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NepAndin :

H mapovoa dwatpifny €xer o16x0 Vv dlepgvvnon Kobm g Kot TN doToVp®on NG

Industry 4.0 kot T@v TponyUEVEOVY TEXVOLOYLDV GTNV ENiTELEN TOV GTOY®V TG Pldoung
avamTuEng Kot ¢ mpootaciag Tov mepiPdAiovtog. H pedétn emkevipdveTor Kupimg
0TO GYESLIGUO KOt TNV DAOTOINGCT UNYOVIKGOV GIATPOV UE UIKPOTOPDOELS OOUES LE TN

YPNON TEYVIKOV TPIGOIAGTATNG EKTOTMONG.

To mpdTO PEPOG TNG draTpPng mapéyel pia epmepiotatouévny avdivon tg Industry 4.0
KOl TOV EMUTOCEDV NG € dApopeg Prounyavieg, eved moapdAinio eufabovel oty
gvvolo. NG TPLOOAOTOTNG EKTUMMOONG KOL TIS EQOPUOYEG TNG OTNV  avATTULEN
HIKPOTOP®IDY UNYOVIKOV GIATpoV. Alepeuvd Tig OepeMdOEIS apyég TNG TPIGOAGTATNG
EKTOTOONG, GUUTEPIAAUPOVOUEVOV TOV SAPOP®Y TEYVIKOY EKTOTMOONG, TNG EMAOYNG
KOTAAANA®V DMKOV KOl TOV ETUEPOVS UNYXOVIKOV TOVS WOOTATOV KOOMG Kot TMV
OXEOOOTIKOY  EKTIUNCE®V YOO TG UIKPOTOPMOELS Oopés.  Zulnrodvtor o
TAEOVEKTNUATO TNG TPLOOAOTOING EKTOTMOONG OGOV apopd tnv e&otopikevon, v
TayEl0l TPOTOTLTOTOINGN KOl TN HEIWUEVT] OTATAAN LAIK®V, Tovifovtag tn onuacio

TOVG OTIG PUDGIUES KATOCKEVOGTIKES TPUKTIKES.

O moupnvog ™G £peuvag TEPIGTPEPETAL YOP® OO TOV GYESOCUO Kol TNV VAOTOINoM
UIKPOTOP®ODV UNYAVIKOV GIATP®V LE TN (P1OT TEYVIKAOV TPLodldoTatng ektomwonc. H
SwtpPn Olepevvd T PEATIOTOTOINGN TOV YEOUETPIOV TOV QIATPOV, TNV ETAOYN
DMK®OV KOl TIG O1001KOGIES KOTAGKEVNG Yo TV €MiTELEN VYNANG amddoong dmdnong,
YOUNANG TTOONG Tieong kot poakpoxpoviag owdpkewag Comg. Ilpaypoatomotodvron
TEWPOUATIKEG UEAETEC KOl TPOGOUOIDGCELS Yo TNV a&loddynon g omddoons Tmv
TPLGOAOTOTO EKTVTOUEVOV GIATPOV GTNV OTOUAKPLVOT] COUATIOIMV Kol pOTOV 0o

TOV 0€POL KOl TIG TTNYES VEPOD.

Ev kataxieidt, 1 mapovca datptr] cupPaALel 6T0 GHVOLO TOV YVACEWMV JEPEVVAOVTUG
v eveopdtmon tov Industry 4.0 kot cuykekpipuéva TG TEXVOAOYIaG TG TPLoOACTATIG
EKTUT®OONG Yo TN Prociun avartuén kot v npoctacio Tov mepiPdiiovtog. H pelét
TEPIMTOONG TOL GYEOAGIOV KO TG VAOTTOINGTG UIKPOTOPMOMV HUNYOVIKOV GIATPOV [UE
™ XPNOT TEYVIKADV TPIGOAGTATNG EKTUTMONG KOTAOEIKVVEL TIC SUVOATOTNTEG QVTMV TMOV
TEYVOLOYIDV Y10 TNV EMITEVEN AMOJOTIKOV GUOCTNUAT®V QIATPAPICUOTOS LUE UEUOUEVO

TEPPOALOVTIKO OmOTUTTOMA. Tol EDPAUATO AVTNG TNG EPELVAG EYOVV ENMUTTMOGELS Y10 TIG



Blounyavieg mov otoyevovv otV VIBETNON  TPONYUEVOV  TEXVOAOYLOV  OTIC
KOTOOKEVOOTIKEG  TOLG  OlOIKAGIEG, Olvoviog MOPAAANAG  TPOTEPAOTNTO  OTN

Bliwoipdtnra kot T daTpnon Tov TEPPAALOVTOG.

Abstract :
This thesis aims to investigate as well as the intersection of Industry 4.0 and advanced

technologies in achieving the goals of sustainable development and environmental
protection. The study focuses mainly on the design and implementation of mechanical

filters with microporous structures using 3D printing techniques.

The first part of the thesis provides an in-depth analysis of Industry 4.0 and its impact
on various industries, while also delving into the concept of 3D printing and its
applications in the development of microporous mechanical filters. Explores the
fundamentals of 3D printing, including various printing techniques, selection of
appropriate materials and their individual mechanical properties, and design
considerations for microporous structures. The advantages of 3D printing in terms of
customization, rapid prototyping and reduced material waste are discussed, highlighting

their importance in sustainable manufacturing practices.

The core of the research revolves around the design and implementation of
microporous mechanical filters using 3D printing techniques. The thesis investigates
the optimization of filter geometries, material selection and manufacturing processes to
achieve high filtration efficiency, low pressure drop and long lifetime. Experimental
studies and simulations are performed to evaluate the performance of 3D printed filters

in removing particles and pollutants from air and water sources.

In conclusion, this thesis contributes to the body of knowledge by exploring the
integration of Industry 4.0 and specifically 3D printing technology for sustainable
development and environmental protection. The case study of the design and
implementation of microporous mechanical filters using 3D printing techniques
demonstrates the potential of these technologies to achieve efficient filtration systems
with a reduced environmental footprint. The findings of this research have implications
for industries aiming to adopt advanced technologies in their manufacturing processes

while prioritizing sustainability and environmental conservation.



AvayvwploELC :

Apyikd, Ba MBeha vo EKPPAC® TIG EMKPIVEIG €LYOPLOTIEG LOV GTOV KLPLO
emPrénovia Adokoapn Nwkdroo yioo ™ cvveyn LIOoTNPEN TNG OUMTAMUATIKNG OV
STpIPfg Kot yio v vropovny kabdg Kot yio tor Kivitpa mov pov €0woe. Me Tig
dwpkeic ounmoeig, o Kabnyntig Adokapng NikdAaog pe Borinoe va kKatalapo moo
Bruata Expene vo aKoOAOVONC® Y100 VoL OLOKANPOC® e emtTuyio T dtotpiPn Hov, eved
HEC® TOV SLO0PATIKOV GYOM®V KOl TOV dVGKOA®V epwthoemV Tov Kabnynty dievpuva
NV £PELVA OV OO SIAPOPES OTTIKES YMVIES.

Oa MBeha eniong va ekppdom ™ Pabdtatn ekTiunon 6Tovg GLVAIEAPOVS OV
nov ddfacav Kol oyoriocov T daTpn HLov.

Evyopiotd toug yoveic pov mov pe otnpi&av mvELIOTIKG KOl OIKOVOULKA Y10l TV
0AOKAN PO TNG SIMAMUATIKNG pov dtatpiPg. Emiong tovg @ilovg pov kot v adepen
pov Katepiva yio mv vopovn, mv evBdppuvon kot tnv vrostpiEn Katd T 0OVGKOAES

OTLYHEG TNG VAOTOINGNG ALTOV TOV €PYOV.



Kedaiato 1
Industry 4.0 :

H Bopnyavia 4.0, yvoot) kot g T€T0pTN POUNYOVIKY ETOVACTOGCT, AVTUTPOCOTEVEL
TNV EVOOUATMOOY] TPONYUEVOV TEXVOLOYIOV OTIS Propnyovikés oladkacieg yo
onuovpyia EEumvav, dacuvoedepévemv cuatnudtov. Ot teyvoloyieg avtég emttpémovy
TNV YNeLoToinom, TNV oUTOHTOToino”n Kot T PEATIOTONOINoT S10pOp®V TTLYDOV TNG
TOPAYOYNG Kol £(OVV TN dVvVaTOTNTO VO QEPOVV EMOAVAGTOOCT OTIC PLOUNYOVIKES
Aertovpyiec. Edm, Oa cvi{ntoovpe opiopéves Pacikéc teyvoroyieg g Blopnyaviog
4.0x0 TG EPAPUOYES TOVG:

1.1.Awadiktuo Twv npayudtwyv (loT):

To IoT mepthapfdvet T cHVOEST PUOIKMOYV GLOKELAOV KOl AVTIKELEVOV GTO S100TKTLO,
EMTPETOVTOG TNV OVTUALNYT OESOUEVOV KoL TNV EXKOVOVIO LeTAED TOVG,.

Epappoyéc: IoT dtevkorvvel Ty mapakorlohnon Kot Tov EAeYY0 TV dLodIKAGLOV
TOPAYMOYNG GE TPOYUOTIKO XPOVO, TNV TPOYVAOGTIKT] GLVTIPNON TOV UNYAVUATOV, T
dwxeipon amobepdtov, ™ PEATIGTONOINGT TG EPOJAGTIKNG OAVGIONS Kat TNV £EVTTVN
TOPAKOA0VON O™ TV TPOIOVTIWV GE OAO TOV KOKAO TOPAY®YNC.

1.2 Texvntn vonuoouvn (Al) kat unyavikn paonon (ML):

O teyvoroyiec Al ko ML emtpémovv otig unyovég kot to suothpato vo padaivoov
oo 0£00UEVA, VO AAUPAVOUY EEVTTVES OMOPAGELS KOt VO EKTEAOVV £pyacies ywpig pntd
TPOYPOUUUATIGUO.

Epappoyéc: OralyopiBuot Al kot ML ypnoipomotovvtaol yio Tov TotoTikd EAeyyo, TV
TPOYVMOOTIKY avdAvon, Tnv TpoPreyn g {tnong, t Peitictomoinon g mapaywync,
TOL LTOVOLLOL POUTOT KO TOL EDOLT] GLGTHLLATO VITOGTHPLENG ATOPAGEWDY TN
petomoinon.

1.3 AvaAuon peyahwyv Sebouevwy:

H avéivon peydiov dedopévav tepthapfavel v eneepyosio Kot v avdivon
LEYOA®V OYK®OV OEO0UEVOV Y10, TNV £EAYMOYT] CNUOVTIKOV TANPOPOPLOV KOl TPOTOHTTWV.
Eoappoyéc: H avaivon peydiov dedopévav ypnoiponoteitor yio ™ BeAtiotonoinon
JLOKAGLOV, TOV ELEYXO TOLOTNTOS, TV TPOYVAOGTIKY GLVTNPN O, TN Olayeipion g
aAvcidog odlacol Kol TNV TapakoAovOnon g amddoong e TPayuaTiKd ¥pdvo.
Bonbd otov evtomiopd avomotehespotikdtnTag, otn PEATIOON TG TOPAYy®YIKOTNTOG
Kol 6T AMyM omo@dcewv PACEL OEGOUEVOV.




1.4 POUTIOTIKN KOL QUTOUQATLOMOL:

O1 teyvoAOYiEG POUTOTIKNG KOl CVTOUOTICUOV TEPIAAUPAVOLV T PO POUTOTIKMDV
CLOTNUATOV KOl QVTOLOTOTOUNUEVOV OL0OTKAGLOV Y10, TNV EKTEAEGT
emovolopPoavopevov epyaciav, t Peltioon g akpifelog kot v avénon g
TOPAYOYIKOTNTOG.

Epappoyéc: Ta fropnyovikd poundt ypnoLoTolovvTal Yl T GUVOPLOAGYN O, TO
YEPLOUO VAIK®V, TN GUYKOAANGN Ko T cvokevacio. To avTopaToTomuévo GLGTHLOT
BeATidvouv TV omod0TIKOTNTA, LELOVOLV TO GOAALATO KOl EXITPETOVY TV TAPAYOYN
YOPIC PG o€ TOUELG OTMG 01 YPOUUUES GUVOPLOAOGYNONG, Ta. logistics kat o1 Aettovpyieg
amodnkng.

1.5 MNpoaBetikn kataokeun (tpLodlaotatn eKTUNTwon):

H mpocOetikn koTaoKeLT] avapEPETAL GTN SLOOIKOGIO KATOOKEVNC TPIOOIICTATMV
QVTIKELEVOV GTPAOUO TPOS GTPAOLLOL, EMLTPETOVTOS TOAVTAOKES YEMUETPIES KOl
TPOGOPLOYY.

Epoapuoyéc: H tpiodidototn eKTOmmON YPNCUYLOTOLEITOL Y10 TV TOYEID KOTOOKELY
TPOTOTOT®V, TNV KATAGKELT EEQTOUIKEVUEVOV TPOTOVIMV, TNV KATAGKELN EPYOAEI®V,
TNV TOPAYOYT OVTOALOKTIK®V KOl TV KOTOGKELT] LUTPIK®OV GLOKELOV. Emitpénet
LLELOUEVOLS XPOVOLG TTapddoonS, evEMETID OXEOOGILOD KOl OIKOVOLLKE OTOSOTIKT

TOPOYOYT.

1.6 KuBepvoaodaAeLa:

H xvPepvoacodreln ETKEVIPOVETOL GTNV TPOGTAGIO TOV GLGTNUATOV VITOAOYLIGTOV,
TOV SIKTVOV KOl TV dedopévav amd un eEovcstodotnévn Tpocact, emBéoelg Kot
napoPracelc dedopuévay.

Epappoyéc: Me v avEnpévn cuvoestotnta, 1 kufepvoacoaieta etvar {oTkNg
onpoaciog yo tn oaeLuAaén evaicOntov dedopuévmv, T S1UCPAAOT) TS OKEPULOTNTOG
TOV GLGTNUATOV TOPAYWOYNS, TNV TPOCGTAGIN TNG TVELLATIKNG WO10KTNGI0G KoL TNV
OTOTPOTN] SIOKOTG TV AELITOVPYIDV GTO YNOLOTONUEVO TEPPAALOV TOPOY®YNG.

1.7 Emavénuevn mpayuatikotnta (AR) Kol ELKOVIKNA

npayuatikotnta (VR):

O teyvoroyieg AR kot VR emkaAOmTouV €1KOVIKEG TANPOPOPIES GTOV TPOLYLLATIKO
KOGLO 1 dNUIovpYoHV KAONAOTIKA TPOCOUOIOUEVA TEPIPAALOVTAL.

