY| YPOLLIKNG

Bepuknc dootoing [36].

Ytovg Ilivakeg 1-4 katoypdeovior ot UETPOVUEVES TUWEG TOV OlOCTAGE®V TOV
EKTUTOUEVOV SOKI®MV EPEAKVOLOD, KAUYNG, EPTLUGHOD Kol KPOVLoNG. X OAES TIC
TEPUTAOGELS TopOTNPEiTL AHENGN TOL HEYEDOVE TV EKTVTOUEVOV OOKIUIWV Kot OTIG
TPES O0OTACELS (UKOG, TAATOC, TAY0C). AVOQOPKd LE TO UNKOG KOl TO TAGTOG
(extOmoon katd XY), 10 PLA @aivetot va givar to mo otabepo, evd ta PC kot PAHT
CF15 xvpaivovtor ota idwo enimeda. Avagopikd pe to mayog (EKTHTWON GTPOGEMV

katd Z) 1o PC yoapaxtnpileton and kardtepn dtnotactoloyikn otabepdna.
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Hivaxag 1: Aiaotdoels extorwuévav dokipiov epedvouod (oe mm).

Mnkog AdTog ILdrog oto Iéayog
KEVTPO

Yyedwoticég Tyég 100,00 15,00 10,00 3,00

PLA (Aoxipo 1) 100,50 15,17 10,20 3,30

PLA (Aoxipo 2) 100,50 15,17 10,20 3,30

PC (Aokiwo 1) 100,90 16,00 11,24 3,04

PC (Aokiwo 2) 100,70 15,50 10,54 3,04

PAHT_CF15 (Aoxkipo 1) 100,90 15,70 10,70 3,24

PAHT_CF15 (Aoxkipo 2) 100,86 15,65 10,60 3,24
Iivaxag 2: Mootaoels ektomwuévav dokiuiov kduyns (o mm).

Mijkog rdrog Méyog

Yyedrooticég Tiuég 160,00 20,00 3,00

PLA (Aokipo 1) 160,30 20,20 3,30

PLA (Aoxipo 2) 160,30 20,10 3,30

PC (Aokio 1) 160,50 20,70 3,00

PC (Aoxipo 2) 160,50 21,00 3,00

PAHT CF15 (Aoxipo 1) 160,70 20,60 3,24

PAHT CF15 (Aoxipio 2) 160,70 20,60 3,24
Iivaxag 3: Aiaotaoels ektomauévay dokiimv proouod (o€ mm).

Mnkog | IMAarog | ITAdtog 610 | Awwtopn | Aweropn | Ilayog
KévTpo 1" o | 2™ omilg

Tyedraoticég Tiuég 55,00 15,00 6,00 6,00 6,00 3,00
PLA (Aoxio 1) 55,32 15,22 6,24 5,58 5,38 3,40
PLA (Aoxipio 2) 55,40 15,30 6,30 5,40 5,60 3,40
PC (Aoxipo 1) 55,70 15,85 7,00 4,30 5,02 3,20
PC (Aokio 2) 55,40 16,03 7,80 4,56 5,10 3,21
PAHT_CF15 55,88 15,85 6,68 5,18 5,28 3,34
(Aoxipo 1)
PAHT_CF15 55,78 15,75 6,70 5,30 5,10 3,34
(Aoxio 2)

43




Hivaxag 4: Miaotdoels extorouévav dokipiov kpovons (e mm).

“Yyog | IThatog | Mikog E(uBaﬁZ;')v "Yyog Eppadév
mm owaToung owaropng
(@) ®) ) (@) X (B) Kpovong Kkpovong (mm?)
®=P-2 (B) x(®
2xedoTIEG 10,00 10,00 55,00 100,00 8,00 80,00
Twég
PLA (Aoxipo 1) | 10,30 10,30 55,30 106,09 8,30 85,49
PLA (Aokipo 2) | 10,30 10,30 55,30 106,09 8,30 85,49
PC (Aokiwo 1) 10,20 10,40 55,20 106,08 8,20 85,28
PC (Aoxipo 2) 10,20 10,40 55,20 106,08 8,20 85,28
PAHT_CF15 10,20 10,80 55,90 110,16 8,20 88,56
(Aoxipo 1)
PAHT_CF15 10,20 10,80 55,90 110,16 8,20 88,56
(Aoxipto 2)

4.7 TEeVIKA CUUTEPACLATO OXETLKA E TNV EKTUTIWON TwWV SOKLUiwV

Aoppdvoviag vroyy ) Oodwosion TG EKTOTOONG Yo o Tpict VAKE Kabdg To
TPOPAUOTO KOl TO CQAAUOTO 7OV EUQOVIOTNKAV, TPOKVTTOVV TO TOPUKATM

CLUTEPACULOTOL:

1. KaBoc o ovykekpipévog ektvmwtig Ultimaker S5 eivar avoiktdg oto ndve pépog
KOl O YDOPOS EKTOTOONG OV €lval aepocTEYNC, Ol Beplokpacies Tov kepaimv Ba
npénetl va opilovran Alyo peyoddtepeg amd TIg TPOTEWVOUEVES TOV KOTOGKEVOOTY
VMK®V, OCTE VO UNV HEW®VETOL 1] OEPUOKPOGio GTO AKPOPVCIO EKYVONG TOV
VAKOV TO 07oi0 £pyetal o€ eman| pe ) Oeppokpacio tepiBaiiovrog (22 °C).

2. O ypnotg Ba mpémer va emPrénet ) Swdikacio eKTOTOONG Yo TIG TPMTEG
OTPAOGELS TOV LAKOV Yo va BePatmbel 0Tt To VA péet opard. Eniong npémet va
emPAémel OAN TN Odikacior EKTOTMONG OO KOVTA gite HECW TNG KAUEPOS TOV
Ol0BETEL 0 EKTUTTMOTG, MOTE VO SIOKOTTEL EYKOLPOL TV EKTVTOGCT €AV TPOKVYOLV
ONUOVTIKA COAALLOTAL.

3. To vhko Polycarbonate (PC) mpookoAddtor moAd gvkoro AGY® TG LYNANG

Oepuoxpacioc ™MENS Kot Yo avtd TO AGY0 OEV TPEMEL VO YPNOLUOTOIEITOL MG
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VIOOTNPIKTIKO Pdong raft | vroopikTikd yevikd, 0Tov TO KOPLO AVTIKEIUEVO
extummverol omd vAKO PC. To voatodtorivtd PVA pmopei va ypnoyorombet og
EVOAAOKTIKO.

4. Kabdbg mapatnpnonke Hetaxivon TovV 6TPOCEDY KATA TV TOLTOYPOVN EKTUTMOOT)
TOAMGOV SOKIUI®V amd To 0moia Kamol £xovv HeYOADTEPO VYOS amd To VITOAOLTA,
TPOTEIVETOL VO EKTVTTAOVOVTOL OOKIHLOL 1010V VYOVS Ko aplBod GTPdOGE®V (Yl TO
ovykekpuévo 3D printer tov gpyootnpiov).

5. H enefepyasio tov ektumopévov dokpimv sivatl amapaitnn yuo ™ Bedtioon g
TOLOTNTOG EMPAVELNG KAOMG 0EV OMTOKAEIETAL TO EVOEXOUEVO 1 EKTOTMOT| VO £YEL
opopéveg atéretes (Ewkova 40).