Epappoyéc: AR kot VR ypnoomotovvot yio amopoakpuopévn fondeto, elkovikn
eKTOIOEVOT), TPOGOUOIMOT, YNPLUKT OTEIKOVIOT] SLOOIKACIDOV TOPAYWOYNG KOl
gpyovopkég a&loloynoels. BeAtuovouv v mapaywykdmmra tov epyalopévey,
LELDOVOLV TO, GOAALATO KO EVIGYVOLV TNV OTOTEAEGUATIKOTNTO TOV GYEOACUOD KOl TNG
TOPAYOYNG.

AvTtéc o1 teyvoroyieg g Blropnyaviag 4.0 dev meplopilovrar otic mpoavapepbeiceg
epapuoyés. EEediooovtal cuveymdg kat Bpiockovy vEEg TEPIMTMGELS YP1oNG G€ OAOVG
TOVG KAGOOVS, OTIMG 1| LTOKIVIITOPLopNXovia, 1) 0EPOSIOGTNIKT), 1] NAEKTPOVIKN, 1
vyelovokn mepiBoaiym ko n evépyela. H evoopdtmon autdv tov teyvorloyimv
eMTPENEL TNV AOENGN NG OMOSOTIKOTNTAG, TNG TAPOYWYIKOTNTAS, TNG EVEMEING Kot TNG
Blroocotmrag otig fropnyavikég Aettovpyieg, avolyovtag to OpOLO Yo To EPYOCTAGLO
TOV LEAAOVTOG.




KedaAatlo 2

Elcaywyn otnv Tplodldotatn Ektunwon :

2.1 Eloaywyn :

H tpiodidotarn ektdnwon (3DPrinting), yvoot) kot o¢ mpochetikn Kotepyooio

(AdditiveManufacturing), eivar pio emovaoTaTIKY TEYVOAOYIOL KOTAGKELNG 7OV
EMTPETEL T ONULOVPYIO TPICIACTATOV OVTIKEILEVOV UE TNV TPOGHNKN VAIKOD GTPOLLOL
pog otpoua. Emitpénel v mopaywyn mTOATAOK®V YEOUETPUDY, TPOCOPUOGUEVHOV
OYESIMV KO AEITOVPYIKOV TPOTOTUTMOV UE PEYAAN akpifeta. H tprodidotarn extdmmon
EXEL GLYKEVIPMGEL GNUOVTIKY TPOGOYN G€ dAPOPOLS KAAGOLS AOY® TG gveMEiag, TG
amodOTIKOTNTAG Kol TNG  OuvatOTNTOC  UETACYNUATIOHOD TV TOPAd0GLOUKOV
dwdkacudv kKataokeuns. H teyvoloyia avtr mepihapfaverl dipopa Pacikd ctotyeia
Kot Odwkaoieg mov GLUBAAAOLY GTOV EMGTNUOVIKO KOl TUTIKO YOPOUKTNPL TNG.

Avo@opikd ot ev AOY® S1001K0GIEG Kot To 6TOYEl0 Hmopohv va, TEPLYpapovV w¢ €ENG :

2.1.1 Texvoloylec ekTUNWONC :
XtepeoMboypapio (SLA): Avti m teyvikn ypnowonotel por vypn pnriv mov

okAnpaivetol emAeKTIKG omd Eva AEep LVITEPUDAOVS OKTIVOPOAIG Yo VO GYNUATICEL
KGOE GTPOUO TOV AVTIKELUEVOV.

Emnextikn mvupocvoowpdrmon pe Aéilep (SLS): H SLS ypnowonotel éva Aéilep yia

TNV EMAEKTIKT] GUVINEN KOVIOTOUUEVOL VAIKOD, GLVIO®G TOALUEPDV 1| UETAAL®V,
OTPMUM TTPOG CTPMLLOL.

Movtehomoinon ovvinéng pe evamdbeon (FDM): To FDM ypnowomotel éva

Bepuravopevo axkpo@Lolo yia v eEmOnom kot v evamofeot OEPLOTAACTIKOV DAIKOV

GTPOUM TPOG GTPMLLOL.

Ext6éevon  ouvdetikov vMkov: Xtnv ekTOEELOT GLVOETIKOU LAMKOV, &vag VYPOS
OUVOETIKOG TOPAyovVTOS €VOMOTIOETOl EMAEKTIKA GE €vo GTPMOUO. KOVIOTOUUEVOD
VAKOL Y10l vaL O0eGUEVTEL TO. COUATIOW PETAED TOVG.

Aueon mupocvoowpdtoon pe Aéwlep petdhiwv (DMLS): H DMLS nepihappdver

xpnon Aélep ywoo vV emAekTikil TEN Ko TEN HETOAMKAOV OKOVOV Yoo TN

OMNUOVPYIOUETAAMK®V eEAPTNUATOV.



2.1.2 IxeOLaouoC KaL povteAonoilnon:
2yedwopog pe m fonbeio vroroyiom (CAD): H tpiodidotatn ektommon Eekivd pe

onuovpyia evoc ynoelokov povtéAov pe m ypnomn Aoywopuikov CAD. Avtd emtpénet
TOV 0KP1IPN GYESUGHUO KOt TNV TPOCAPLOYN TOV AVTIKEUEVOV.

Mopon apyeiov STL: To poviého CAD petatpéneton cuvnbwg oe popen apyeiov STL

(Standard Tessellation Language), t0 0moio avomapliotd T0 OVIIKEILEVO ®C GLALOYN

TPLYOVIKOV OYEWV.

2.1.3 YAKQ :

[Molvpepn: To kowvd moOALHEPT) VAIKG 7OV YPNCLUOTOOVVTOL GTNV TPIoOLACTATN

exktonmwon mepropupdvouv ABS, PLA, véudov kot moivkapPovikd. [Iposeépovv Eva
VPV PAGLLO UNYOVIKOV KOl YNHUKOV 1O10THTOV.

Métodda: Métodha Omwc 10 TITdvVio, TO aAovuivio, 0 avo&eldmTog ydAvPag Kot To
KOBAATIO-XpOUIO pmopovv vo  exkturnmbodv Tpodidotota. Ot peTOAMKEG OKOVES
CLYYWVELOVTOL EMAEKTIKG yloo TN  ONpovpyio TANPOS TUKVOV — UETOAAK®OV
eEapmudtov.

Kepapwd: Kepoapkd vikd o6mowg n alovpiva, n Gpxovio kot o vopoSvamatitng
UTOPOLV Vo ypnoiponomBodv yio tpiedidotarn ektummon. Ta kepapukd eEoptipoto

oynuatifovral cuvNO®G LEGM TNG EVOTTOINGNG KEPAUIKMDY GKOVMV.

2.1.4 Metene€epyaoia:
Aoaipeon ompiEng: Xe moAAEG O1001KAGIEG TPIOIAGTATNG EKTVTOONG, EKTLITMVOVTOL

dopég vrooTPIENg TopAAANA e TO OVTIKEILEVO Yo Vo otnpi&ovv o TpoeEEyovta
YAPOKTNPLOTIKA. AVt T oTnpiypoTa mTpEmel vo, apotpefody yelpokiviTa 1 UNYoviKd
LETA TNV EKTUTMOOT).

dwipiopa g emedvelag: Aviloyo pe v emBuunty TowdTTA TG EMPAVELNS, TO

TPLGOIAOTOTO EKTVTMIEVA aVTIKEIEVA umopel va vtoPAnBovv oe Tpodcheteg diepyaocieg
ommg Astavon, otidBwon N eniotpoon vy va emrtevydel n emBount aodntikny Kon
AELTOVPYIKOTNTO.

Oepukn| enelepyacio: Opiopévo LAKE, 10106 HETOAAN, UTOPEL VO OTOLTOVV J1OOTKOGIEG

Oepuikn|c emefepyaciag, Omwg avoémnon 1N ovokovelon omd TG TACES, Yo Vo

BEATIOCOLV TIG UNYAVIKEG TOVG 1OLOTNTEG.



2.1.5 Edappoyec:

[Mpwtotvronoinon:H 1tp1odidotarn ekTOTOOT EMITPENEL TNV TAYEID KOl OIKOVOUUKE

OmOOOTIKY] KOTOOKELT] TPMOTOTUM®V, EMTPEMOVTOG YPNYOPES EMAVOANYELS TOV
OYESOGLOV KOl EMKVPMOT) TOL TPOIOVTOG TPV Otd TN HalIKN Topayyn.

[Mpocappoyn: H duvatdtnto dnpovpyiog pHovodikdv oyediov kot e£aToputkevpuévey
TPOTIOVTIOV KoOGTA TNV TPIOOAoTOTN EKTOMMON KOTAAANAN Yo €EQTOMKEVUEVA
WOTPIKE ELPVTELIATO, OOOVTIOTPIKT) TPOCHETIKY KOl KATAVOAWTIKA oryolddL.

Hopaywyn: H tpiodidotatn ektdnmon ypnoiponoteitor A0 Kol TEPIGGOTEPO Y10 TNV
KATOOKELT EEQPTNUATOV, OVTOAAOKTIKOV Kol epyoreiov pikpng kKAlpokag. [Ipoceépet
TAPOy®YN Kotd mopoyyerio, HEI®PEVO OTOOEHOTO Kol OTAOVGTELGT TNG CALGIONG
EPOOIAGLLOV.

Exnoaidevon ko épevva: H tpiodidotamn extdinwon €xet yiver molvtipo gpyaieio otnv

EKTTAIOEVOT), TAPEXOVTOG TPUKTIKEG UAONOIOKEG EUMEPIEC Kol SLELKOAVLVOVTOG TNV

£peuva o€ O1POPOVS TOUELG, OTWS 1 UNYOVIKY], 1) LOTPIKT KOl O OXESAGUOC.



2.2lotoplkn avadpoun :

H évvola ¢ tpiodidotatng ektOmmong Tpoékvye and v embopio va avortoydel pio

1éEB0SOC KOTAOKEVNG OV B UTOPOVGE VO KOTOOKEVALEL OVTIKEILEVO GTPOUN TPOG
oTpmua, omevdeiog amd ynoeokd oxédn. H mpocéyyion avtny é0ece vid aueiopfrinon
TIG TOPOOOCIOKES TEYVIKEG APUIPETIKNG KOTOOKEVNG Kol AVOLEE VEEC OLVOTOTNTES Yo

TPOCAPLOYY], TOYEID TPOTOTVTOTOINGT KOl GOVOETES YEOUETPIES.

NpogAevon TNC TPLodLAOTATNC EKTUNMWONC:

2.2.1 ItepeoABoypadia :
>11g apyég g dekoetiog Tov 1980, o Charles W. Hull epnbpe ™ otepeoiboypapia,

™V PO TEYVIKN Tpodidotatng ektommong. [lepieddupave ™ yprion evog Aéilep
VIEPLDOOOVS AKTIVOPOALNG YO TV EMAEKTIKY] GKANPLVGT EVOS VYPOL PMTOTOAVUEPOVG,

OTPOMUO  TPOG  OTPMUO, YL TN ONUOLPYIDL  OTEPEDV  OVTIKELEVDV.

2.2.2 Erm\ekTikn mupocuoowpatwaon pe Aewep (SLS) :

2o péoa g dekaetiog tov 1980, o Carl Deckard kot o Joseph Beaman avéntvéav tnv

EMAEKTIKY] TUPOGVGGOUAT®ON pe A&lep, 1 OTold GLUVEVMOE LMKA GE GKOVN LE TN
ypnomn Aéilep yia ) onpovpyio otepedv doumv. H teyvikn avt) dvoiée 1o dpdpo ya
TNV EKTOTOOT LE £vO EVPVTEPO PAGLO VAMK®DV, GUUTEPILOUBOVOUEVOV TTOAVUEPDV Ko

HETAAL®V.

2.2.3 E€eAitelc otnv TpLodlaotatn EKTUNTWON :
1 dekaetio Tov 1990, n 3D Systems Corporation, mwov 10p0Onke and tov Charles W.

Hull, mapovsioce tovg TpdToug eUmopikods TPIGOECTATOVS EKTLTIMTES, KOOIGTOVTOG
™V TEXVOAOYIO TTIO TPOGITN Y10 EMLYEPNOELS Kol EpELVNTIKE 10pOpata. Ot Bropmyovikég

EPAPLOYES, OTMG 1) TOXELD KATAGKELT TPMTOTLAMV, OTEKTNOAUY OVUVOLLKTY].



2.2.4 EnEKTAon UAKWVY KO TTOAUXpWN EKTUTTWON :
KaBdc o topéag eEghocdtay, véa vAKE Eytvov StabEécia Yo TPIodldoToTY EKTOTMOOT),

SLUTEPIAOUPOAVOUEVOV TV OEPUOTAACTIKOV, TOV KEPUUKADV KOl TGOV HETAAA®V.
Emmiéov, o1 e€eli&elc ot TevoLOYia EKTOTMONG LEAAVIOD EMETPEYAV TV EKTVTOGCT

OVTIKEWEVOV  OE  TOAMUTAQ  YPOUOTO KOl  HE  AEMTOTEPES  AEMTOUEPELEG.

2.2.5 BloektUnmwon Kal UNYoVIKN LOTWV:
Epgpaviomke o topéag g Proexktdmmong, cuvdvdloviog TV TPIodtioTaTn EKTOVTWOCN

pe  Proroyio kot v wTpikn. O epeuVNTEG APYLGAV VO EKTUTMVOLY BLOAOYIKA VAIKA,
omwg {ovtovd kdtropa Kot ProbdAkd, Yoo €QOPUOYEG OTN UNXOVIKH 10TV, TNV

OVOLYEVVNTIKY) 0TPIKN Kot ™m doKn QOPULAKOV.

2.2.6. EKTunwon MeyaAnG KALLakoc kal unAncg tayutnTag :

Me ) {1mon yo peyaAdTePES Kot TOYOTEPES EKTLTMGELS, Ot e&eMEeLg oTnV TEYVOLOYiO

TPIGOLAGTOTNG EKTOMMOONG EMETPEYOV TNV TAPAYOYT OVIIKEWEVOV ©E UEYUADTEP
KMpoKo Kot e avENUEVES TOYOTNTEG EKTUTMOONG. AVTO SIEVKOAVVE TIG EQOUPUOYEG GTNV

APYLTEKTOVIKT, TNV QLTOKIVITORtopunyovio Kot TV aepodtactniikn Bopnyoavia.

2.3 Aéloonpueilwtec ouvelohOPEC KOL KOLVOTOULEC :

2.3.1. Akadnuaika kal epgvvntika LopuoTaL:
INUOVTIKG oKOOMUOTKA 10pOIOTO KOl EPELVNTIKE EPYOCTIPLOL GCLUVEPOANV CMNUAVTIKA

oTNV TPO0OO NG TEXVOAOYIOG TPIGIAGTATNG EKTHTMONG LEG® TPOTOTOPLOKNG EPEVLVOC,

VEOV DAMKOV KOl BEATIOUEVOV TEYVIKOV EKTOTWOOCTG.

2.3.2. MNpwtoBoulieg avolktou Kwdika:
To kivnuo ovokTov KOJdKa, e emKEQAANg Epya Ommg to RepRap, enétpeye o dropa

KOl OpYOVIGHOUG Vo potpdlovior €AedBepa oyédo Kol AOYIGUIKO TPLoOdoTATOV
EKTUTOTOV. AVTO EKINUOKPOTIKOTOINGE TNV TPOSPacn otV TEXVOAOYid, TPOo®OMVTIG

TNV KOVOTOMIO Kol 001 ydVTAG 6TV gupeia vioBEtnon mg.



2.3.3. Tp€Youoec Kal LEANOVTLKEC EAPUOVEC:

Hopaywyn kot Bounyavie:H tpiodidototn eKTOIOON YPNOUOTOlEiTal OO Kot

TEPIGGOTEPO OTN UETATOIMON Yo TNV Topoymyn eopTnUiTOv TEAMKNG YPNONG,
epyareinv Ko Tposapuocpévay eCoptnuatov. H woavomtd e va eEopboroyilel v
TAPOYOYT, VO LELOVEL TA OTOPANTO KOl VO ETITPETEL TNV KATOCKELT KATA Taporyyehio

TPOGPEPEIGTLOVTIKA TAEOVEKTNLOTO.

latpikn kou vyslovoutkn mepifoiyn:X1ov 10Tptkd Topén, N TPLoOEoTUTN EKTOTWOON

(QEPVEL EMOAVACTOON OTN QPOVTIOon €WIKA Yoo Tov 0oBevr), OlevKoAvvovTag TNV
TOPAY®YN  EEATOUIKEVUEVOV  EUPVTEVUATOV, TPOGHETIKOV VAIKADV, YEPOLPYIKAOV
LOVTEAMV KOl OVOTOUIKOV oavTlypdewv. Emiong, mpowbel to cvotmiuoto yopnynong

QOPUAK®OV KOL T UNYXOVIKT IGTOV.

Agpodwotnuiky kot auovae:Ot Brounyoavieg ogpodtacTNUIKNG Kol Guouvag a&lomolony

TNV TPIGOAGTATI EKTOTMOOT Yo TN ONUovPYic EAAPP®OV eEAPTNUATOV, TOAVTAOK®OV
YEOUETPIOV KOl TPOGUPUOGUEVOV CYEOIV, 0dNydVTaS oe PeATimpéves €mMOOGELS,
HELOUEVO KOGTOG KoLl TOYVTEPOVS KUKAOVS OVATTLENC.

Exnaidevon kot €pevvaiH tpiodidotatn extvmmon €xet yivel £va avektiunto epyoieio

oTNV EKMOIOELON KOlU TNV €PELVA, EMITPEMOVIONG EUTEIPIEC TPOKTIKNG HAOnong,
OLEVKOADVOVTOG TIC EMCTNUOVIKEG EPEVVEG KOl TPOMOMVTOG TNV KOVOTOUio, GE OAOVG

TOVG KAGOOVG.

Ev xatax)eidl, wotopia TG Tp1odtdoTatn eKTHTMONG KATASEIKVOEL TV aloonueim
TPOOSO KO TOV HETOCYNUATICTIKO AVTIKTUTO OV £YEL EMPEPEL VTN M TE(VOAOYiO GTO
KOTAOKELAOTIKO Tomio. AmO To TOmeEwd g Eexkivmuo ¢ po véo 10éa g TV
EVOOUATOON NG 6€ O1popeg Prounyavieg, n Tp1odldotorn eKTOT®OOTN cvveyilel va
dlevpivel Ta Opla, TPOoEEPOVTOG pioe TANODOPO  SUVATOTATOV  TPOGAPUOYNG,
amodoTIKOTNTAG Kot Kowvotopiog. Me Tig ocuvveyelg e€ehilelg kot v avéavopevn
TPOCPACILOTNTO GE AVTOV TOL €l00VE TEXVOAOYIR, TO HEAAOV NG TPLOIACTOING
EKTUTTMOONG EMPVAACGEL TEPAGTIEG SVVOTOTNTESG Y10 T OOUOPP®ON Kol TN O1dvOnon

TOL TPOTOV LE TOV OTO10 GYEIALOVE, ONUOVPYOVHE KOl KOTAGKEVALOVLE OVTIKEILEVOL.



KedaAaro 3

ELON koL LEBoSOL TIPOOOETIKWY KATEPYAOLWV :

Yndpyovv moAAEG S10POPETIKEG S1AOIKOGIEG TPLOIACTUTNG EKTOTMOONG, Ol OTTOTES
UTOPOLV VO OLOOOTTOMB0OV GE EXTA KOTIYOPIES:

Material extrusion

Vat photopolymerization
Material Jetting

Powder bed fusion

Binder jetting

Sheet lamination

Directed energy deposition

No ok~ owdE

O1 k0peg Sropopég pHetald Tmv depyaciav apopolV Tov TpdTo evamddeong Tmv
OTPOUATOV Y1 TN dNpovpYyia TV eEUPTNUATOV KOt TO VAIKA TOV YPTGLULOTOL0VVTOL.
Kd0Oe 1€00d0g éxet ToL S1KA TNG TAEOVEKTILOTOL KOL LELOVEKTNUATO, YU 0LTO Kot
OPIOUEVES ETALPELES TPOGPEPOVY EMAOYT] GKOVIG KOl TTOAVEPOVG Y10 TO VAIKO TTOV
YPNOUOTOIEITOL Y10l TV KATAGKELT] TOV AVTIKEUEVOVL. AALES YPNOUYLOTOLOVV HEPTKEG
(QOPES TUTTOTOINUEVO, ETOLUO YAPTL ETLYEPNCEMY MG VAIKO KATOGKELTG Y10 TV
TOPAY®YN VO avOeKTIKOV Tp®TOoTOTTOV. O1 KUPLOL TAPAYOVTES TTOL AapPdvovTtol
VILOYT Y10 TNV EMAOYN VOGS UNYOVILOTOS Elvat YEVIKA 1) TayOTNTO, TO KOGTOS TOV
TPIGOLAGTOTOV EKTVTIMTN, TOL EKTVTOUEVOD TPOTOTVTOV, 1] EMAOYN Kol TO KOGTOG TOV
VMKV KO 01 SuvaTOTNTES YPOUATIGHOD.O1 EKTVRTOTES OV gpydlovtan amevbeiog pe
pétoida etvar yevikd axpifoi. Qot660, 01 AydTEPO 0KPPOTl EKTLTMTEG UITOPOLV VO
YPNOLOTONBOVV Y10 TNV KATAGKELT] £VOG KOAOLTLOV, TO OTTO10 GTN GLVEXELN
YPNOUOTOIEITOL Y10l TNV KATAGKELY] LETAAMK®V £EAPTNUATOV.

Ké0e draducacio kot ke koppdtt eEomAMG oD Xl TAEOVEKTILATO, KO LELOVEKTILLOTOL
oL GLVOEOVTOL e aVTO. AVTd GLVNOWS APOPOVY TTLYES OIS N TaXOTNTO, TO KOGTOG,
N eveMéia og oyéon e TO VAKO TpoPOod0Giag, Ol YEMUETPIKOL TEPLOPIGHLOT Kot 01
avOYEG, KOOMS Kol 01 UNYOVIKES KO ELPAVIGLOKES 1O10TNTES TV TPOIOVTWOV, OTTMOC M
avVTOYN, N LT KO TO YPOLLOL.

H mowidio tov d10d1kacidv Kot Tov E0TAMG oD emMTPETEL TOAVAPIOLES YPNCELS TOGO
and epacttéyveg 060 Kal amd enayyelpaties. Oplopéveg TPooPEPOVTOL KAADTEPQ Y10
Bropnyavikn ypnon (otv mepintwon avty mpotipdrotl o 6pog Additive Manufacturing),
VO OALEG KAGTOVV TNV TPLGOIACTATH EKTUTMOT) TPOGITH GTOV HEGO KOTAVUAMTY.
Op1opévot eKTUTTMTEG elvol OPKETA LEYAAOL DGTE VO, KOTAGKEVALOVV KTipla Ve GALOL
telvouv o€ avtikeipeva pLeye0oug LKkpo- Kot VOVOKAMULOKOG Kol YEVIKG UTopohV v
a£10momB0oVV TOALES SLOUPOPETIKES TEXVOLOYIES Y10 TN PLGIKY| TAPOYWYN TMOV
OYEOOCUEVMV OVTIKEILEVOV.



3.1.Material extrusion :

3.1.1 Awndikaoia :

H povtelomoinon evardfeonc téng (FuseDepositionModeling) ivon pa kowvn
dradkacio eEDONONG VAIK®V. XNV GUYKEKPIUEVT dlepyacia To VAKO wbsitat, cuvniBmg
péom 600 YpavalldvoTo E6MTEPIKOEVOG COANVO O 0TTOT0G GUVIEETAL LLE VO 0KPOPVGIO,
énerta o VAMKO Oeppaivetal kot ot ovvEyela evamotifetol o pia Oeppotvopevn
EMPAVEIACTPOUA TPOG CTPOUO. TO AKPOPVGLO TPAYUATOTOLEL KIVIGELS APLOTEPE KOl
oe&1a o€ Evav op1lovtio dEovo(dnAadn otov dEova X), EVD 1 TAATPOPLLO KIVEITOL
eunpdg kot miom(dniadn| otov dEova ). ['a v evamodbeon kdbe vEov GTPONOTOC
(dnAadn otov GEova Z) Thv avtioToryn petatodmion-kivnon avoloufavel kupiog pio q
TEPLOCOTEPEG PETOAAKES pAPdoL, 1 omoia glvar cuvdedepévn pe éva kivntpa. H
OLYKEKPILEVN HEOBOOOC TPIOAAGTATNG EKTOTMGONG TPOKELTOL Y10 L0 EVPEMG
YPNOLOTOLOVEVT TEXVIKT] TTOV YPNOLOTOIEITOL GE TOALOVG PONVODS, OIKIOKOVG KOl
EPOOITEYVIKOVG TPLOOIAGTATOVS EKTVTTMOTEG.

H dwdwkacia £yl toAloOg mapdyovteg mov ennpedlovy Ty ToldTNTe TOV TEAMKOV
HOVTEAOV, AL EYEL LeYOAES SUVATOTNTES Kot PLOGIULOTNTO OTOV Ol TAPAYOVTEG AVTOL
eréyyovron pe emruyia. Evd 1 FDM elvar mopdpota pe dieg tig dAheg katnyopieg
JSIKOGLOV TPIGOAGTATNG EKTVTMONG, KAODS KATOUOKEVALEL GTPMOLA TPOC CTPMLAL,
SPEPEL GTO YEYOVAS OTL TO VAIKO TPooTifeTal Hécm evOg akpo@Lsiov vd otabepn
mieon Kot 6€ cuveyn pon. AVt 1 wieon Tpénet va dtatnpeitan otabepn Kot pe otabepn
ToyVTNTA Yo va givar duvat N emitevén akpBav arotelespatov. Ta otpdpate VAKOV
UTOPOLV VoL GLYKOAANB0VV pe Edeyyo TG Beprokpaciog N Le Tn ¥pNoN YNUIKOV
TAPOYOVTOV Kot GLYVA VAKO TPocTiBETAL GLYVA GTN UNYOVT GE LOPPY] KAPOVALOV.

Material Spool

Heater Element

Nozzle
Object/Model

Build Platform

Ewkéva 1 : FDM process.



3.1.2 EEwBnon uAwkwv BApa rmpoc BAua :

1. To mp®t0 0TPOUO KOTACKELALETOL KAOMG TO 0KPoPVUGL0 evamofétel VKO dmov
amotteiTan 6T SloTopn TG TPDTNG PETAG AVTIKEYUEVOU.

2. To emdpevao oTpdpOTO TPOCTIOEVTOL TAVE® GTA TPONYOVLEVH GTPOLLOTAL.

3. Ta otpodpato cvyymvedovion petalh Toug Katd TV evorddeo, kabmg 10 VAIKO
Bpioketon o€ kaTdoTOon THENG.

3.1.3MNapddelypa EKTUNTWTN :

Mivakac 1 :
Ovopa [porwovrog | Aveotdoeis g Iayog otpopatog | Apr1Opdg
: neEPLOYMS : owbécpov
EKTUTOONG : APONATOV TPOS
EKTUTOON :
Creality Ender 3 220 x 220 x 250 mm_ | 100-400 um 46

Ewova 2 : Mapadelypa FDM extunwth.




3.1.4 MMAsoveKkTAUOTA. ;

¢  Outpodidotatol ektvnwtég FDM eivat yevikd mo mpoottol amd aAleg
TEYVOAOYIEC TPIOAAGTATNG EKTOTMONG, KOOIGTMVTOS TOLG TPOGITOVG GE
YOUTIOTEG KOl UKPEG EMLYELPTOELG.

e Ot extvnotéc FDM sivar oyetikd €dypnotot Kot amottovv EAdyiotn pvduon,
KoO1GTOVTAG TOLG 10aVIKOVS Y10l apYAPLOVG,.

e [loAroti extuwtég FDM 6100étouv peydro dyko KoTaokeLNG, 0 0moiog
EMTPEMEL TN ONUOVPYIN LEYOAVTEPOV OVTIKEIUEVDV.

¢  Otektunwtég FDM pmopohv va ypnooTomcouy o TOKIATL VKOV, OTMG
PLA, ABS, PETG, vétiov kon TPU.

¢  Otekrvnotég FDM pmopodv vo onpovpyncovy dopég VITOGTHPIENG TOL
pumopov va apapedodv evkora LOAG OAOKANPpwOEL 1 EKTUTTMOOT).

¢  Otekrunotéc FDM pmopovv va mapdyouy EKTUTOGES VYNANG TOLOTNTAG UE
AEMTEG AEMTOUEPELES KO AEIEC EMPAVELEG.

3.1.5 MelovekTnpata :

o Ot ektvnwoelg FDM £yovv opatég YPOUUES GTPOUOTOG AOY® TNG dtadkociog
EKTUTTMONG GTPOUO TPOG CTPMLLA, 1| OTTOl0 UTOPETL VAL EXNPEAGEL TNV TOOTNTA
TOV TEAKOV TPOIOVTOC,.

o Ot extvnotéc FDM éyovv mepropiopévn avdivon, | omoio propel vo odnynoet
0€ EKTUTIMGELS YOUNAOTEPNC TOLOTNTOG LE AYOTEPES AEMTOUEPELES.

o O extvnwoelg FDM givon emppeneic otn otpéPrmon, 101k dtav
YPNOUOTOLOVVTOL OPIGUEVE VAIKE 0Tt To ABS, yeyovdg mov pumopet
VOTPOKOAEGEL GTPEPAWDOT) KOl TOPALOPPOGT] TOV EKTUTOUEVOD AVTIKEWUEVOD
KaTd TN O1001K0G10 EKTOTOONG.