6. H dwotactoroyikn otabepdtnta Tov Kébe VAIKOV €opTdTot amd TNV amoppdenon
vypaciog Kot ™ Oeppikn dtootodn. o va emtevyBovv ot axpiPeic dtauotdoelg Tov
oXEOOGLLOV Bl TPETEL 0 YPNOTNG VAL KAVEL OAPOPES OOKIUAGTIKES EKTVTMGELS OTIG
OLYKEKPIUEVES GLVONKES TEPPAAAOVTOG, VO KOTOYpAWEL TIS O0QPOPEG OTIC
JOOTAGEL TOV EKTVTOUEVOV SOKIHMV, KOl 6T GUVEXELN VO KAOOPIGEL TIC CWOTES

JlOOTAGELS GTO YNPLOKO HOVTELD DOTE VO EKTUTTMGEL TO. OVTIKEIEVO PE OGO TO

duvaTov KaAVTEPT akpifeta.

Eixova 40 Eupdvion ateleldv oty exipavelo 1ov 00kiuiov e& aitiag e un OpeANS pong EKyvong vAlkov
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Kedahato 5: MnxavikeG AOKLLEC

2KomOG TG OIMAMUATIKNG epyaciog etval vo LeAeTNOOOV 01 1O10TNTEG TV VAIKDOV TOV
KOTOGKELAGTNKOY € TPIOOAOTOTN €EKTOMMOON Kol VO yivel 1 oOYKPLON TOV
OTOTEAECUATMOV GYETIKGL PE TN CLUTEPLPOPE TOVS GE JAPOPES KATOOTAGELS. XTO
OVYKEKPIUEVO KEQPAANLO TTOPOVCIALOVTAL Ol TEIPAUATIKEG OOKIUES (SOKIUAGIES), TO
TPATLTOL GTOL OTTOi0 PAGIGTNKOY, KO TO ATOTEAEGUATO TV SOKIUDV. Ol TEPAUATIKES
TIWES Yoo k@Be dokipacio ovykpivovtal pHe TIG TWES TOV  AVAYPAPOVIOL OTIS

TPOJYPOUPES TV VAIKADV 0O TOV KATUCKEVOOTH.
Ot mepapotikég doKpacieg mov mpaypatoromOnkay etvoar ot e€nc:

Aoxpocio epeAkuoon
Aoxipacio kapyng
Aoxipacio epruGprov
Aoxipacio kpodong
Métpnon okAnpoTnTOg

[1poGd10pIopdc TuKVOTNTOGC

N o g~ w D E

Mikpoockomikn e&étaon

5.1 Aokipaota epeAkuopol

o ™ dokipocio epehkvopol (tensile test) oe mAactikd vAKE axolovbeitor o
npoétvro ASTM D638 pe titho ‘Standard Test Method for Tensile Properties of
Plastics’.

Ta exktuomopéva dokipa Exovv popen, néyedog kot d1aotdcelg Onwg opilel To TPOHTLTO.
INa ™ doxacio epelikucpov ypnotpomomonkay 2 dokipta and kabe vikd (PLA, PC

kot PAHT CF15).

Apywcd to dokipia torofetohvtor ot pnyovh povoo&ovikol epelkuopol (Ewdva 41)
KOl GLYKPATOOVTOL OTIG 000 olaydves. 1 O1dpKeLD TS OOKILOGING KOTaypa@ETOL M
dvvoun Tov aokeiTol oTa GKpa TOL doKLioL HE TayvTNTO amopudkpvveng 2 mm/min
péypt ™ Bpavon tov dokiiov ce dvo koppdtioe. H dvvaun mov epappodletor oto

doxipo petafdrietar otadtakd puéxpt ™ Opavon tov dokipiov. Emiong xotd
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SlapKEL TNG OOKILOGIOG KOTAYPAPETOL 1| EMUNKLVOT TOL dokipiov. Ot dokipacieg

mpaypotonomOnkav oe cuvOnkeg mepiPaiiovtog pe Beproxpacio 24 °C.

Eixova 41: Airaln doxuaoioc epelkvopot mov ypnoyonononxe.

Ytov Ilivaka 5 mapovstalovtal ot HETPNOELS TOL KATAYPAPN KAV KOT TN dtodikacio
10V TEPApaTog Kot otov Ilivaka 6 ot Tég mov TpoKHITOLY Yo T UEYIOTT TdoN oE
epelkuopd (epelkvotikn téon) kot Ty % mapapdpemon (strain). H empikovon tov
JOKIUIOV HETPIETOL OTO KEVIPIKO TUNLO TOL SOKLUioV TTov yopaktnpiletor g mPEAo
unkog (gauge length) to onoio éyet opiotei katd to oyediaoud og 30 mm. Xtov [Mivaka
2 Otveton emiong M Tdon o€ €PEAKLOUO TOV VAMKOD OM®G OVUYPAPETOL OTIC

TPOOIAYPOUPES OO TOV KATOUGKELOGTY).
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Iivaxog 5: Metproeic doxiuaociog epelkvopod

Ackovpevn Méyot IMAdTog Iayog
ovvaun Frax | emypkvven | doxipiov | doxipiov
(N) Imax (Mm) d (mm) h (mm)

PLA (Aoxkipio 1) 1220 1,13 10,20 3,30
PLA (Aoxio 2) 1400 1,08 10,20 3,30
PC (Aokiwo 1) 2280 2,09 11,24 3,04
PC (Aoxiuo 2) 2260 2,26 10,54 3,04
PAHT_CFlS 2780 1,38 10,70 3,24
(Aoxipio 1)
PAHT_CFLS 2620 136 10,60 3,24
(Aoxipio 2)

H péyiom téon epelkvopot (ultimate tensile stress) vroloyiletor amd TV TOPOKAT®

e&lowon:
outs = F/(d-h)

omov:

ouTs: Méylot téon epelkuopod Ady® g ackoduevng dvvaung (MPa)

F: Ackovpevn dbvaun (N)

d: ITAdtog dokipiov (mm).

h: Tayog doxiiov (Mmm).

Iivakog 6: Tdon eperrvouod kai e1dikn exiunxovon eni 1 %

Méoog ) )
outs (MPa) 6pog T"m““l ours (MPa) Elrﬁlml
A . am(m/)»;cn (tipés smp:}m)vm]
uTs +/- . €
(MPa) KOTOUGKEVUOTI]) °
PLA (Aoxipo 1) 36,2 3,77
38,9 2,7 45,6
PLA (Aoxiwo 2) 41,6 3,60
PC (Aoxipo 1) 66,7 6,97
68,6 1,9 53,7
PC (Aoxiuo 2) 70,5 7,53
PAHT_CF15
(Aokipo 1) 802 4,60
SART CFLE 78,2 2,0 103,2
(AOK{p_to 2) 763 4,53
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[Mapatnpnoeic

2VYKPIVOVTOG T OTOTEAEGILATO Y10 TOL EKTVTOUEVO dokipa Toapatnpeiton 6t to PLA
napovctalel ™ pkpdTEPT avtoy o€ epelkvuopd kat 1o PAHT_CF15 tn peyaAdtepn
avtoyn amd ta tpio VAKA. Emiong yio ta viud PLA kot PC ta extunopéva dokipua
Topovctdlovy  KPOTEPN OavTOYN] O EPEAKLOUO omd vt mov opileTonl oOTIg
TPOOLAYPOPES TOV DAMK®V 0O TOV KATOOKEVOOTY. Avtibeta To ekTum®pUEVO doKipa
tov PAHT_CF15 napovsialovv kaAvtepn avtoyn oe epelkvuopd. H extdnwon dhwov
TV dokipimv €ytve pe Tov 1010 tpdmo (potifo triangle Kot mukvoOTNTA YEUGHATOG oM
pe 100%) cvvenmg ot amokioelg pmopel va o@eihoviot 6TIG TAPAUETPOVS EKTOTMONG,

oT1g OepoKPAGiEg EKTUTMONG TV VAIKAOV 1) Kol 0TI GVVONKES TOV TEPPAAAOVTOC.