¢ H extdnwon FDM givar yevikd mo apyr| omd dAheg texvoroyieg TPLodACTOING
EKTUTMOONG, YEYOVOS TOL UToPEl va, TePLopiceL TOV aplipd TV OVTIKEILEVOV
OV UITOPOLV VO EKTVTTOOOVV GE OEOOUEVO YPOVIKO SLACTNLLAL.

¢ Ot extvnotéc FDM &yovv meplopiopévn duvatotnta dnpovpyiog Tpoesoymy,
YEYOVOG TTOV UTOPEL VO TEPLOPIGEL TIC GYEIACTIKEG OVVATOTNTEG TOV EKTLMTY.

¢  Otektvnotég FDM amaitodv TakTikn cuvinpnon kot Badpovounon yuo va
eEaopaliotel N oo Aettovpyia TOLG, 1 omoia pwopel va eivar ypovoopa kot
KOVPOGTIKT).

o Ot extvnotéc FDM pmopet va mapdyovv moAld amoPANTa, 101KE GV 01 SOEG
oPIENG OeV elval EMAVOYPCLULOTOMGULES ] OVOUKVKAMGILLEG.



3.2. Stereolithography :

3.2.1. Aundkaaola :

Apy Asrtovpyiog: Dotomoivpepiopnog VAT elvar pia dtadikacio mpocHeTikng
KOTOUGKELNG TOL YPNCULOTOLEL £vaL SOYEIO LLE VYPT] POTOTOAVUEPT PNTIVI KO L10L TR
QMTOG Y10 TNV EMAEKTIKN CKANPLVOT| TNG PNTIVNG GTPOLO TPOG GTPMLLO Y10, T
dnuovpyia evog Tptodtdototov aviikelpévov. H dradikacio Eexva e pio TAATQOpLOL
Kataokeung fubiopuévn oty vypn pntivn. ‘Eva eotiacpévo Aéllep vmepuddong
axtwvoPoiiag (UV) 1 évag mpoPoréag ynoerokov pmtog (DLP) exbétel tnv vypn pntivn
og éva akpPég potifo mov avtictolyel otn dtotopn) Tov entBLUNTOL avTikeévov. To
VIEPUDOEG PMOC TVPOJOTEL IOl POTOYNMUIKT avTIOpAoT OTN PNTiv, LE OTOTELEG LA VO
otepeonoteital 1 va "orkAnpaivel”" Kot vo TPOGKOAAATOL GTO TPOTYOVLEVO GTPMOLLML. XTT)
GUVEXELN, 1) TAATEOPLLOL KATOOKEVTC YOUNADVEL KOt £VOL VEO GTPMUA VYPNG PNTIVIG
ATADVETOL TAV® 0O TO OKANPLIEVO aTtpodpa. H dtadikacio eravorappdvetar péypt va
oynuatiotel OAOKANPO TO AVTIKEILEVO.

Pnrivec owtomoivpepovg: O potomorvpepiopdc PITA amartel Evav cuykekpiévo
TOTO PNTivNG, YVOGTO O PNTIVI POTOTOAVUEPOVS. AVTEC Ol prTiveg amotelovVTOL Omd
£VaL VYPO LOVOUEPES, EVOV POTOEKKIVITH Kot GAAL TpdGOeTa TOL TPOGHidoVY GTN
pntivn Tig emBuunTéC 1310 TES. O PMTOEKKIVNTNG AVTIOPE GTO GUYKEKPIUEVO UNKOG
KOLOTOG TOV VILEPIDOOVG POTOG TOL YPNGLOTOEiTAL 6T dladtKaGia, EEKIVAVTG TNV
avTidopaon ToALUEPIGHOV 1| GKANpLVOTG. Ot prtiveg potomoivep®v datifeviol o€
dupopes cuvBEoELS, N Kabgpia Le SoPOPETIKES 1O10TNTEG LAKOD, OTtmg 1 eveA&ia, M
avtoyn, N odyela | 1 avtoyn otn BeppotnTa. AvTd emTPENEL TN dNpLovpYio
OVTIKELEVOV [LE EVPV PAGLLOL YOLPOKTNPIGTIKMV.

ILdyog oTp@paToc KoL avaiven: O eOTOTOAVUEPIGUOS TPOGPEPEL EEOPETIKN
avéAvon kot duvatdtnTeg AemTnG AemTopnépElag. To méyoc oTpdpaTOg 1 1 KEOETN
avdAivon kopaivetar cuvnBwg amd 0,025 mm £wg 0,15 mm (25 pm éwg 150 pm). H
emredéun avaivon kabopiletor amd mapdyovieg Ommg 1 TN POTOS, TO OTTIKO
ovoTpa Kot To 1EMOES TG pntivig. To xaunAdtepa mhym oTPOUATOS 03N YOV OE
EKTLTTMOELG VYNAOTEPTG AVAAVLOTG, AAAL EVOEXETAL VA AVENCOLVV TO YPOVO EKTUTTOGCTC.

Meroyevéotepn eneepyooio: MOAIC olokAnpwbel 1 ekTHT®OT, TO EKTVTOUEVO
avtikeipevo cuvnBwg aparpeitor amod ) oegapevn| kot EemAévetan pe SOAVTN Yo TV
OTOLLAKPLVON TNG TEPIGTELNG UN SKANpLIEVNS pntivig. To avtikeipevo prmopel ot
ouvvéyetla vo voPindet oe mpdcsbetn peTtackApuvo, 1 onoia teptlapPdvetl v xbeom
TOV G€ VILEPUDOES PG Y1 VO EEAGPAMGTEL O TANPNG TOAVUEPIOUOG Kot Vo BEATImBoHV
ot pnyoavikég Tov ot tes. Opiopéveg pntiveg pmopet vo amoitovv tpdcheta Pripata,
ommg Aetavon, otiMPwon N empavelokn enegepyacia yio v enitevén tov emtBounton
QWIPIGUOTOG.

Egapnoyéc: O ootonoivpepiopog OITA ypnoylomoteitor evpémg e dapopeg
Bropmyavieg kon epappoyéc. Eivor idwaitepa KatdAANAOG yio TV Topaywyn
TPOTOTOTOV VYNANG AETTOUEPELOS, EVVOLOLOYIKMDY LOVTEAMV, AEITOVPYIKDOV
eEQPTNUATOV, KOGUNUATOV, 000VTIUTPIKMV KOl I0TPIKOV GUCKEVMV KOl TEPITAOK®OV
eCoptnUdTeV 6TN PNYoVIKY Kot T0 oyedtacpo. H tkavotntd tov va dnuovpyet



TOAMVTTAOKEG YEMUETPIES KOl TEPITAOKN YOPOAKTNPIOTIKA e Aelol EMPAVELD TOV KOO10TA
TOAOTIHO G€ TOUEIS OOV 1 akpifeta Kol N oeONTIKY EVOL CNUOVTIKES.

Plattorm moving vertically (Z-Axis)

X

Platform

Liguid Resin Tank

UV Lighting

‘1 :II\_)JI
Mirror

Projector

Ewova 3 : Stereolithography process.



3.2.2. QwTtonoAvUEPLOUOC - BAua npoc Bhua :

1. H mlotedppo KataoKeu g YOUNAOVEL 0mtd TNV KOPuEN Tov doyeiov pnTivng
TPOG TOL KAT® KATA TO YOG TOL GTPMOUATOC.

2. 'Evo vepundeg pwg okAnpaivel  pntivn otpodpa tpog otpodpa. H mhateoppo

ovveyilet va KIveltol Tpog T KATM Kol EMTAEOV GTPOUOTO KOTAGKELALOVTOL
TOV® GTA TPOTYOVLEVO.

3. Opilopéveg unyaveég xpNOLOTOI0VV Lol AETIO0 TOV Kiveitan puetald twv
OTPMOEMV TPOKEEVOL Vo OnpovpynOel o opodn Bdon pntivig yio v
KOTOOKELT TNG ETOUEVIC GTPDOTC.

4. Metd v ohokAnpwaon, 1 delapevn adeldlel amd tn pnTivi Kot T0 OVTIKEILEVO
OTOLLOKPVVETAL.

3.2.3. Napddelypo EKTUNTWTNA :

Mivakacg 2 :
Ovopo Ipowdvrog : | Awwctaoels g nepoynes | Ildyog otpopatos: | AprOpog
EKTOTOONG : ora0éopmv
APORATOV TPOG
EKTOTOON :
3D Systems ProX 0.05-0.15 mm 2layers/minute

950

1500mmx750mmx550mm

Ewova 4 : Mapadetypa SLA eKTUTTIWTWV.




3.2.4. NAsovekTAuoTa:

KatdAnio yia v mopaymy cOVOETOV YEOUETPLOV e TEPITAOKES
AEMTOUEPELEG,.

OpoA ETPAVELD KO OVAALGT] ETLPAVELNSG VYNANG TOIOTNTOS, KOTAAANAO Y10 TN
ONUoLPYiN KOAOLTTIMV, YVTOV KOl KOGUNUAT®V

AvvatoTTo EKTOTMONG G VA EVPV PAGLLO VAIKOV, GUUTEPIAAUPAVOUEVDV
1660 GKANPOV OGO KOl LOAAK®DY TOAVUEPDV, KAOMS KOl PITIVAOV TOL UTOPOVV
va N 0oHv Tig 1010t TEC LETAAAWDV, KEPOUIKDOV Kol GALDY VAIKOV

Toyvtepn TayhTnTo EKTVTOONC GE GYECT HE AALOVG TOTOVE EKTVTTOTAOV TOV
Basilovtar o pntiveg, AOym g xpong evog Aélep vITePId®OOLG aKkTVOPOAING
evOg TPoPoAa @MTOG Y1, TN GKANPLVGT OAOKAN POV GTPOUATOV TAVTOYPOVIL
AvvaTdTTo TOVTOYPOVNG EKTUTMONG TOALATADY EEQPTNUATOV, 1) OO0 UTopel
va cuPPaiel 6T PEl®OT TOV XPOVOV EKTOTMOONG KOl TNV adENCT) TG
TOPAYOYIKOTNTOG

ELdyiot arottovpevn peteneéepyocio, kabhg ta eEapTiHato Lmopovv va
oKkAnpvvhoHV Kot vo GKANPUVOLV omevdeiag 6TOV EKTLTMTY Kot Vo apaipefovv
amd TV TAATEOPUO KATACKEVTG LE EVKOALN.

3.2.5. MelovekthuaTa:

[Tepropiopévog 0YKOG KATAGKELNG G GUYKPLoT e TOVG EKTVTTOTEG FDM 1) Tovg
EKTUTTOTEG GVVINENS KAIVIG GKOVIG, YEYOVOC TOV UTopel va. TeEPLopiceL TO
péyefog TV AVTIKEEVOV TOL UTOPOVV Vo, EKTVT®HOVV

YymAod k66T0G¢ VKOV Kot €E0TAMGHO0 6€ GUYKPLoT LE AAAOVG TOTTOVG
TPIGOIGTATOV EKTVTOTAOV, TO OTOT0 UTOPEL VO OMOTEAEGEL EUTOOI0 IGO0V Y10
OPLGLEVOVG YPT|OTES

H dwodikacio oxinpuvong pmopet vo 0onynoetl o€ eEapTriLaTo e YoUnAdTeEPN
UNYOVIKN 0VTOYN KoL ovOEKTIKOTNTO GE GUYKPLOT| e GAAOVG TUTTOVG
TEYVOLOYLDV TPLOOIACTOTNG EKTVTMONG, KANGTOVTOS ToL AMyOTEPO KATAAANAQ
Y10l AEITOVPYIKA EOPTALLATO KO TEPIGGOTEPO KATAAANAQ Y10, TPOTOTVTONOIN G
N povieAomoinon

Ot pntiveg pmopet va elvat BpodLIKES Kol SUGKOAES GTNV EPYNCIN, OTOLTMOVTOG
E101KES O10OKAGTIES XEPLOUOV KOl rofNKELONG Y10l TNV ATOPVYT GKAT|PLVGTG
EKTOG TOV eKTLTTOTN 1) {NUEG GTOV 1010 TOV EKTLTTMOTY

Ot prtiveg pmopet emiong va Exovv OLGAPESTES OGUES KOl VO, AEAEVOEPDOVOLY
duvnrtika emProPeig avabuptdoetg Kotd ) Stdpkeld TG Stodtkaciog
OKANPUVOT|G, AmoLT®VTAG ETOPKT €€0EPIOUO Kol TPOPVAGEELG ACPUAEING GTO
nep AoV eKTOHTOONG.



3.3. Materialletting(Ektoésuon LALKOV) :

3.3.1. Awndaoia :

Apyn Asvtovpyiac: H ektoEevon vAkoy tvar pua d1a01Kacio TpocheTIKNG KATOOKELNG
Tov ypnoomotel v texvoroyia inkjet yia v evandOeon otayovidiov
(POTOTOAVUEPDV VAIKDOV G€ o TAaTOpua kataokevns. H dtadwkacio Eekiva pe éva
VYPO POTOTOAVUEPEG VAIKO TTOV TTEPIEXETOL OE KEPAAEG EKTVUTTMONG Inkjet. Ot keQaAég
EKTOTOONG EVATODETOVV EMAEKTIKA TO VAIKO GTPAOLO TPOG GTPMLLO Kot KAOE GTPpMLLQL
OKANPOIVETOL LE TN XPNOT VIEPUDOOVS PMTOG Y10, VA, 6TEPEOTOMOEL TO LAKO KOl vaL
dnpovpynOei 1o emBLUNTO AVTIKETILEVO.

Dotomorvnepn) vAkd: H ext0Eevon LAKOD PUopel va AEITOVPYNGEL e UIdL TTOKIATOL
(POTOTOAVUEPDOV VAK®DV TTOL £vOl E101KA GYEIAGUEVA Y10 TPLOOIAGTATY EKTOTOON.
Av1d ta VAMKA aroteAobvTal cLVHOWG Ao VYPES PNTIVES TTOL TEPLEYOLV
pwtogvaicOnto moivpepn| kot Tpdcbeta. Ta poTomoAivept LAKE Uropohv va, Eyovv
POPETIKEG 1O10TNTES, OTMG eveMEla, SoPaveLn, avtoyn Kot OEPLIKN avToyn, avaioyo
LLE TN GLYKEKPLUEVT GUVOEDT).