Eniong mpémet vo onuewwbei mog n tomikn amodxhon (Standard deviation) g
TEWPAUOTIKNAG TG TNG TAONG Yo, V0 SOKito ToL 1010V LAKOD (KOTOOKEVOOUEVOL LLE
1010 aKxp1PdS TPOTO Kol XPOVO EKTVTMOTG) GE OAES TIC TEPUTTAOCELS Elval KOVTIA GTO 2.
[Mopatmpdvtag ovt TV T 0AAG Kot TV T TS LEYIGTNG SUVOUNG TOL 0oKNONKE
umopovpe va €EAYOVIE CUUTEPAGLOTO YO TNV OVIOYN TOv KAOe Jdokiuiov otn

doKipacio.

Kobnhg mapamnpeitor ondkAion oTig TEPAUATIKEG TWEG TNG TAONG EPEAKVLGLOD TOGO
petalld Tov d10POp®V SOKI®V Yo TO 1010 VAIKO 0G0 Kot HETOED TOV TEPULUTIKMOV
TILOV KO TOV TILAOV TOL KOTAGKEVAOTN, Vot onUavTikd avTég va AapupavovTot vwoyy
KOTAO TNV KOTAGKELT €VOG OVTIKEILEVOL WE TPIGOACTOTN EKTOMOT Kol vo opiletan
névta éva T0G00TO acPaleing PAGEL TOV TEPAUATIKOV OOKIUDV 1) GAA®V O100Ec1LmY

ONUOGIEVUEV®V TEPOUUATIKOV LETPNCEWMV.

5.2 Aoklpaoia kapdpng tplwv onpeiwv

H doxpacio képync tpuov onueiov (three-point bending) sivat éva omd ta facikotepa.
TEPALOTO OVTOYXNG OV YivovTOol Yoo TN HEAETN TNG OVIOYN O KOAUWYM KOl NG
TAPOUOPO®ONG G€ £va PopEa 1 Lo 0KO TNV omoia gvepyohv duvdpelg kABeTeC GTOV

a&ova mc.

To mpdtuTo NG dokiacioc Tov epapudletar eivor to ASTM D790 pe titho «Standard
Test Methods for Flexural Properties of Unreinforced and Reinforced Plastics and
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Electrical Insulating Materials». Ta dokipa mov ektum@ONKay £yovv popen, néyebog

Kol 0100TAGELS OTMG 0pilEL TO TPOTLTO.

e avtd 10 onueio Tpénel va avapepOel TG ot TYES TOV STVOLV 01 KATOCKEVOOTES TOV
VAKOV Yo avtoyn o kauyn (Flexural Strength) kot pétpo ehactikdttag o€ KAy
(Flexural Modulus) akolovBovv to ISO 178.

e Flexural Strength: Eivar n péytotn avtoyn tov vAKoD KoTd Tr doKuacio tng
Kapyne. Yapyet LOVIUN TOPOUOPP®GT 1 0GTOYI0 TOV VAIKOVD.
e Flexural Modulus: Eivoaw to pétpo ehaotikéTnTag € KAWYN, TO 0OmOi0

TpocdlopileTorl amd T HETPOVUEVT] TOPAUOPPMOOCT) GTNV EAAGTIKT TEPLOYY.

H mepapatikn dokipacio e KApyng Tpidv onueiov eivat pio dtadtkacio oty oroio
YPNOLOTOIEITOL EVOG LETPNTNG OTOGTAOTG, Ha oTadepn] Bdon, netapintd Bépn kot to
doxipo oe popon erdopatog (Ewkdva 42). Metd v tomofétnon tov dokipiov oty
otabepn Bdon ot punyovn Kapwng, aokeitar dvvaun Kot PeTplétat To PELOG KAUYNG

ce mm.

Apycd KoToypagETOL TO UINKOG, TO TAATOG Kol TO YOS TOL dOoKIiov Kot Tomobeteiton
CUUUETPIKE 6T UNYovI KAUYNG. 2T GUVEYELD TOTODETEITOL TO PLETPNTIKO OPYUVO £TGL
MOOoTE N apyKn EVOEIEN va eivol LYNATN KoL KOTOYPEPETOL 1) OPYIKT TIUT. ZTNV GUVEXELL
tomofeTovvTon ta Bapn 610 KEVTIpO TOL KABE doKIion, CTAOIKA LLE TNV 1010 GEPA Yo
OAaL ToL SOKIpLa, Kot KATOypAeovToLl ol TIHEG ToL BEAOVG KApyMS. Avt 1 dtodikacio
emovolopBaveton 3 £og S popéc Kot viroroyiletat £vag nécog 6pog yo kébe dokiun. Ot

doxpacieg Tpaypatoromonkay oe cuvinkec mepipdirovoc pe Beppokpacio 33 °C.
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Ewcova 42: Adoxiuacio kauyns tpiodv onueiov oe doxiuio PLA oto epyaotipio g Zyolng Muyoavikwv
11444

H péyiot tadom kapyng (flexural stress) vroroyiletor and tov mapaxdtm tHO:

o= (3-FL)/(2:-b-0?

Omov:

o: péytotn téon kapyng Adyo g aokovuevng dvvaung (MPa)

F: aokoduevn duvaun (N). Yroloyiletar g to Bapog eni v emttdyvvon Papdntag.
L: unkoc 6to cuykekpiuévo onpeio mov aokeitar 1 KAt dvvaun, ico pe 80 mm

b: mhdrog dokyiov (PLA = 20,2 mm, PC = 20,7 mm, PAHT_CF15 = 20,2 mm)

d: mdyog dokipiov (PLA = 3,3 mm, PC = 3,0 mm, PAHT_CF15 = 3,2 mm)
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21 ovvéyela vrrohoyileton n kaumtikn wapapopewo (flexural strain) coupwvo pe v

mopakdTo eéicwon:

e =(6-D-d) / L2

omov:

€ KOUTTIKN Tapapdppmon (adtdototo péyedog)

D: Béhoc kauyng (maximum deflection of the center of the beam) e mm

"o tov vroAoyiopd tov pétpov eraotikotnTag o€ Koy (tangent modulus of elasticity

in bending) ypnowomoteitar n mapakdto e&icmon:
Ep = (L3>m) / (4-b-d®)

omov:
Eg: uétpo ehactikotnrag oe kauyn (MPa)

m: kAion e@amtOpevng o010 apykd €vBOYpaUIO TUARO TNG KOUTOANG @optiov-
napopdpewong (Slope of the tangent to the initial Straight-line portion of the load-

deflection curve) ce N/mm.

O vrohoyioBeioeg Tipég Tov pétpov glacTiKOTNTOS Topovstalovtol otov Ilivaxa 7.
Ytov Ilivaxa 7 olvetar emiong 10 HETPO €AACTIKOTNTOS OMMG OVOYPAPETAL OTIS

TPOOLOLYPOPES OO TOV KATOGKEVOGTY).

Hivoxog T: Tipés uétpov eAaotikOTNTAS 0TH OOKIUATIO KGUWHG TPIOY CHUEIWY

Es (MPa) Es (MPa)
(melpapaTikn) (Twéc KaTaokeLOGTH)
PLA 1953 3150
PC 2111 2310
PAHT_CF15 4985 8258

Hopatnpnoeig
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Yvykpivovtog ta Tpia VAIKA, To PLA eupavilel mapopolo HETPO EANCTIKOTNTAS CE
képyn pe o PC (2,0 xon 2,1 GPa avtictorya), eved 1o PAHT_CF15 éyet peyaidtepo

HETPO ELACTIKOTNTOC.