Ke@uric ektdmmong kon avdaivon: Ot ektunotég ektoEenons vAKoD dadétovv
TOAMOTTAEG KEQUAEG EKTUTTMONG inkjet Tov evamoBETovY T0 POTOTOAVUEPES VAIKO oTNV
TAoTeOpLa KaTooKeVNG. O aplfpdg TV KEQAA®V EKTOTMONG Kot 1 S1ITAEN TOVG
umopet va S10pEpeL avarloya. e TO LOVTEAO TOV ekTVT®TH. H avélvon g ektoevong
VAKOL gival cuvBmG LYNAY, te peyEdn otayovidiov mov Kupaivovtot omd deKAdES £GC
EKOTOVTAOES LKPA, EMTPETOVTOC TEPITAOKES AETTOUEPELES KOl OUOAN ETLPOVELOKEL
ewipicpata.

Aopéc VTOSTPIENG KoL EKTVTMON TOAAITADV VMK®OV: H £kT0EEV0T DAKOV
EMTPEMEL TNV TAVTOYPOVT EKTOTOGT TOALATADV VAIKAOV 1} YpOUATOV G pio Ldvo
KOTAGKELN. AVTO eMTPEMEL TN ONpoVPYio CHVOETOV AVTIKEWEVOV LLE OLUPOPETIKEG
1010 TEC VAMK®OV 1] TOAOYpOU®V HovTédwv. Emumiéov, ot dopég atpiEng pmopodv va
EKTUTTOOOVY TAVTOYPOVA LE TN ¥PNON EEXYDPIGTOV VAIKOV GTNHPIENS TOV UTOPEl val
apopedel ebkoAa PLETA TNV EKTUTMOGT], SOIELKOADVOVTAG TNV TOPAYWOYT TEPITAOK®OV
YEOUETPLOV.

Merayevéotepn enelepyacio kol skAMpuven: Metd ) dadikacio ekTOTOONG, TO
extumopéEVo avtikeipevo uropel va vroPAndel oe otdowa petenelepyaciog. Avtd
pmopet va mepthapfavel Ty aeaipeon Toxdv dopmdv oTHPENG, Tov kabapicrd Tov
OVTIKELLEVOD Y10 TNV OTOULAKPLVOT) TG TEPIGCELNG PNTIVIG KL TN LETOGKAT|PLVOT] TOL
OVTIKEULEVOD YL TNV EMTELEN TOV TEMKOV UNYAVIK®OV 1010t TV Tov. H

HETOCKAN pLVOT] YiveTal cuVIHO®G LE TN XPNON VTEPIDOOVS PMOTOG Yo TNV TANPN
GKANPUVOT| TOV POTOTOAVUEPOVS DAIKOD KOl TNV EVIGYLOT| TNG OVTOYNG KOL TNG
0100epOTNTAG TOV.




UV cuning lamp
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Couyrgh: © 2002 CustomParth st

Ewova 5 Material Jetting process.

3.3.2. Ektoésuon uAkoU - BAua ripoc BRua :

1. H kepain ektommong eivol Torofetuévn mive omd v TAATeOpLL

KOTOGKELNG,.

2. Ztoyovidia VAKOV evomoTifevtal omd TV KEPAAN EKTOTOONG OTNV EMLPAVELD

o6mov amarteital, ypnoonowwvrag eite Oepuikn eite melonAiektpikn péBodo.
3. To otayovidio Tov VAIKOD GTEPEOTOIOVVTOL KO ATOTEAOVV TO TPMTO GTPMLLOL.
4. Tleportépm GTPOUATO ONULOVPYOVVTOL OTMOG TPOTYOLUEVMS TOVE® GTO

TPONYOOUEVA.

5. To otpdpata a@rvoviat vo KpuMGouVY Kol Vo GKANpLVOoLV 1| oKAnpaivovtal 1e
vepudon axtivoBora. H peteneéepyacio meprhapfdvel tv agaipeomn tov

VAMKOV oTHPIENC.



3.3.3. Napadeypo EKTUNTWTIN :

Mivakac 3 :
Ovopa Ilpowdvrog : | AlooTdosls TG éyog otpdpatos: | AprOpog
TEPLOYNG EKTOTMONG © owféopmv
APORATOV TPOG
EKTVTTOOT) ©
Objet 500 Connex 3 | 490 x 390 x 200 mm 16 um 46

4 Stratasys

Ewova 6 : MNapadeyua Material Jetting eKTUTTWTWV.

3.3.4.MMAeovekTnuazta:

Yynin avdivon: Avto tovg kafioTd KOTEAANAOLS Y10 EQOPLOYEG TOV QTonTOvV
ePimAOKa oYEOLN 1 LUKPE YOPAKTNPLOTIKA.

Evpela ykdpo vAik®v: Avtol ot EKTUTOTEG LTOPOVV VO YPNGUYLOTO|GOVV LU0
TOWKIATD DMK®OV, OT®G GKOUTTO Kol EOKOUTTO TTOAVUEPT], EAOGTOUEPT], AKOUN
Ko LETAAAQL.

Extonwon moAlanidv vAikodv: Oplopévol ektonwtég Material Jetting pmopotv
VO EKTVTAGOVY TOAAATAN VAIKA G€ Eva LOVO eEAPTNLLA, ETLTPETOVTOG TN
Inuovpyio EQPTNUATOV e SUPOPETIKES WOOTNTES KOl AEITOVPYIKOTNTEG,.
Opord ewvipiopa emedvelag: Ta Oyn otpdUATOC TV EKTVTOTOV Material
Jetting 3D eivar cuvn B¢ TOAD piKpd, pe amoTéEAEGA Vo dNUtovpyovVTOL Agio
EMLPOVELOKA OLVIPIGHATO TTOV amontovV LGyt 1 kKoBOAov petenelepyacio.
YymAn toydv o eKTOTmons: AvTol o1 EKTVTOTEG UTOPOVV VO EKTVTOVOLV
eCopTuata pe VYNAN TaxHTNTO, YEYOVOS TOL £lval EMMPELES Yo fropnyavieg
OV OTTOLTOVY YPNYOPN KATOGKELT] TPMOTOTOHT®V 1| TAPAYMYT| YOUNAOD GYKOV.




3.3.5. MelovekThpaTa:

AxpBa: Ot ektunmtéc Material Jetting etvar cuviBwg o akpioi amd dhheg
TEYVOAOYIEC TPIOAAGTATNG EKTOTMONG, KOOIGTMOVTOS TOLG AYOTEPO TPOGITOVS
Y10 YOUTIGTES 1 UKPES EMYEPTGELS.

[Tepropiopévog 0YKog KaTaokeLNG: AVTOL 01 EKTLTOTEG £XOVV GLYVE LKPOTEPO
OYKO KOTOGKELTG 0€ GUYKPLOT LE AALEG TEXVOAOYIEC TPIOOIACTATNG EKTUVTTOGCNC,
YEYOVOG IOV UTopel va Teplopicet To péyehog Twv eENPTNUATOV TOL UITOPOVV Vi
EKTLTTOOOVV.

Amonteiton petayevéotepn eneéepyocio yio optopéva vAKE: Optopéva vAIKA
OV YPTNCLUOTOL0VVTAL GTOVG EKTLIMTEG Material Jetting evoéyeton va omaitovv
npdcbeta oTAd0 peTemeEEPYaTiag, OTmG CKANPLVOT UE LTEPLOIN AKTIVOBOAL,
Yol vaL S106QAAGTOVV 01 KATAAANAEG UNYOVIKES 1010TNTEG.

An6pAnta vikov: Ot ektonmtég Material Jetting pmopet va mwapdyovv
TEPLOCOTEPO ATOPANTA VAKADV GE GVYKPLOT| e AALES TEYVOLOYiES
TPIGOLAGTOTNG EKTOTOONG, KOAOMG TO ayPNOLLOTOINTO VAIKO GuviOmg
amoppinteron petd and kdbe extdHmOON.

EvBpavota egoptipoto: Ta eEapthpato mov Tapdyovol and EKTUTMOTES
Material Jetting pmopet va givar €00pavota Kot e0OpovGTO Kot EVOEYETAL VOL UMV
elvat kotdAAnAa Yo epapproy£EG Tov amontohv VYNAN avioyn N avlektikdtnTa.



3.4. PowderBedFusion :

3.4.1. Aikadkaoia :

Apyn Asrtovpyiog: o TV KOTOGKELT] EVOC TPIGOIAGTATOV OVTIKELEVOL
ypnowonoteitor pia déopun Aélep N NAEKTpOVI®V Yo TNV EMAEKTIKN THEN 1
TVPOGVOCOUATMOOT] CTPOUATOV KOVIOTOMUEVOD LAKOV. H dtadwkacio Eekiva pe éva
AETTO GTPAOUO KOVIOTONUEVOL VAIKOD TTOV OTADVETOL OLOOLOPPO GTNV TAATEOPLLOL
kataokeuns. To Aélep N 1 d€oUN NAEKTPOVIOV GAPDOVEL TO GTPAOLN GOUPMVO LLE TO
emBuunTo oYNL0, MOVEL 1) TUPOGVCCMUATMVEL TO, COUOTION CKOVIE Y10 VOl
ONUIOVPYNGEL GTEPEOTOMUEVO CTPAOUATO. APOV OLOKANP®OEL KAOE GTPpMUA, ATADVETOL
€va VEo oTPp®U GKOVNG 0md TV Kot 1 Oladtkacio eravalappaveTor péypt va
oynuatiotel OAOKANPO TO AVTIKEILEVO.

Yiwkd oxkévne: H oovinén khivng okovng pmopet vo Asttovpynoet pe éva eupld eacpa
VAMKOV, GUUTEPILOUPOVOUEVOV TOV HETAAA®V, TOV KEPOUIK®OV KOl OPIGUEVOV
noAvpep®v. H emthoyn tov vAkos e€optdtotl amd TIC EI01KEG OMALTNOELS TNG EQPOPUOYNC.
O petaAkég oKOVeS, OTMG 0 avoleidmTog ydAvPag, To TiTdvio, To aAoL VIO Kot Ta
KPAUOTo KOBAATIOV-YpMUATOG, YPNOILOTOI0VVTAL GVVHBWS oe dtodikaciec PBF
petdArov. Kepapkés okoveg, 0nmg alovpiva, Gpkovia kot kapBidto Tov mupitiov,
ypNopomotovvTal Yio kepapkes oepyoaciec PBFE.

Anyn pe Aélep 1 déoun niektpoviov: H cvvinén kiiving oxdvng pmopel va
npaypatorom el ypnoponoldvtog gite Aélep eite dEoun nAekTpoviov og Tnyn
Bepuomrag. Zra cvotruato tov Pacilovror og Aélep, Eva Aélep LYNANG 100OG
KatevBoveral pe axpifeta onv KAIv okdvng yo va Mdcet o copatidw okovng. Ta
OLGTHWOTA OEGUNG NAEKTPOVI®MV YPTGILOTOLOVV EGTIOCUEVT SEGUT NAEKTPOVIOV Yia VO
emthyovv 10 1010 amotéhespo. H emdoyn g mnyng Beppomrog eéaptdron and tig
1010TNTEC TOL VAIKOV Kot T EXOVUNTA OTOTELEGLOITOL.

"Elgyyog 0éppavong kot wong: Katd ) diapkeia g dwwdwasiog PBF, o akpipng
ELeyyog TV puludv BEpravons kot yogng etvat Lotikng onuaciog yo Ty emitevén
TV emMBLUNTOV 1810TNTOV TOV LAIKOV. H g1opon Bepuottog and 1o Aéilep | T déoun
NAEKTPOVIOV TPEMEL VAL ELEYYETAL TPOGEKTIKA Yia Vo eEacpaMoTel N cwot TEN 1
TVPOCGLGCOUATOGCT] TOV COUATIOIMV NG okOVNG. O1 puOpol YoENS Tailovv emiong
Lotikd pOLO GTN GTEPEOTOINGT KOL TNV AVATTLEN TG IKPOJOUNG TOV VALKOV,
emnpedlovTog TIC UNYOVIKEG TOV 1010TNTEG.

Aopnéc ot piéng ko pera-ereCepyocio: H cuvinén kiivng okovng amaitei cuyvd
YPNOMN SOUDY GTNPIENG Y10 TNV OTOPVYT TOPALOPPOCTG 1) KATAPPELONG TOV
TPOEEEXOVTOV YOPOKTNPLOTIKAOV KOTA TN O1APKELD TG O1001IKAGT0G EKTOTMONG. AVTA TOL
omplypata katookevdlovtar cuvnBwg amd To 1510 1 TAPOLOL0 VAKS LE TO EKTVTMUEVO
OVTIKEILEVO KOl apopovVTOL KOTd TN StdpKeELR TNG LETA-EneEepyaciag.

To otdd10 peteneéepyaciog pmopel va teptlapupdvoovv v agaipeon g TEPIGOELNG
oKOVIG, TNV aQaipeot TV dopdv onpigng, t Oepuikn| eneéepyacio yio v



avaKOLPLoN 0o TIG TAGELS KL TO PLVIPICGHUA TNG EXPAVELOS Y10 TNV EMTEVEN NG
EMBLUNTNG TOLOTNTACETLPAVELNG.

Build Platform

Ewkova 7 Powder Bed Fusion process.

3.4.2. Powder Bed Fusion- Bupamnpocfnua :

1.

"Eva otpdpa vAkov méyovg cuvibmg 0,1 mm anidvetotl mive otV TAATEOPLLL

KOTOGKELNG,.

"Eva Aé1lep GLYKOALA TO TPATO GTPAOLLO 1) TV TPATN SLOTOLT TOV LOVTEAOD.
‘Eva véo otpadpo 6KOVNG OTADVETOL TOVE® GTO TPOTYOVLEVO GTPAOLO LE TN

YPNOMN EVOC KLAIVIPOUL.

[Mepartépw oTpOUOTA 1) SIATOUES GLYYOVEDOVTOL KOl TPOGTIOEVTOL.

H dwdikacio eravorappdvetar £mg dtov dnpovpyndel oAdKANPo 10 HoVTELO.
H yoAapn, un cvyyoveopévn okovn mapapével 6t 0éomn g, aAhd apoatpeiton
KT T O18pKELN TNG LETAYEVESTEPNG ENEEEPYOTTIOG.



3.4.3. Napadelypo EKTUNTWTIN :

Mivakac 4 :
Ovopa Ilpowdvrog : | AlooTaoelg TG Héyog otpdparos: | AprOpog
TEPLOYNG EKTVTMONG © owdéopov
APORATOV TPOS
EKTVTTOOT) ©
3S Systems ProX 381 x 330 x 457 mm 0.08-0.15mm 2liters/hour
500

Ewkoéva 8 : Mapadetyua Powder Bed Fusion ektumwtn.