[Mapatnpeitor exiong 61t ot TipéC mov divovrat and tov kataokevooty (1ISO 178) eivat
LEYOAVTEPEG OO TIG TEPAUATIKA TPOcdoplodeioes TIHEG, W0laitEPU OTNV TEPITTMON
tov PLA. H ekthnmon 6 mv TV dokipimv &yve pe Tov idto tpodmo (potifo triangle ko
TokvoTNTO Yepiopatog ion pe 100%) cvvenmg ot amokAMoelg pmopet va opeilovton oTig
TOPOUETPOVG EKTUTTMONG, OTIG Oeplokpaciec EKTOTMOONG TGOV LAIK®V 1 Kol OTIg
ovvOnkeg tov ePPdrArovtog (emonpaiveror 0Tt 1 OEPLOKPOGIO TOL YMPOV KATA TN

Sokipacio kapymg frav 33 °C).

5.3 Aoklpooio epruopoU

H dokipacio eprucpod (creep test) eivar pia mepapotikn dtodikacio yio T HeAé
NG TAOGTIKNG TOPAUOPPMOCTG KO TNG AVTOYNG EVOG VAIKOD 6TV ThPO0d0 EVOS YPOVIKOD
dloTNHOTOS 68 KaBopiopévn vynAn Beprokpacia, pe TNV epappoyn evog otabepov
Bapovg @optiong. Ot doxkyég epmucpod o€ TAACTIKE VAKE TEPypAQOVIOL GTO
axorovba wpdtuma: ISO 899-1, 1ISO 899-2 kar ASTM D2990. T'a t cuykekpuévn
mepapatiky dtdwacio Bo mpémel to dokipto va PBpiokeTon oe oTabepn Kol LYNAN

Bepurokpacio ko’ 6Ao TO ¥PoViKO SACTNUA TG SOKIUAGTOG.

To dokipio, CLYKEKPIUEVOL GYLOTOG KOt SIOCTAGEWMY, OTMG TEPLYPAPETOL GTA GYETIKA
npdtuma, tortobeteiton otn BEom cuykpdtnong (Ewova 43) ko ocoiyyeton apyikd o ave
COIKTNPOG, GTI CLVEXELD O KATW CPIKTNPOC, AoKMOVTG KABeTN duvaun yio va eivatl 660
10 JVVATOV TTEPIOCOTEPO TEVIOUEVO TO OOKIM10, Kot TEAOG TO TOEILAdL GLYKPATNONG.
21V cuvéyela yivetal omTikog EAeYY0g MGTE 0 Ppayiovog e To otabepd poptio va glvar

oplovTiog 0mwg aiveton otnv Ewova 44.

H dwdwkacio cuveyiler pe v tomoBétmon tov Papovg 6to dxkpo Tov Ppoyiova Kot
KOTOypaeovTog TV T ¢ omdkiiong avd 30 devteporenta. To otabepd Papoc oe

OAeg TIg mepurTdoElg etvon 2.5 Kg.
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Opyavo
pérpnong
ZOIKTNPES
GLYKPATNONG
Tmpien
Bpayiova
Bepuopetpo

Moa&adt

cuYKpaTNONg

Eixéva 84: Teprypopn Tunudzov unyovis 0oKIooiog EpTOOUOD.
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Ta dwypdppoto mov omewovilovv v ovnyUEV ETUNKLVON HE TNV TAPOOO TOL
ypovov (strain-time) ovoudloviar KopmbOAES £PTLGHOD KoL TOPOLGLALOVIOL OTIC

Ewoveg 45-48.

H Oepuokpocioo otov KAEWGTO Y®PO 1TNG HUNYOVIG €pTLcpod  (KA{Bavog) mov
tomofetovvton To dokipa Nrav 44 (= 2) °C yia to PLA, 41 (£3) °C yuwo 1o PC, xan 45
(£2) °C yuo. to PAHT CF15.

H ypovikn dudpketo tng pétpnong rav 60 min yuo to PLA ot to PAHT CF15, kot 90
min yw o PC.Zta dwypdppoata e doKipooiog dtakpivoviol 2 otddio. eprucron
(otad10 I ko otédro II). To wpdto otddro (I) oTo omoio N TayHTNTA EPTLGLOV LEIDOVETOL
pe to xpovo kot to devtepo otdodto (II) oto omoio N TayvLTNTA EpTLGLOL gival cTabepn
pue 1o ypévo. To 1pito otddo (IIl), oto omoio mopatnpeitor emTdyvVon NG

TOPAUOPPMOONG LEXPL TN BpadoT) TOV VAIKOV, dEV KOTAYPAPNKE V1o KOVEVO SOKILUO.

Awaypappa Emipinkuvong - Xpovou
PLA

y = 0.0016x + 0.0941

X
w
=
<
o
=
wv

30 40
TIME (MIN)

Ewcévo 45: Koumdiy epmoouod yia to PLA ue taydtyro spmoouod oto otédio (II) ion pe 16x10* (mm/min)
otovc 44 £ 2 °C.
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Awaypappa Emipakuvong - Xpovou

y = 0.0004x + 0.0794

STRAIN E%
o
o
(e)]

“Bime (ving°

Ewcéva 46: Kourdly epmoouot yia to PC ue toyidtnta epmoouot oto otédio (1) ion ue 4x10™ (mm/min)
otovc 41 £ 3 °C.

Alaypappa Emipakuvong - Xpovou
PAHT_CF15

y = 0.0004x +0.2275

N
w
=
<
o
=
(%]

30 40
TIME (MIN)
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Ewcova 4T: Kourdiy epmoouod yio to PAHT_CF15 ue taybdmyro eprvouot oto otédio (1) ion ue 4x10™
(mm/min) orovg 45 + 2 °C.

KaurtuAec eprivouovu (Stages |, 1)

0.3
0.25 o
PAHT_CF15
0.2

0 ®
(st stage pla/pc]| ] 20 30 40 50 60 70 80 90

| 2st Stage | Time (min)
»

<
< L] »

t_cf15]

Eixovo 48: Zdyrpion kourdlwv epmoouod kot emionuaven twv stage |: ypopuxn weproys (linear region)
xou Stage 1l: {odovy diapporig (yield zone).

Hopatnpnoeig

[Mapanpavrog ta amoteléopota eEdyovtor to akoAovBo cvumepdopato yo

d0oKIaGI0 EPTLGLOV:

1. To PAHT_CF15 mapovcidler T HeEYOADTEPN TOYVTINTO EPTVUGUOV GTO TPDTO
0TAd10, 6T cvvEyeln akorlovdel to PLA kot téhog to PC.

2. To PAHT_CF15 gpoavilel otabepn empniovon pe tn mépodo tov ypodvou Katd to
deVTEPO GTAO10, GE GYEo UE TO BALD 0VO VAIKAL.
To PC mapovcialetl v kaAvtepn avtoy o€ EpTucuo.

4. Kovéva viko yio otabepo eoprtio 2,5 Kg dev Eenépace o de0TEPO 6TAS10. ANrodn
oA 0L VAKE Tapovsiocay HOVIUN KOl GYETIKE oTaOEPT] TOPAUOPP®ST), OAAL dEV

emredyOnke n Opadon evidg TV XPOVIKAOV 0piv NG dOKIUAGTAG.
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5.4 Aokuooia Kpovoncg

H doxuaocio kpovong (impact test) sivar puo mepapotiky dadikacio pETpnong g
deOpavoTOTNTAG EVOS LAKOD, HECH TNG HETPTONG TNS ATTOPPOPOVLEVNG EVEPYELOS OTTO

€vo GO0 6TO 01010 aoKETOL o SOVVOLLT KPOVOTG.