3.4.4. NAeovektnuata:
e Yymin axpifeta ko axpifeia: Ot tpiodidotatol ektvnwtéc PBF uropovv va
napdyovv eapeTikd AemTopepn Kot TepimAoka eE0PTALOTO LE TTOAD VYNAN
dotatikn axpifeto.

e  Meydlot 6yKkot kataokevng: Ot Tpiodidototol ektvnwtés PBF umopovv va
Tapdyouv peydra eEoptnuata, KahoTOVTOS TOVG WOVIKODS Y10 TNV TOPAY®Y
eCoptnudtov Bropnyovikng KApoKog.

o [lowwkia vAkdv: Ot Tprodibototol ektvnwtés PBF umopovv va epyastovv pe
éva upL PAGLLO VAIK®V, GOUTEPIAAUPOVOUEVOV HETIAAW®Y, TAACTIKAOV,
KEPAUIKMV Kol GOVOETOV VMKOV.

o  Elapetikd pwipiopa emodvelog: Ot tpiodidotarot ektunmtég PBF propodv va
napdyovv eaptipata pe eEUPETIKO EVIPIGHO EMPAVELNG KOl OLOAdTNTA,
KoO1GTOVTOG TOVG 10aVIKODS Y10 AEITOVPYIKA EEQPTALLATO KOL EQAPUOYES VYNANG
TOLOTNTOC.



YymAn avtoym kot avBektikotnto: Ta Tplodidotato EKTUTOUEVE EEOPTILOTOL
PBF pmopodv va éxouv eEotpeticég pnyovikés 1010TnNTeS, COUTEPIAAUPAVOUEVIG
NG VYNANG OVTOYXNG Kot ovOEKTIKOTNTAG.

3.4.5. Melovektnpuata:

YymAo k6610¢: Avtd Toug KOOIGTA AyOTEPO TPOGITOVS Y10 LKPEG EMLYEPTOELG
N YounicTeG.

[Tepropropévn tayvra: H tprodidotorn ektonwon PBF elvar o apyn
dwdwasia, N owoia puropel va TEPLOPIGEL TN XPNON TNG YO EQAPLOYES
TOPAY®YNG LEYAAOL OYKOL.

[Tepropiopévn avaivon: Iapdio mov ot tpredidotatol ektvnwtés PBF pmopovv
va mopdyovv eEopetikd Aemtopepn E0PTNLLATO, 1| AVAALGT UTopEl val
nepropiletar amd 10 péyehog TV COUATIOIMY GKOVNG TOV YPNCULOTOIOVVTOL.
Xeptopog okovng: O xeptopdg TV GKOVOV UITopEl va eivar Bpmdpkog Kot
JVVNTIKA EMKIVOVLVOC, OTOUTAOVTOG EWOIKEG TPOPLAGEELS aoPaAElng.

Amatteiton petayevéotepn eneéepyacio: To TpLodIACTOTO EKTUTOUEVOL
eCoptnparta PBF aroattovv cuyva peta-enegepyacio, dnwg Oeppikn
eneEepyaoia, yio TNV eXiTeLsn PEATIOTOV UNYOVIKOV 1010THTOV.



3.5 Binderjetting :

3.5.1. Aladkaaola :

Apyn Aertovpyiac:BinderJetting sivar pio Stadikacio TpocOETIKNAG KATAGKEVNG TOV
YPNOOTOLEL VOV VYPO GUVOETIKO TOPEYOVTA Y10 TV EMAEKTIKY] GUYKOAANON
OTPOUATMOV KOVIOTOUUEVOD VAIKOV HETOED TOVG Yol TN OMNILovpYic EVOC TPIOIIAGTATOV
avtikelpévov. H dradikacio Eekivd e éva AT GTpOUN GKOVIG TOV ATADVETOL
OLLOLOLLOPPO. TNV TAATPOPLLO KOTAGKEVNG. M1 KEQOAT EKTOTMONG 1 EVOG UNYOVIGILOG
eKTOEELONG EVATODETEL GTAYOVIOLX EVOG LYPOD GLVOETIKOD VAIKOD TAV® GTO GTPMLLN
oKOVNG, GLVOEOVTOG T cMUATIOW peTalh Toug oto emBouuntd potifo. Avti
Jrodtkacio ETaVOLAUPBAVETUL GTPMUO TPOS GTPMUN LEXPL VO CYNUOTIOTEL TO TANPES
OVTIKEILEVO.

Yhkd okévne: H ekto&evomn cuvdeTikod vAkoD pumopel va AELITovpyncet pe Eva upo
QAGLLO VMK®OV GE GKOVT, COUTEPIAAUPOVOUEVOV LETAAL®V, KEPAUIKMDV KOl OPIGUEVAOV
noAvpep®V. Ot peTaAMKEG OKOVEGS, OTMG 0 avoEEIdmTOg YaAvPag, 0 XYOAKOG Kol TO
aAovpivio, kaBmG Kot 01 KEPAUIKEG OKOVES, OTMC 1 alovpiva ko 1 {ipxovia,
xpnoonoovvtol GuVNBwG o€ dradikacies eKTOEEVOT G GLVOETIKOD LAKOV. H emAoyn
TOV VAIKOV €aptdrot omd Tig emBuUNTES 1010TNTES KO TNV TPOPAETOUEVT] EPAPLLOYT
TOV TEMKOV €EQPTNLLATOG.

XVvOeTIKA péca: O cLVOETIKOG TOPAYOVTOS TOV XPNCLLOTOLEiTAL TNV EKTOEEVOT)
GLVOETIKOD VAIKOD lvar £va vYpO TOL dpa MG GLYKOAANTIKO LEGO Y1a TI GLYKOAANGT
TV copaTiov okévng pneta&d tovg. H cbhvBeon tov cuvdetikov pnécov umopet va
TOWKIAAEL ovOAOY pe TO VAMKO oL enelepyaletal. To cuvdeTikd pHéGo umopel va
TEPEXEL GLVOLAUGLO TOAVUEPDV, OLOAVTAOV Ko TpdsBetwv. Etvon onuavtikd va emideyet
€V GLUVOETIKO VAIKO TTOV TTOPEYEL ETAPKT) AVTOYT CLYKOAANGTG Kot O1EVKOADVEL TN
owoTY| dteicdvuon oty KAMvn 6KOVIG.

Merenelepyooio: Metd Ty EKTOTOGCT TOV OVTIKEWHEVOL [LE TN YPNON OEGUNG
eKTOEEVON G GLVOETIKOV VAKODV, aLTO VITOPAAAETOL GE GTAOL LETEMEEEPYOATING YL TNV
enitevén tov emBuunTOV TEAMKOV W0t Ttov. Ta fuata avtd teptiapfavouy cuviimg
TNV QTOUAKPVVOT] TNG TEPIGOELNG CKOVIG OO TO EKTLUTTMUEVO TELAYLO, 1| OTTOi0 LITopEl
va yivel pe TeQVIKES 0TS POVPTOICLN, GKOVTIGLLO LLE NAEKTPIKT] GKOVTO 1] GUOT|LLOL LLE
aépa. EmumAéov, 1o tepdyio umopel va vroPAndel og Oepuikn emeéepyacia, OTmC
OTOKOAANGN KOl TUPOGVGCMOUATMG, Y10 TV OTOUAKPVVOT] TUYOV VITOAEUUATOV
GLVOETIKOD VAIKOV Kol TN BEATIOON TOV UNYAVIKOV 1O10THTOV.

Aopéc ot piéng kot grilvon: v eKTOEELOT GLVOETIKOD VAIKOD, GLYVA OTAITOVVTOL
dopég otNPIENG Yo va Tap€yovy otafepdTnTa 6€ TPOeEEXOVGES | TOADTAOKES
YEOUETPIEG KOTA TN OLAPKELD TNG SLdIKACTOG EKTOT®ONG. AVTA TOL GTNPLYHOTO ETvoL
ocuvnbwg Katackevaspuéva armd Eva Buelalopevo LAIKO kot Hropohv €OKOAN VoL
apopeBodv katd T ddpkela ¢ peta-eneepyasiog. H avaivon g extdEevong
GLVOETIKOD VAIKOD emnpedletot amd dapopovg Tapdyovies, OTmg To péyedog Tmv
COUATIOIMV TNG OKOVNG, TO LEYEDOG TV GTAYOVISI®MV TOV GLVOETIKOV LAMKOD Kol TO




Tér0g TOL OTPOUOTOC. To LiKpOTEPO PEYEDT GTOYOVISI®V KO TOL AETTOTEPU GTPMUATO
UTOPOLY VO GUUPAAOVY GE VYNAOTEPT AVAALGT).

/
N

X

Ewova 9 : Binder Jetting process.

3.5.2. Binder Jetting—BnuamnpocBnua :
1. To vikd 6€ oKOVN OTADVETOL GTNV TAATPOPLLO KATOGKELG LLE TN (PO POAOV.
2. H xepoln ektdmmong evamoBétetl Ty KOAALO GLVOETIKOD VAKOD TAVE® omd TN

oKOVN, 6oL amatteiTal.
3. H mhoatpoppo KOTaoKELNG YOUUNADVEL AVAAOYA, LLE TO TOYOG GTPMOUATOS TOV
HOVTEAOV.
4. "Eva 6ALO GTPOUO GKOVNG ATADVETOL TAV® 0td TO TPOTYOLUEVO GTpdua. To
OVTIKEILEVO OLOLOPPDVETOL GTO OTMUEl0 OOV 1 KOV GLVOEETAL LLE TO VYPO.
5. H pn deopevpévn okdvn moapapével otn BEon g yOpw amd To avITIKEIEVO.
6. H dwdwoaoio eravarapfaveror oG OTOL KOTACKELAGTEL OAOKANPO TO
OVTIKEILEVO.



3.5.3. Napadsypo EKTUNTWTINA :

Mivakac 5 :
Ovopa Ilpowdvrog : | AlooTdosls TG Héyog otpdparos: | AprOpog
TEPLOYNG EKTOTMONG © owféopmv
APORATOV TPOG
EKTVTTOOT) ©
Spectrum Z 500 - 0.089-0.203mm 2layers/minute

nl

L 2

Ewova 10 : Mapadetyua Powder Bed Fusion ektumwti.

3.5.4.MMAsovektnuazta:
o  Toyvmta ektOTOONG 6€ GVYKPION PE AAAEG TEXVOLOYIES TPLOIACTUTNG
EKTUTMOONG

e AvvaToTnNTO TOPUYWOYNG LEYAAWMV AVTIKEIUEVDV

o  Yynioc Babudg axpifetag kot akpifelag ota EKTUTOUEVH LEPT

o  Emurpénel v eKTUTOOT TOAAATADVY XPOUATOV KO VAIKOV

o KatdAinio yuo TV Topayyr cGOVOET®V YEOUETPLOV KOl TEPITAOKWOV TYEdIV

o  XoaunAn onatdAn VAKGOV 6€ cUYKPIoN UeE GALEG TEYVOLOYiES

e  Mnopel va ypnoIoTomacet Eva eVpU PAGLO VAKOV, GUUTEPIAAUPAVOUEV®V
LETAAL®V, KEPOUIKDV KOl TAACTIKOV

e Agv amortel dopég otNPIENG KATA TNV EKTOTTOON

o Xounio Aeltovpyikd KOGTOG GE GUYKPLION UE AALEG TEYVOAOYIES




3.5.5. MeLlovektnuata:

XoapunAdtepn avaAVOT Kot ETPAVELNKO LVIPIGHIO GE GUYKPLON UE GAAES
TEYVOLOYiES

[Tepropiopévn unyovikn avToyn Kot avOEKTIKOTNTO TOV EKTUTOUEVOV
eCoptnudtov

Evdéyetan va amotteitan petayevéotepn eneepyacia, OT®G M
TVPOCGLGCOUATOGCT, Y10, TN PEATIOON TN CVTOYNG KoL TNG AVOEKTIKOTNTOG
[Tepropiopévn yrdpa VAKGOV o€ GOYKPLoT 1e GALES TEXVOLOYIES
[Tepropiopévog EAeyyog TV IO0THTOV TOV EKTVTOUEVOV eEapTNUATOV
[Teplopiopévn AETTOUEPELN GE UIKPA YOUPOUKTNPIOTIKA GE GUYKPIOT LE AALES
TEXVOAOYIES

Mmnopet vo Tapay0el VTOAEUUATIKY GKOVY TOL TPETEL VO apapedel petd tnv
EKTUTTMOON



3.6 Sheet Lamination :

3.6.1. Aladkaaola :

Apy Asvtovpyiac: Eivor pio dtadikosio mposheTikig KaTaoKeu§ Tov dnovpyet
TPIGOLAGTOTO OVTIKEILEVA LLE TN OCTPOUATMON Kol GUYKOAANGT GUAL®MY VAIKOV
peta&d toug. H dadwkacio Eekva pe pia otoifo Aentdv @OAA®V VAKOD, cuviOmg
XOPTIOD 1} TAUGTIKOV, T OTTO10L GUYKOAAOVVTOL LETAED TOVG LE TN XPNOoN KOALOG 1
Oepporag. X cvvéyela ypnoonoleitol Eva AElep 1 £vag KOPTNG LLOYOPLOV Yo VoL
KOyel pe axpifela to oynua Kdbe GTPOUATOG COUPMVO LE TO YNPLOKO oxédto. Ta
OTPAOUOTO GLYKOAALOVVTOL H1000YIKA LETOED TOVG Y10l VOL GYNILATICOVY TO TEAMKO
OVTIKEILEVO.

Yikd @oAlov: H mhaoctikomoinon gUAL®V pmopel va, xpnoYLOTOMGEL S1APOPa VAIKA
QOAAOV, OTTOC YapTi, TAUCTIKO, LETOAAKE QUALN 1) akOUN Kot KomAopddeg EbAov. H
EMAOYT TOL VAKOV e€apTdTor amd Tig EMBLVUNTES WOOTNTES TOV TEAMKOV OVTIKELEVOU,
OmmG M avToyn, N eveMéia 1 n osOntikn epedvion. To yapti ypnoipomroleitoar GuvO®G
AOY® TG 010EG1UATNTAS TOV, TOL YAUNAOD KOGTOVS KoL TG EVKOAING YEPIGHLOD TOV.
[MTAaotkd eOALA, OT®G TO TOAVOBVAEVIO 1] TO TOAVGTLPEVIO, LTTOPOVV ETTICNC VO
YPNOLOTOMOOVV Y10 EPAPLOYES TOV ATOLTOVY ALENUEVT] aVTOYN 1 AVTIGTOCT 6TV
vypooia.