To mpdTvno ¢ dokipaoiog eivor To 1SO 180:2019 pe titho “Plastics — Determination
of 1zod Impact properties”. Ta. dokipto wov eKTLIOONKAY EYOLV HOPPT|, uEyedog Kot
dotdoelg 6mwg opilel to mpodTLTO. XpMoonomdnkay 2 dokipa amd kébe VA
(PLA, PC kot PAHT CF15). H 6gppokpacio Tov meptBAAAOVIOS KOt T SIAPKELDL TNG
doxaciog nrov 23°C.

H doxacio €ywve ot unyavn kpovong tomov Avery — Denison (Ewoéva 49). To
doxipo torobeteiton kébeto otn BE0M cLYKpdTnOoT G Kot otnpileTanl oV po dkpn pe
™V €yKomq vo dglyvel mpog T kotevbuvon mov Ba yiver 1 Kpovorn. X cuvéreln
erevbepavetar o Bpoayiovag amd v vynAoTEPN B€om Kot kateBaiver pe Tayvnta 3,46
mM/S, oG eKKPEUES, Kat TO SOKIHLO dEXETAL 1IoYLPO KTOHTNWA 0td TO BAPog TG oevpac. O
deiktng delyvel 1o £pyo mov amatteiton yio va yiver n Opavon tov dokipiov og Joules (J)

KOl 01 TEPAUOTIKEG TIHES Tapovatalovtat otov [Tivaka 8.
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Eixéva 49: Xvorevij doxuaaiog kpovong kata 120d oto gpyactiipro g Zyoriic Muyyavikdv ITAAA

Hivoxog 8: Tipég HéTpnons amopopovueVns EVEPYEIOS KOTA. TH OOKIUOTIO KPODOHG.

Evépyawa (J)
PLA (Aoxiwo 1) 0,2
PLA (Aoxio 2) 0,2
PC (Aoxipo 1) 1,2
PC (Aoxipo 2) 1,2
PAHT_CF15 (Aoxipo 1) 1,1
PAHT CF15 (Aoxkipo 2) 1,15

Mo va vroloyiotel 1 ducBpavoTdTNTA TOL VAWKOD, dNANOT 1 EVEPYELD OVOL LLOVAOX
EMUPAVELOG OV omotteitan Yo tn Opavomn Tov dokipiov, Bo Tpémet vo SlopEGOVLE TV
EVEPYELD TTOV OITOPPOPATOL OTTO TO OOKILO LLE TO EUPASOV TNG SLOTOUNG TOV GTNV EYKOTN
(BAéme Ilivaxa 4, Kepdhowo 4). T kdbe exktumopévo S0KIHIo ol TPoyHOTIKES
JloTACELG oTN dtaToun petprinkav pe moyvpetpo. tov [ivaka 9 mapovsidlovral o
TEWPOUATIKEG TIUESG SLGHPAVLOTOTNTOS KOl Ol TIEG OMMG  OVOYPAPOVIOL GTIC

TPOIAYPOUPES TOV VAIKADV OO TOV KATOACKELOOTY.
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Iivoxog 9: Yroloyiouog dvabpavototnrog twv dokipicmv

AvoOpavototyta | AveBpavototnTa
Eppadov ot 2 . 2 .
Srartopi (MM?2) (kJ/m?) - Tipég (kJ/m?) - Tipég
TELPUAPOTIKEG KOTOOKELOOTY
PLA (Aoxipio 1) 85,49 2,34 -
PLA (Aokipo 2) 85,49 2,34 ’
PC (Aoxiuo 1) 85,28 14,07 148
PC (Aokipo 2) 85,28 14,07 ’
PAHT_CF15 88.56 12 42
(Aoxipwo 1) ' ' 16,4
PAHT_CF15
(Aoxipiio 2) 88,56 12,99
Hopatnpnoeig

[Mopatnpdvtog ontikd to SoKipio LETA T SOKIUAGIN KPOVONG, LTOPOVLE VO EEAYOVLLE
GUUTEPACLLOTO GYETIKA LE VO CNUAVTIKEG WOLOTNTES TMOV VAIK®OV, TNV OAKILOTNTA Kot
mv yobvpdmra. Otav éva LAIKO givar yobupd dev amoppo@d peydAo TOGOGTO
evépyelag mpv TN Bpavomn evd mopovcslalel PIKPN TANCTIKY TOPAUOPPOOT KATA TN
Opavon tov. H emoedvein Opavong ocvvnboc moapovcstdlel UIKPES YEMUETPIKES
amokAiocels. Avtifeta éva OAKILO DAMKO TOPUUOPODVETOL GNUOVTIKG GTNV TAAGTIKN
nepoyN mpv T Bpavion Kot oty empdvela Bpavong speaviCovral cuviBwg peyaieg

OMOKMGELG KO OtyUNpEG KOPLPEG.

SOUpova e TIG EMPAVEIES Bpavong TV dokimv mov tapovotdlovtatl ot Ewoveg

50-52 daxpivovpe 0tL

1) To PLA givor yaBupd vAko.

2) To PC &ivar yaBupd vikd aArd Arydtepo yabvpd amd to PLA.

3) To PAHT_CF15 eivau éva, apketd OAKo DAIKO kat ep@avilel omokAicels Kot
aLUNPEG KOPLOES OTN emPAveLn Bpadong.

4) To PLA amoppo@detl T LIKPOTEPT EVEPYELL KATA TNV KPOVON).

5) To PC éxet v kaAbtepn ovumeptpopd katd tn dokiuacio kpohong, Kabmg
TopoVCtdlel T HeYoAOTEPT SLGHPALGTOTNTA KOl AVTOYN OTN Kpovom, €ival

YaBupo Kot TaVTOHYPOVA ATOPPOPAEL TEPIGTOTEPT EVEPYELX OO TOL TPIOL VAIKAL.
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Eixova 50: dokiuio PLA uetd ty dokwuacio tg kpodorng.

Ewcova 51: Aoxiuio PC ueta m doxiuooio kpovong.

Ewcova 52: Aoxiuio PAHT CF15 peta ty dokiuacio KpoOons 1e EUQOVEIS OLyunpéS KOPLPES.

Emiong ovykpivovtag Tic mepapotikés Tipég dvohpavotdtrag pe TS TIWES TOV

KOTOGKELOOTH SlOTICTOVOVTOL HKPOTEPN amdKkAlon Yy To PC xon pio peyaAdtepn
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andxion yia ta vVAkd PLA kou PAHT _CF15. H exktdnmwon 6Awv tov dokipiov £ytve
pe Tov 1010 Tpdmo (potifo triangle ko mokvotnta yepiopoatog ion pe 100%) cvvenmg ot
ATOKAICELG LTOpEl VO OQEIAOVTAL GTIG TOPAUETPOVS EKTVTTMONG, OTIG Beppokpacieg
EKTOMOONG TOV DMK®OV 1 KOl 0TI ouvOnkeg tov mepidiiovtog (Beppokpacio Kot

VYpaGia YDOPOV).

5.5 Métpnon okAnpotnTag

H oxdnpotta (hardness) opiletat g n avtiotoon evog vAIKOD oty udviun dieicdvon
eVOC GAAOL oayunpov copatog péoa oe avtd. To Pdbog dieicdvong eaptdton
Kuplog and v oKAnpOTNTO. TOL VAKODV, TN HOPEN TOL JIEIGOLTH KOl TO YPOVO
epappoyng tov eoptiov. I'evikd 660 PabiTepn N dieicdvon 1660 To HOAAKSO TO VAKO.
["a ™ doxpacio skAnpopérpnong akorovdeitor to npodtvmo 1SO 868:2003 pe titho
“Plastics and ebonite — Determination of indentation hardness by means of a durometer
(Shore hardness)”. Xto ovYKeKPWEVO TPOTLUTO AVOPEPOVTIOL Ol OVO  pEBodot
okAnpopétpnong, Shore A kot Shore D. H npmtn pébodoc apopd parokd mAaotikd
evd 1 Shore D ypnowomoteitar yio okAnpotepa mhootikd. H khipaka thg okAnpotntog
Shore A xvpaivetor omd 0 éog 100, pe To o okANpd VAIKAE va TAnctdlovy v Ty
100.

H pétpnon g oxinpomrag €ywve ovpemva pe ) pébodo Shore D oe cuokevn
okAnpopétpnong tomov Sauter HBD 100-0 (Ewkdva 53).
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Ewcova 53: Zvoxevn Sauter HBD 100-OHBD 100-0 o710 gpyaotipio tns Zyoins Myyavikav [TAAA

Mo xdBe dokipo mpaypotomombnKay HETPNOGEIS OKANPOTNTOS OTIS TOPOUKATM

EMUPAVELEG:

o Xmv whvo em@dveln Ttov  doKiov, M omoion  AswdvOnke  pe
@VALO Agiavong «Struers Silicon Carbide 4000 A» ot ovokevr Struers
LaboPol-5 (Ewova 54).

o XNV emQAveld g KAOETG TAELPAG TOL doKipiov, dNAadn avty Tov opiletal
oTNV TPIEOLAoTATH EKTOTMGT MG «Toiymua / wally.

o XNV KATO® EMUPAVELD TOL SOKILIOV TOV NTOV GE EXAPY| LLE TO YVUAL TVPAKTMONG

TOV EKTURMOTN N LLE TO VIOOTNPIKTIKO VAKO (SUpport).

63



LaboPol-5

Eixéva 54: Zvoxevi Aeiavong Struers LaboPol-5¢t0 epyactiipio e Zyolic Miyyavikay ITAAA

INa va gheyyBovv kot va emifeformbodv ot TEPaUATIKES TIHES TG OKANPOTNTOG £YIVE
OKANPOUETPNON O TMEVTIE OPOPETIKG oNUeinl TG EMPAVEINS TOL UEAETATOL KO
VROAOYIGTNKE 0 PEGOC OPOG TV THMV. Ot TIHES TOV TPOEKLY OV TAPOVGIALOVTOL GTOV
[Tivoka 10, ko cvykpivoviol e TIHEG TOV OVOYPAPOVIOL GTIC TPOSIAYPUPES TMV

VMK®V a0 TOV KOTOOKEVOGTY).

Iivaxag 10: Iepouatiés tyués oxdnpotnrag ue w pébodo Shore D

TKMPOTNTO (TINES TEWPOUATIKE .
npotiTo (TpéS mEWPAp S ZKIPOTNTE | Améichaon
IHavo emeavela MAéya Karo M.O. (Tyég %
(ne Aeiavon) EMPAVELD | EMQAVEWD | TIHAV | KATOGKELAGTY])
PLA 86 85 82,5 84,5 83 +1,8
PC 83 82 83 82,7 80 +3.2
PAHT_CF15 82 81 76 79,7 - -
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[Mapatnpnoeic

[Mapotnpdvtag to amoteAéopoto, TG oKANpouéTpnong ue ) pébodo Shore D

e€dyovtal To ToPaKATO GUUTEPAGLOTOL

1.

Ye Oho To dokipo m mAevpd M omoia Oéytnke emefepyacio Asiovong peTd TNV
TPLGOAOTOTN EKTOTMOT TV OOKIUI®V TOPOLGLALEL LEYOAVTEPT] GKANPOTNTA OO
TIG VTOAOUTES TAELPEG TTOL UETPNOMNKOV TEPAUATIKG KOl OTIG OTOIES OEV £YIVE
Aetovon).

To vAo mov mapovctalel T pkpdtepn okAnpdmra eivar 1o PAHT CF15, evo to
PLA oaivetot va gival 10 o okAnpo LAIKO.

H ovuneprpopd og oxAnpomta twv PLA kot PC akoAovBel tov yopaktnpiopo tov
VMK®OV a0 TOV KOTOOKEVOGTY).

Qot6c0 o PLA ko PC doxipia mapovotdlovv pHeyaAdTepn oKANPOTNTO OO VTN
OV  OVOYPAPETOL OTIC TPOSYPUPES TOL Koataokevooti. H amdxiion tov

TEPALATIKES TILOV OO TIG TYEG TOV KOoTaoKevaoTn givat pkpn yuo to. PLA ko PC

(< 4%).

5.6 MéEtpnon nukvotntac

INo ) dwdikacio g pétpnon g rukvotrag (density measurement) tov dokipiov

axolovbeitar To Tpdétvmro ASTM D792 e titho ‘Standard Test Methods for Density

and Specific Gravity (Relative Density) of Plastics by Displacement’.

I ) ovykekpévn dadikacio Density (Buoyancy method) Archimedes amatteitaln

YPNOT TOL TOPAKATO EEOMAIGUOV:

o Zvyoc axpiPeiog tovddyotov £+ 0,001 g.

e Amovicuévo vepo (Deionized water).

e 'Eva mompt (Ecemg 1) TopOIo1o KatdAANLo doyelo.

e Mo Bdaon ompiéng tov okevovg mov Oa cvykpotel to  doyelo pe TO
OTLOVIGULEVO VEPO.

e  Mia ed1Kn KaTaoKELN AVAPTNONG OTwS eaivetal otnv Ewkdva 55.

e To detypa, o omoio Oa mpémetl va givon Kabapd.

e 'Eva viua mov Ba cuykpatel to detypa.
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H dwodikacio pétpnong e mukvotnTog amoTeAeiton amd To TapakdTo Pripoto:

Brjua 1. Apyikd eréyyeton €dv 1o detypo ivor kabapd 1 €xel okdveg 1 GAAa
COUATO OTIG EMLPAVELEG.

Brua 2. Xt ovvéyeia petpaue ™ udla tov vepol (o€ doyeio yvmoton OYKov)
Ko ™ Oeppokpacio TEPPAAAOVIOC MOTE VO, VTOAOYIGTEL 1 TLKVOTNTO, TOL
vepo¥ (ovuPorileton pe dw oty mapokdatm e&icwon).

Brjua 3. TomoBeteiton otnv €101k GLGKELVT TO VARLO Kot LETPApe TN nala Tov og
ypouudpto (M1).

Bnua 4. TomoBeteitoar omnv €101k cvokevr] to vipa Pvbicpévo oto vepd
petpape ™ pnala tov o€ ypapudapio (m2).

Brjua 5. TomoBeteiton otnv €101k GLGKEVT TO SElyUO TOV GLYKPATEITAL OO TO
vipa ko petpape ™ palo o ypapudpio (m3).

Bnua 6. TomoBeteitan otnv £101K1 GLGKELT TO delya TOV GLYKPATELTAL AT TO
vijua Pubicpévo oto vepod kat petpape ) palo og ypouudpia (M4).

Bnua 7. T'vopilovrog 6Aeg Tig mopamave TIéG VToAoyiLovE TV TVKVOTNTO GE
g/em® copemva pe ™V TapakdTo sEicoon.

d=dw*(m3-ml)/((Mm3-ml)-(Mm4-m2))

Brua 8. Emavaioppdavovue ) Sodikacio 3 — 5 @opég kot vmoroyilovpe tov
HEGO OPO TMV TIUAOV TUKVOTNTOC. ATVETOL GNUOVTIKY TPOGOYT] OGTE TO VLA
Kot 70 doKipo va okovmilovran KaAd TPV TG VEEG LETPTCELG.

Biua 9. Emavoiapfdvovpe ) dadikasio yio ta vrolowma deiypato.
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Ewcova 55: Awadikaoio uétpnong mokvotntag dokipiov pe t uédodo g eufantions oe vypo.