Yuykéiinon pe k6Aro 1) Ospuotnta: Ta @UALN VAIKOD 6TV TAAGTIKOTOINOT GUAA®V
ovyKoAAoVOvVTaL petalh toug eite pe yprnom kOALag gite pe Oeppomra. H cvykoAintum
oLYKOAAN O™ TEPLAUPAVEL TNV EQAPLLOYT EVOS GTPOUATOS KOALOS HETOED KAOE pOAAOV,
10 omoio evepyomoteitan pe BeppoTnta 1 mieon yo T dnpovpyia evog 1IovPov deGHOD.
H Beppukn cvykdAAnon, amd v GAAn mhevpd, Baciletar oty Tén | v
ATOOLVALMOT) TV ETPOAVELDY TOV DAIKOV Y10 VA TO, EVAGEL LETAED Tovg. H emhoyn
¢ neBddov GuyKOAANoNG e€0PTATOL OO TO GUYKEKPUEVE VALKE TTOV
YPNOUOTOLOVVTOL KOt TIG EMOVUNTES WOIOTNTES TOV TEAIKOV OVTIKELEVOU.

Meremelepyooio kKol @vipiopna: MeTd TV EKTOTOGT TOV OVTIKEWEVOL UE TN (PNION
TAOGTIKOTOINGN G POAA®V, EVOEYETOL VO, amattnBovv Prparto peteneiepyaciog yio v
enitevén TV emBuuNTOV TEMKOV 1010THTOV Kol ELEAVIONS. AVTO umopel va
nepthapPdvel v aeaipeon Toxdv TAeovalovtog LAKOD 1 SOp®V 6TPENGS, Aeiavomn i
KOTEPYOAOIO TNG EMPAVELNS Y10 TTIO AELO PLVIPIOUA KO EPOUPLOYY| ETICTPMOCEMV 1
YPOUATOV Y10, 010N TIKOVG oKomovs. Ta otddio petemeiepyaciog pmopel va mouiddovv
avOAOYOL LLE TOL GLYKEKPIULEVO VAIKE Kot TNV emBLUNTY TEMKN EQUPUOYT).

Egoappoyéc: H mlactuconoinon gOAA®V eivat KatdAANAN Y10 SIAQOPES EPUPUOYEGS,
OMMG TOYELN KATAGKELT TPMTOTLT®V, APYLTEKTOVIKA LOVTELD, GYESOCUOG
OLOKEVACIOV Kol KOAMTEYVIKEG Onovpyies. [Ipocpépel mAeovekTnuata OTmg TO
YOULUNAG KOGTOGC, 1) EVKOAIN XPNOTG KOL 1) SLVOTOTNTA ONUOVPYING AVTIKEWWEV®V
peyaang kiipoakag. Qotdco, eival onuavtikd vo AneOovv vtoyn o1 TEPLOPICUOL TNG
dradtkaciog, OTMG 1 TOAVOTNTU OTOKOAANONG GTPAOUATOG KOl 1) YOUNAOTEPN aKpifeta
o€ GUYKPIOT UE AAAEC TEXVIKEC TPOGHETIKNG KATUGKELNG,.
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Ewkéva 11 : Sheet Lamination process.

3.6.2. EmkaAuvbn dpuA\wv - Bua pocg BRua. :

1.

2.

To vAwd TonoBeteitan ot B€om TOL GTNV KAV KOTNC.

To vAkd cuykorrdtor otn BEom Tov, TAVE® O TNV TPONYOVLEVT GTPAOOT),
YPNOYLOTOUDVTAG TNV KOAACL.

211 ovvéyelo KOPETAL TO AMOLITOVIEVO GYNLLOL OO TO GTPOU, Le A&lep N
poryoipt.

[Tpoctifetot 1 endpevn oTPOON.

To Prpoto dVo Kot Tpio LTOPOVV VO AVTIGTPOPOVYV Kol EVOAAUKTIK(, TO VAIKO
umopet va komel Tpv amd TV Tomo0ETNoN Kot TN GVYKOAAN o).



3.6.3. Napadelypo EKTUNTWTINA :

Mivakac 6 :
Ovopa Ilpowdvrog : | AlooTdosls TG Héyog otpdparos: | AprOpog
TEPLOYNG EKTOTMONG : owféopmv
APORATOV TPOG
EKTVTTOOT) ©

MCor Matrix 300 A4 paper: 256 x 169 x | 0.1 mm —0.19 mm
plus 150 mm

Ewova 12 : Napadetyua Sheet Lamination ektunwty).

3.6.4. MNAeovektnpata:
e AwBétel TV KavOTNTA VO EKTUTTMOVEL VAL LEYAAO €DPOG VAMKADV OTwG : yopTti,
EVLAO KoL LETOAAKA QUAAQL.

o Tevikd younio k66TOg GE GUYKPLION LE AALEG TEXVOAOYIES TPLGOLAGTATNG
EKTUTMOOTG.

e  Mmnopel va mapdyst pHeyGAa avTikeipleva AOy® TG XPNOTNG KUAVIPIKOV QUAA®V.

e Agv amartovv dopég oTPEng.

o  Mmnopel va mapdyst eEopTHATO LLE KA UYOVIKT) OVTOYN.

o  OuuKd mpog To mePPdAiov, Kabmg Tapdyovv Aydtepa andPAnTa 6E GUYKPION
HE AALEC TEXVOAOYIEG TPIOOLAGTOTNG EKTUTMOTG.




3.6.5. MelovekThpaTa:

Fevikd yopnAOTEPEG TAYVTNTES EKTOMONG GE GVYKPLON UE AALEG TEYVOLOYIES
TPLGOAOTATNG EKTUTMOOTC.

[Tepropropévn axpipela kot axpifela oe cOyKpLon pe GAAEG TEXVOLOYIES
TPLGOAOTATNG EKTUTMOOTC.

H npdspuon tov otpopdtov evogyetal vo unv eivatl T0co 1oyvpn 060 dAAeg
TEYVOLOYiES TPLEOIAOTATNG EKTOTWONC.

To uépn evdéyeton vo amontobv petayevéotepn eneéepyacio yia 1 Pertioon
NG EMPAVELNG KOL TNV Apaipesn TG TEPICGELNG VALKOD.

[Tepropiopévo VP0G YEMUETPUDY TOV UTOPOLV VO, EKTVTTOOOVV, GUVNO®G PLOVO
eMmedeg 1 ELAPPDOG KOUTVAES EMLPAVELEC.



3.7 Directed energy deposition :

3.7.1. Alwdwkaola :

Apyn Asvtovpyiac: Eivor pio dtadikosio mposheTikig KATAoKEVTG TOL (P CLUOTOEL
eotaopévn Beppukn evépyeta yio v ™EN Ko v THEN VAIKOD KaBdS ovtod
evamotifeTon o€ £vo LTOGTPOUA 1} o€ TPONyovEVa oTpdpota. H dadikacio
TEPAAUPAVEL TNV TPOPOSOGTa LG LETAAMKNG GKOVNG 1 EVOC GUPUATOC GE Lo, TNYN
OepproTrag VYNNG evépyelag, OTmg Eva Aélep N o d€oun nAekTpovimv, 1 omoia
MOVEL TO VAIKO KOTE TNV ETOPT TOL LE TO VIOSTP®A. To AMmpUEVO VAIKO
otepeomoleitot Kot oynuatiCel éva véo oTpmpa, Kot 1 dtadikoacio ovtm
EMOVOAUUPAVETOL CTPOLLO TPOG CTPMLLOL Y10l T ONILLOVPYIC TOL TEAKOV TPIGOIIGTATOV
OVTIKELLEVOV.

Yo Tpo@odocioc: H evandBeon koatevbouvopevng evépyelag pmopel vo AE1Tovpyncet
pe éva eupv PAGHLO VAIK®OV, GUUTEPIAAUPOVOLEVOV TOV LETOAADV, TOV KPOUAT®V Kot
TOV 6VVOETOV VAIKAOV. ¢ Tp®TN VAN XPNGYLOTOI0VVTOL GVVINOMG HETOAMKES GKOVEG N
petaAlkd cvppato. H emioyn tov vauov egaptdral and tig emtBuuntéc 110t Teg TOV
TEAMKOV OVTIKEWWEVOV, OGS 1) avToyT], 1 Oeprikt| ayoydTTO 1| N AVTIGTOGN OTN
duPpwon. HoAromdd vAkd propodv va ypnotpomomBovv o pio povo dtadkacio
evanodeong, emtpémovtag T dNUovpyia VRPIOIKOV Sopmv 1 dStofadUIcUEVEOY DVAMKOV.

IInyn Oeppotnroc: H evandBeon koatevbovouevng evépyetag Paciletar og po Tnyn
Bepuorag vynAng evépyetag, cuvnbwg £va Aéilep N i OEGUN NAEKTPOVIDV, Yo TNV
Topoyn TG Bepkng evépyetog mov amoteital yio tnv TEN ToV LAIKOV. H tnyn
Bepuotrag eAéyyeton pe akpifela Kot KatevboveTol TAvV® GTO VIOGTPWOLLO 1| GE
Tponyovueva otpopata, eEacearilovtag tomkn tEN Kot evondOeon. H emhoyn g
myNg Bepprotrog eaptaton amd Tapdyovieg 0TS To Vo enelepyacio LAKO, ot
amoutNoelg TayvTnTog evamodfeong kot 1 extBount avaivon.

"Elgyyog evand0eong: H KatevBuvouevn Evepyeiaxt EvanoBeon tpoocpépet vyniod
eninedo eELEYYOL evamOBeoTG, EMTPEMOVTOS TV OKPPT KATOGKEVT) TOADTAOK®V
YEOUETPLOV Ko TNV Ttpocappoyn. H dwadwacio mtepthapfavel cuvinBmg popmotikd
cvotnpate EAeyYOUEVA OO VTOAOYIGTH oL Yepilovton v Tny"| Beppdtnrog Ko v
TPAOTY VAN TOV LAIKOV. AVt EMITPETEL TOV OKPIPN ELEYYO TOV TAPAUETPOV
evamoeong, OTmS 1 ToyvTNTA, 1) 10YLG KOl TO YOG STPMOUATOS. MmTopolv va,
evoopat®mfodv GuoTHHATA TOPAKOAOVONONG Kl AVATPOPOOOTNONG GE TPOLYLOTIKO
YPOVO Yo va, Sl PaloTel 1) akpiPng evamodBeon Kat 0 TO0TIKOG EAEYYOG.

Eogappoyéc: H evandBeomn katevBuvopevng evépyetag £xet dS10QopeS EQOPLOYES GE
Bropmyavieg OTMS 1 0EPOSUGTNIKY], 1] cLTOKIVNTORLOpNYavVio KOt 1] KATAOKELT
epyoreiwv. XpnNoUYOTolEital ylo TNV EMGKELT 1 TNV TPOGONKT VAIKOV G€ LITdpyovTa
eCopTNHOTa, TNV KOTAOKELT SOUMV HEYOANG KATHAKOG, T dnpiovpyio eEopTnUATOV e
oxedOV KaBapd GyNa KoL TNV Topay®Y] GOVOET®V YEOUETPLOV LE TPOCUPUOCIEVES
1010t 1eC VAMK®V. H d1ad1kacio mpocs@épel TAEOVEKTAILATO OTTMG 1) SLVATOTNTO
epyaciag pe peydio eEapTUOTO, 1) ETICKELY] KOATEGTPOUUEVOV EEOPTNUATMV KoL M
TOVTOYPOV EVATOOEGT TOALATADY VAIKOV.
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Ewkéva 13 : Directed Energy Deposition process.

3.7.2. Aueon evanoBeon evepyelac (D.E.D) - BAua npoc BAua:

1.

Bpayiovag A4 1 5 a&dvav pe akpo@ioto kiveital YOpw amd éva otabepd
OVTIKEILEVO.

To vAkd evamotiBeTon amd T0 aKPOPVGIO GTIG VIAPYOVGES EMLPAVELES TOV
OVTIKELLEVOV.

To vAwd mapéyetan gite o€ LOPPT GUPLATOS EITE GE LOPPT GKOVNG.

To vAd Mmvet pe tn ypnon Aélep, 0éoung nhektpoviov 1 16E0V TAAGHOTOC
Kot TV evomdbeon).

[Tepartépw VAIKO TPOGTIOETOL GTPDOLA TPOS GTPMLLO KOl GTEPEOTOLEITAL,
IMNUIOVPYDOVTOC 1} EMOOPODVOVTAG VEX YOPOUKTNPLGTIKA VAIKOD GTO VITAPYOV
OVTIKEILEVO.



3.7.3. Napadsypo EKTUNTWTIN :

Mivakac 7 :
Ovopa Ilpowdvrog : | AlooTdosls TG Héyog otpdparos: | AprOpog
TEPLOYNG EKTOTMONG © owféopmv
APORATOV TPOG
EKTVTTOGT &
Insstek M X3 1000 x 800 x 650 mm | 0.089 - 0.203 mm 2 layers/minute

MX-1000

Ewkova 14 : Mapabdetyua Directed Energy Deposition ektuntwtr.

3.7.4. MAeoveKTnuata:

Yynid mtocootd evandBeons: Avtd Toug KabloTd 10avVIKoVg Yia T YPIYopT
onpovpyia peydAmv eCoptnudtwv.

Mmnopodv va eKTum®GovV pe ToAAATAG VAIKA: Ot ektunwtéc DED umopovv va
€PYOOTOVV LE LU0 TOIKIMO VAKADV, OTOC HETOALN, TAOGTIKA KOl KEPOLLKA,
EMTPEMOVTOG LEYOAVTEPT EVEMEIN GTNV KATOGKEDY).

Mmnopovv va ektvndcovv peydia eéapmuota: Ot ektvnwtég DED propovv va
xpPNooTomBovy yia tn dnpovpyio LeYdA®V, TOATAOK®V EEAPTNUAT®V TOV
Ba Ty dVGKOAO 1 AdHVATO VA TAPUYOOLV e TOPAOOGLUKES LeBOOVG
KOTOGKELNG,.

Koo pwipopa emedaveiag: Ot ektvnotéc DED uropovv va mapdyovv
eCapTuata pe ToAD Aglo PVIpIoU ETPAVELNG, LELOVOVTOS TNV AVAYKN Yo
npochetn peta-enelepyacia.

Mmnopovv va emckevdacovy e€optnpata: Ot ektvnmtég DED pmopodv va
YPNOUOTONOOVV YiaL TNV EMIGKELY] KATEGTPUAUUEVOV EEOPTNUATOV
PocBETOVTOC VAKS O6mov ypetdleTal, eE0IKOVOUDVTAS XPOVO KoL YPT|LLOL GE
oUYKPLON LE TNV AVTIKOTAGTAGT OAOKANPOV TOV E0PTAILATOG.