Ytov Ilivaxa 11 mtapovsidloviot ot TEPARATIKES TILEG TUKVOTNTOG Y10 TO 3 DAIKA Kot

Ol OVTIOTOW(EG TUEC OV OVOYPAPOVTOL GTIC TPOOYPAPEG TOV VAIKOV OO TOV

KOTOGKELOOTY).

Hivaxog 11: Hewpouatinég Tiés HETPHONS TUKVOTNTOS OOKIUIWY KAl TIUEG KOTATKEDOOTH

Mvkvétnta (g/cm®)

TINES TELPUPOTIKES

IMvkvétnta (g/cm®)

TIHES KATUGKEVUGTN

PLA 1,113 1,24

PC 1,158 1,19-1,31

PAHT_CF15 1,087 1,23
Hopatnpnoeig

[Mopatnpeitar 6Tt av kol N TPIGOACTATN EKTUTTOOY 6€ OAd T dokipo £ytve e
mokvotnTa Yepioparog vAkod 100% omAaaon ywpig va vépyovv kevd, ot petpndeiceg
TIHEG TNG TUKVOTNTOG TPOKVITOVY UIKPOTEPES OO TIC TIULEG TOL JIVEL O KOTOGKEVOGTNG
oe Oleg TG meputtdoels. Mio mbovn e€nynon eivol OTL 0 KOTOOKELOOTNG EXEL

VTOAOYIGEL TNV TUKVOTNTO TOL VILOTOG OTIMG TAPAYETOL 0O TO EPYOCTAGIO YWPIG OVTO
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va £xel eneepyaoTEl TEPUTEP®, EVAD TELPOUOTIKA LETPALE TNV TUKVOTNTO EVOG DAKOV
10 omoio ket 6Tovg 210-240 °C ko ot cvvEYELD TOTOOETEITOL OE AENTEC GTPDCELS
(layers) ot omoiec otepeomorovvtor peta&d tovg otn Oepuokpacio mepPdAlovtog.
Avaeépetal ®otdc0, 0Tl atnVv teYvoroyia FDM-FFF vrdpyel mepintwon o otpdon
EKTUTMONG VoL UNV £XEL TPOGKOAANOEL GOOTA e TNV OPEGHOS TPOTYOVUEVT] GTPAOGT, KOl
avtd opeiletol Kupimg ot YapunAn Beppokpacio EKTOTOONG TOL VAIKOD 1| Kol 61N

YOUNAR ToOTNTOG EKTOTOOTG.

5.7 MIKpOOKOTILKI €EETOON

Mo ™ pkpookomikn eE€taon Kot HEAETN TNG OOUNG TOV EMPAVEIDV TOV JOKIUI®V
ypNoomomdnke to ontikd pikpookodmio Labor-Lux MI5. E&gtdotnkay 000 empaveieg
ota dokipa: N wive empdveta 1 onoio amotelel TNV TELeLTAIO GTPMOON TOL VAKOD LE
TNV KEPOAN TOVL €KTLAMTY va Tomobetel To LAKO oto XY emimedo, Kot 1 TAAYOL
emupavelo 1 omoia £xel ekTLT®OEL Katd Tov Z dEova Pe TNV KEPAATN TOV EKTUTTMTY| VO
tonofetel T0 VAKO 6€ GTPAOGELG TNV oL TAve amd v AAAn. Eniong ot empdveieg dev

&xovv vmootel Aglovon pe KOO va amEKOVIGTEL [e mePLocoTepn akpifea 1 doun

TOLC.

Eixéva 56: Iavw empaveia doxiuiov PLA (X50)
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Eixovo, 57: Iovw empavero dokiuiov PLA (X100)

- oS S Yt

Eixovo 58: IHiayia empdvera doxipiov PLA (X50)
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Eixovo 59: I1hayio empavero dokiuiov PLA (X100)

Eixévo. 60: Iavw empaveio dokiuiov PC (X50)
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Eixévo, 62: I1hayio empavero dokiuiov PC (X50)
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Eixéva 64: Tovw empaveio doxyuioo PAHT CF15 (X50)
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Ewcéva 66: I[TAdyia empdveio doxuioo PAHT CF15 (X50)
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Eixéva 67: ITAéyio. empaveio, doxyiov PAHT CF15 (X100)

[Mopatpavtag TiG €kdveg oe peyébuvon tov AV ETQPAVEIOV TV JOKIU®V

SLKPIVOVTOL CUOVTIKESG SLOPOPEG GTNV KPLGTAAAIKT SOUTN TV VAKAOV:

e X210 VA6 PLA Srakpivetor evtovaTtepr ovopotopop®io 6T dOUT| Kot Topousiol
KEVAOV 010pOopmv peyebov ko oynudtov. H avopotdpopen dudtaén pali pe ta
KEVA AVTIOTOLYEL G PIKPOTEPN TLKVOTNTO LAKOD Y10 TO dOKipoO.

e X210 VA6 PC mapatnpeiton pikpodtepn avopolopopeia o oyéon pe 1o PLA ko
dev mopaTPoVVTOL TOAAG KEVE Kot PUGOAOES 0EPA, EKTILMVTAG OTL TO dOKIO
&xel peydAn mokvotnto vAkov. Ataxpivovron eniong kabapd e povpo ypdpo
To onueia (YPOUUES) TOV EQATTOVTIOL Ol GTPADGELS TOV VIUATOS 6T0 XY EMimedo
kaBmg oe avtd To onueion oynuatifeTor por opvNTIKY KOUTOA®GT, £VOG
KUHOTIGUOGC, KOt VITOAEITETOL VAIKO.

e X710 vAMKO PAHT CF15 odwaxpivetanr kabopd n avopyoavn VAN TV vdv TOL
dvBpaxa mov meptEyel 10 vVAKS. H dudtaén tov wvov sivor tuyaio kot dgv

axolovBet kdmoto portifo.
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[Mapampdvtog Tig €1KOveg oe peyébuvon TV TAAYIOV ETLPOVEIDV TOV OOKIUIWV
dtakpivovtol SpopEG 6T SO TV VAK®V oL ££0pTMOVINL KUPImG amd TovV TPOTO

evamodeons TV SL0d0 KOV GTPOCEMY VAKOD.

e X210 VA6 PLA daxpivovtal pe Aevkd ypmpo To onpeio (Ypoppés) Evaons tmv
otphcewv. Oaiveton 611 1 TodTTa eKTHNWONG Tov PLA gival moAd Kok, pe
TOAD KOAY €VOVYPOUUOTNTO TOV EKTUTOUEVOV GTPOCEDV YOPIS OMOKMOELS.
Eniong ta xevd mov dwokpivovtal eivon EAdyiotoa.

e X210 VA6 PC mapatnpeiton 1 id1a oxeddv doun pe to PLA. Qot1600 01 Aevkég
YPOUUES deV efvar amoAVTOe opllovTieg Kol TapaAinies. Avtd odnyel oto
ocoumépoopa 0Tt O6tav mpootiBetar por véo otpoon PC, to vAkd g
TPOTYOVUEVNC OTPMONG THKETOL AlYO TOpOmAvV®, ONAadT YAVEL TN oTEPEN
LLOPON TOL Y10, Aly0, KOl GUGGMUATMVETOL [LE TO DAKO TG VEUS OTPMONG. AVTO
e€nyel Kot to Adyo mov mpookoAAnOnke 1o Pondntcd viwod PC pe to kdpilo
vAukd PC katd v extdmwon tov dokiov (Préne Kepdiowo 5). Emiong
drakpivovton Alya KeEVA o€ avTIoTOLY IO LE T KEVA TNG TAve emipdvelag tov PC.

e Yt0 vAiké PAHT CF15 mapatnpeiton i id1a eikdva pe v mave emeaveto. H
povn dapopd etvar 6Tl N TAAyLo mEAveLn Ogv glvar Agia, dALd Tapovoldlet
KOULOTIGLOVG €€ antiog NG TOTOBETNONG TV SLOO0YIKMV GTPMGEMY TOV VAKOV
Kot TNV eKTOT®ON. O1 KLUOTICUOL GTNV EMPAVELD UTOPOVV VO, TapaTpnBodV
KOl OTLTIKA KOl LLE TNV ap1] KOl ATOTEAODV GLYVO QUIVOLEVO GTNV TPLGOIACTOTN
extommon. ['a v aroeuyn tov Kopotiopov Ba tpénel eite vo petwbel to Hyog
NG OTPMOOTG glte va Yivel enelepyncio TV EKTVTOUEVOV SOKIUIMV LE TEXVIKES

Aetovon).
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Kedahalo 6: Zuumepaopata

2KOmOG TG OIMAMUATIKNG £PYACIOG NTOV N LEAETN TOV UNYOVIKOV 1O10TATOV TPLOV
TOAVUEPT VMK®V HECH TNG TPLOOIAGTOTNG EKTUTMONG SOKIMV KoLl TOV TEPUUUTIKOV
SOKIUOV. ApyiKd oyedldoTniay To doKipe 610 oxedootikd tpdypoupa Fusion 360, pe
Baon T1G d100TAGELS TOV OVOYPAPOVTOL GTA TPATLIO TOV UNYOVIK®OV OOKILOGLDY Y10
TAOOTIKG DAMKA. TN GULVEXEW £YIVE 1 TPIOOLACTOTY EKTOTMOON UE TOV EKTLIIMTN
Ultimaker S5 teyvoioyioag FDM - Evanofeong Zvvinyuévov Niuatog, mov dtabétet 1o

gpyaotnplo Tov Tunpatog Novanyov Mnyovikev tov [Havemotpiov Avtikic.

Kotd ™ odpkelo e eKTOTMOONG TOPOVCIACTNKAV OPIGUEVE GOAANOTA, OT®S T
peTaxivnon OpIGUEVOV GTPAGEMV EKTUTTMOONG, 1| TPOCKOAANCT] TOV VITOGTPIKTIKOV
VAKOV pE To KOPLo VAKO oTig ektuntdoelg PC kot 1 ékyvon mepicoslov vAKoD GTig
empaveleg Tov dokipwiov PAHT CF15. Ta mpofAnuata ovtd ovVIHETOTIGTNKAY LE

TPOTOMOMGELG GTIG TAPAUETPOVG EKTVITMCT|G.

g oyéon ue 1 SoTAGIOAOYIKY 6TafEpATNTA, OAEG Ol O1OCTAGELS TOV EKTVTMUEVOV
dokyimv NTav peyoAdtepeg amd TG OOTACELS OYEdOUOD, He mBavn outiot TV
amoppoOPNo” VYpacio /Kot Tr OepUIKT S10GTOAN TGV TOAVUEPDY VAIK®OV. AVOQOPIKA
LLE TO UNKOG Kol TO TAATOS TV dokipimv (ekTummon Kotd XY), to vVAKO PLA ¢aivetot
va gtvatl to mo otabepd, Kol avapopikd pe To Tayog (ekTummon katd Z) 1o vikd PC

yopokTnpiletor amd KoAVTEPT O106TAGIOAOYIKN 6TafEpOTNTO.

> dokipacio epedkvopod to vAKO PLA mapovoidlel tn pikpotepn avioyn Kot To
vikd PAHT CF15 napovstdlet tn peyoldtepn avtoyn o€ epeAkuoud. X doKiocio
Kapymg oe tpio onueion o VAKO PLA gpoavilel to pkpdtepo PETPO ELACTIKOTNTOG
(OnAadn dvokora pmopel va yivel 1 ETOVOPOPE TOL GTO OPYLKO GYNLLLL), GTY] GLVEXELN
axolovbei to PC kat téhoc to PAHT CF15 éyet 1o peyodvtepo PETpo EAUGTIKOTNTOG.
X1 doxacio epmucpob pe otabepo Papog 2,5 Kg yia ypovikd ddotnuoe piog dpag o
vikd PAHF CF15 napovsialet ™) peyoldtepn TobTHTO EPTUGUOV GTO TPMTO GTASLO,
evo epeoaviletl otabepn empkouven Le Ty Tapodo Tov ¥pdvov KaTd To 0eHTEPO GTASO,
o€ oyéomn pe to Ao dvo vAkd. To vAkd PC mapovsialel v kahkdtepn avtoyn oe

epmCUO.

2t odokiacio kpovong to PC mapovoidlel ) peyoddvtepn dvoBpavotdtnro Kot

avtoy] ot Kpovom, givor yabupd Kol TOVTOXPOVE OTOPPOPAEL TNV TEPIGGOTEPN
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evépyeta amd ta Tpio VA To viwo PAHT CF15 etvan apketd OAkio kot eppovicet
Y UNPES KOPLPEG 0T emPaveLa Bpadong. Xt dokiuacio TG CKANPOUETPNONG LLE TN
uébodo Shore D petpnOnkov Tpelg emipaveleg, amd TIC OTOieg 1 Lol €lxe VIOoTEl
Aetovom kot Tapovsioce T peyolvteprn okAnpdtnta and Tig vrdiomes. To VAIKS Tov
napovotdlet T pkpodTepn oxAnpotnta eivan to PAHT CF15, eved 10 PLA @aivetot va

elvai 1o mo okAnpd VAKO.

AwmotdveTor Aomdv 6Tt PHEG® TNG TPLOOIoTOTNG EKTVTMONG OOKIUIOV Kol TOV
TEPOUATIKOV JOKIU®V €ivol QKT 1 e£0y@YN CUUTEPUCUATMOV Y10 TIG UNYOVIKEG
1010t 1EC TV VAMK®V. [Tpopavdg ot Tiég TV 1010T)TeVv e€aptdvTtal o pHeyaio fodud
Ol TS MOPAUETPOVS EKTUIMONG OAAL Kot omd TIg ocvvOfkeg mepPAAlovtog Kot
GUVETMG OMOLTEITON PLEYAAOG aplOUOG EKTVTMGEMY KO TEWPOUATIKOV dOKIUDV Y10 TNV
emPefainon ToV TIHOV avToOV. Q6TOGO 1 YPNYoPN KOt EDKOAN dNUIOVPYi SOKIUI®V
pe TN ¥pNON TOV TPIGOUCTOTMOV EKTUTOTAOV OTOTEAEL OMNUAVTIKO gpyolreio Yo

LEAETT) O10LPOP®V TAACTIKOV Kol GOVOET®V VAKAOV.
Q¢ PEALOVTIKEG TTPOTAGELS Y10L GLVEYLOT] TNG EPELVAG OVAPEPOVTAL OL EENG:

o) 1 LEAETT KOl AAA®V EVPEMG YPNCULOTOLOVUEVAOV EKTVTAOGILOV DAMK®OV 0TS Vol TO
Polypropylene Glass Fiber (PP GF30), to Acrylonitrile Butadiene Styrene (ABS), to

Thermoplastic polyurethane (TPU) kat 1 6hykpion T@v unyavik®v 1610t Tmy.

B) n tpodidcTtaTn KTOTWON KOTAAANA®Y doKpiwv Bacel TpotHmmy Kot 1 dteEaywyn
Kol GALOV TEWPOUOTIKOV SOKILAOV OTMG 1) SOKILOGI0 GE dLATPNON, 1| SOKIUN GE VIO
oe vyn\n Beppokpacio, kot 1 dokacio oTpEyYng Yo Tov EAEYXO NG OVTOYNG GE

TEPIGTPOPIKT Kivnom.
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