3.7.5. Melovektnpuata:

[Tepropropévn axpipeta: Ot ektvnwtéc DED ogev givon 1060 axpiPeig 66o
OPIOUEVESG AALEG TEYVOAOYIES TPIOOLAGTATNG EKTOTMOONG, KOOIGTOVTOS TOVGS
MyOTEPO KATAAANAOVG Y10 EPOPLOYEG TTOV OTaNTOVV LYNMAA eimeda akpifetlag.
[Tepropropévn avdrvon: Ot exktvnmtéc DED €yovv yapunAodtepn avdivon arnd
OPIOUEVESG AALEG TEYVOAOYIEC TPIGOLAGTATNG EKTOTMOONG, YEYOVOS TOV UTOPEL VoL
001 YNOEL GE OPATES YPOUUES CTPOUATOG KOL TPAYLA ETLPAVELNKE PLVIPIGHOTAL.
[Tepropropévn emaoyn vikov: Tlaporo mov ot ektvnwtég DED umopotv va
GULVEPYOGTOVV UE UI0L TTOIKIALD VAIKOV, 1 YKAUO TOV O100EGIL®Y DAKOV
e&okolovbel va givar o eplopiopévn omd oplopéves AAAEG TEYVOAOYIES
TPLGOLAGTOTNG EKTOTWOOTG.

IToAdmAokog e€omionds: Ot extvnmtég DED pmopet va givar moAvmhokot kot
akppoi otn Aettovpyia TOLG, ATATAOVTAG EEEIGTKEVUEVOLS TEYVIKOVG Y10, TN
GLVTNPNOT KOl TN AELTOLPYio TOVG.

Avnovyieg oyetikd pe v acpdieta: Ot extvnmtég DED ypnoponoovy Aéilep
VYNNG eVEPYELOG 1} OECHES NAEKTPOVI®V, Ol OTToie Pmopel va elvar emkivovveg
edv 0ev Aettovpyovv cwotd. [pénel va Aapdavovtal emopkn HETpo aceaieiog
MOTE VO O1cPOAETAL OTL O1 XEPIOTES KOl Ol TOPEVPLOKOUEVOL OEV JLUTPEXOLV
KIVOLUVO TPALULOTIGLOV.



KedbaAawo 4
Npoypappoata oxediaonc pe tnv Bonbeta NAEKTPOVIKOU
urtoAoyLloth (Computer Aided Design) :

4.1 Eloaywyn :

O oyedloopog pe t ponbeta vmoroyioty (CAD) givar n yprion g texvoroyiag TV
VITOAOYIOTMV Yia Vo fondncel otn dnovpyia, TpomTomoinot, avaivon n
BeAtioTomoinom oyedimv yuo dtbpopeg Propnyavies. [epthapPavet tn xpnon
€EEOKEVUEVOV EPYOAEI®V AOYIGUIKOD TTOL EMTPETOVY GTOVG GYEOUOTES KO TOVG
HUNYOVIKOOS Vo SNUovpyovV akpielg Kot AETTOUEPELG YNPLOKES OVOTOPACTACELS
OVTIKEYLEVOV, GUGTNUATOV 1) SOLLDV.

To CAD emitpénel 6Toug ¥pNOTEG VO SNUOVPYOVV S1GIACTOTO KOt TPIGOLACTATO,
LLOVTEALL, TAPEXOVTOS L0l ELKOVIKT] TAATOOPLLA Y10, TNV OTTIKOTOINGT Ko T PeAtioon
TV 6YedimV Tpv amd T PLOIKY| KaTackeLvn Tove. [Ipoceépet a celpd epyoreimv Kot
Aertovpyudv, OTMG 6YE010, GYEINGT, LOVIEAOTTOINGT), TPOGOLOIMOT| Kot TEKUNPimon,
T0 07010 EVIGYVLOVV T1) S1ad1KOGT0 GYESOGHOD Kot PEATIOVOVY TNV TOPAY®YIKOTNTO.
Me to CAD, o1 oyediactég pmopotv va xerpilovrat kot vo exavorappdvovy edkora to
€010, VoL TPOYLOTOTO0VV aKPlPBelg LETPNOELS, Vo EQapUOLOVY PEOMOTIKE DAIKA Ko
VOEC, VO VOADOVV TN SOLIKT] OKEPOLOTNTA, VO TPOGOLOUDBVOLV TH GUUTEPLPOPH GTOV
TPOYUOTIKO KOGHO KOt VO ONILOVPYODV TEYVIKT] TEKUNPIMOT, COUTEPIAAUPAVOUEVDV
TOV UNYOVOAOYIKAOV oyediwV Kot Tpodtaypaedv. Ta cvotiuata CAD vrootnpilovv
emiong tn cvvepyacio Kot TV avTaAloyn 0eS0UEVOV PHETOED TOV HEADV TNG OUAOAG,
EMTPEMOVTOG TNV OTOTEAECUATIKY EMKOVMVIO KOl TOV GUVTOVIGUO KOTd T GTAO0L
OYESOGLOV KOl AVATTLENG.

To CAD Bpioketl epapoyég e d1popovg KALOOVGS, OT®G 1 OPYLTEKTOVIKY], 1] UNYOVIKY,
N KOTOGKELY, 1) AVTOKIVIITORtoUN ) 0Via, 1 0EPOSUGTNLIKY], O GXESACUOG TPOTOVIMOV
Kot ToAlol dAlot. ‘Exel pépet emavactacn ot dodikacio 6YedOcHOD, TOPEYOVTOG
TayOTepeG Kat axpiBéotepeg pebodovg yia tn onpovpyio Kot ) PeAtioon tov oyediwv,
™ HEION TOV GOAAUATOV Kot Tr S1EVKOAVVGT TNG KOVOTOpioG Kot Tng
IMUoLPYIKHTNTOC.

Yvvomtikd, n oxediaon pe ™ fondeia vroroyiot (CAD) givon pia texvoroyio
Baciopévn 6€ VTOAOYLOTH OV EMTPENEL GTOVS GYEOACTES KOl TOVG UNYAVIKOVG VOl
ONUIOVPYOLV, VO AVOADOVY KOl VAL BEATIGTOTOLO0V YNOLOKA LOVTEAD OVTIKELLEVOV 1|
CLOTNUATOV, EVICYVOVTAG TV OITOSOTIKOTNTO KOl TNV OTOTEAEGLOTIKOTNTO, TNG
drdkaciog oyedtacol og moALAPIOLLOVE KAASOLC.



4.2 Ei6én/Tponol tplodlactatng oxsdlaong :

4.2.1. Movtelomnoinon 2tepewvV (Solid Modeling) :

3D Wireframe 3D Solid 3D Surface 3D Mesh

Ewova 15 : Solid Modeling.

H povtelomoinon otepedv eivar pia Ogpeldong texvikn otov oxedlacpo pe tn fondeia
vrohoyiot] (CAD) mov enttpénet T dnpovpyia akplpdv Kot peoAOTIKOV
Tpreotactatev (3D) yneok®dV avortapasTAGEDY PUOTKOV OVTIKELEVOV.
EmucevipdveTol otV amotimmon g TANPOVS YEMUETPIOG KOl TNG EGOTEPIKNG SOUNG
TOV OVTIKEWEVOV, TOPEYOVTOG L0 AETTOUEPT] Kot aKPLPY| avamapdotact mov eivon
Wuaitepa KATAAANAT Y10 EQAPLOYEG UNYOVIKNG, KATACKELNG KOl GYEOAGLOD
TPOIOVTOV.

21 oteped LOVIELOTOINGT, TA AVTIKEILEVO OvaTOPioTAVTOL MG TANP®G KAEIGTOL Kot
VO0TO0TEYELS OYKOL, O106QaAIovVTaC OTL dEV VITAPYOVY KEVA 1| ETKAADYELS OTN
yveopetpio. Avto emrpénel akpiPeic TPOCOUOIDGELS, AVAADGELS Kot dadkacieg
KOTAGKELNG oL Pacilovial 6TV aKepaldTNTA TG YEMUETPLOS TOV avTikelwévov. Ta
oTEPEN LOVTELD OTOTELOVVTAL OO YEMUETPIKA Primitives, énmg kbPove, opaipec,
KLALIVOpOLG Kot To cvvOeTa oyfuata, To oroio. cuveLALoVTaL, TEUVOVTOL 1] OPALPOVVTOL
Yol vaL O1LLOVPYRCOVY TV ETBVUNTH LOPOT.

‘Eva amd ta kOpla mAeovektuaTo TG oTEPES LOVTEAOTOINOTG Elval 1 tkavOTNTE TNG
Vo ovVamoploTd Pe okpifela TG puotKéS 110TNTES Kot T cvuneptpopd. Ta oteped
HOVTELQ LTTOPOVV VO EVOMUATMOVOLV O10TNTEG VAKDV, OTTMC 1] TUKVOTNTA, 1 OEpUIKT
AYOYLLOTNTO KO O1 UNYOVIKES 1010TNTEG, EMTPEMOVTOS TPOGOUOUDGELS KOl OVOAVGELS
NG OOMKNG OKEPOULOTNTAG, TNG POTS PEVSTOV, TNG UETOPOPAS OeproTNTAS Kot AAA®V
(QLOIKOV PULVOUEVOV. AVTO ETITPEMEL GTOVS UNYOVIKOVG KO TOVG GYEOAGTEG VL
a&loAoyolv Kot va BEATIOTOTO100V Ta GYELN TPV OTd T dNUovPYio PUGIKOV
TPOTOTHT®V N TNV TOPAYDY.

Ot TeyVIKEG LOVTEAOTOIN GO GTEPEDV TOL YPTCLOTOLOVVTOL CLVIOMG GTO AOYIGHKO
CAD neprirappdvovv v avoarapdotoacn opiwv (B-rep) kot tnv emowodopuntikn
veouetpia otepedv (CSG). H B-rep avamopiotd avTikeileva Le Tov opiopd tov
OPLOK®V ETLPOVELDY TOVG YPTCLULOTOLDOVTOS HOONUATIKES EEIGMGELS | TOADYWOVIKA

A éypata, evod 1 CSG avomaplotd avtikeipevo cuvovalovtag amAd YEOUETPIKA
primitives ypnowonoidvrog tpaéeic Boolean (évmon, toun, aeaipeon).

H epappoyn g otepedc poviehomoinong ekteiveton tépa amd 1 @Aomn Tov
oyxedlacpov. Ta oteped poviéda ypnoyLevovLy g Pacn yia T dnpovpyio
UNYOVOAOYIKMOV GYESIMV, 00MNYIDV KATOCKEVNG KOl TEKUNPIOONC. ALELKOAHVOLY TNV
avToAAayn OedOUEVOV GYESOGHOD HETOED SLOUPOPETIKMY GUGTNUATMOV AOYIGHIKOD Kol



EMTPEMOVV T GLVEPYACTO LETAED TOAAATADY EVOLOLPEPOUEVOV LEPDV TOV EUTAEKOVTOL
o JdIKAGIo AVATTLENG TPOTOVTI®V.

SOUTEPACHUATIKA, 1) OTEPED LOVTIELOTOINOT) VAL L0 IGYVPT TEXVIKT OTOV GYEOIAGUO LIE
™ Bondeta vTOLoY1oTH TOL TTaPEYEL AKPIPELG Kol AETTOUEPEIG OVOTAPUGTACELG
QLGIKOV OVTIKEWEVOVY. H tcovOTnTd TG Vo 0moTUTTAOVEL TN YEOUETPIa, TNV ECOTEPIKN
doun Kot TIG PLGIKEG O10TNTEC TNV KOO1GTA 0mapaitnTn 6TOVE KAAOOVE TNG UNYAVIKNIG,
NG KOTOGKEVTG KOl TOL GYEJCHOV TTpoidvimv. Emtpémovtag v mpocopoiwon, tnv
avéAvon Kol TV TeKUpimon, 1 oteped LoVTEAOTOINGT CUUPAALEL GE ATOJOTIKES Kl
ATOTEAEGUOTIKEG OLOOTKAGIEC GYESIAGIOV, LEWDVOVTOS TO KOGTOG KO TOV YPOVO
dlabeong oV ayopd VE®V TPOIOVTM™V.

4.2.2. Movtelonolnon cupuatonAgyuatoc (Wireframe

Modeling):

Ewdva 16 : Wireframe Modeling.

H povtedomoinon cuppotomAéypotog eivor po 0gpueMdong TeXVIKY mov
xpNoLonoleitol otov oyxedacpo pe m Pondeta vroroyiot (CAD) yia v
aVOTOPAGTACT] KO TNV 0Tt TIKomoinomn tpiodtdotatev (3D) aviikeyévoy
YPNOLOTOIDVTAG LOVO TIG AKPES 1 TIG YPUUUES TOVS. XPNOEDEL 0OC BepeldONg
TPOGEYYION Y10, TN SNUOVPYIN YNELIK®V LOVTEL®VY Kot ival 1dtaitepo TOADTIUN OTO
apykd 6Tddla TG d1EPELVNONG TOV GYESUGHLOD KOt TNG AVATTUENG 10EDV.

Katd m povtedomoinon cvppatomioiciov, n mpotapyikn eotioon eival o kabopiopdg
TOV OOKOV TAUGTIOV EVOG OVTIKELLEVOL Kol O)L TNG EMPAVELNS 1] TOV ECOTEPIKAOV
Aemtopepeldv Tov. To povtéro amotedeiton omd YPapUES, KOUTUAES KOl KOPLPEG TOV
TEPLYPAPOVV TIC OKUES KOl TIG OLOCTAVPMCELS TNG YEMUETPLOS TOV OVTIKEUEVOD. AV |
UWVILOAMGTIKT OVOTOPAGTOCT EMTPENEL GTOVS GYESNGTEG KOl TOVG UIYOVIKOVS VO
KOTOVONGOLV TN BOGIKT LOPPT KOL TIS YOPIKES GYECELS TOV OVTIKEILEVOL YWOPIg TNV
AmOOTOCT TNG TPOCOYNG OO TIG EMUPAVELNKES VOES N TIG WO1OTNTEC TV VAIKADV.

Ta povtéda wireframe koataokevalovrar GuVIOmG XPNCULOTOIDOVTOG YEDUETPIKE
primitives 6nwg onueia, ypoupéc, To&o kat kbkAovg. Ta otoryeio avtd cuvééovtat Yo
Vo GYNUATicovy T0 EmBuUNTO SN TOL avTIKEEVOL. TToAdmAoka avtikeipeva
umopoHV vo dnNuovpyndovv He To GLVOLAGHO KOt TO YEPICUO AVTAOV TOV PACIKOV



YEOUETPIK®OV 0vTOoTNTOV. H TpoKkdnTouca avamapdoTacsn GUPUATOTAEYLATOC TOPEYEL
L0 0 QNPT LLEVT GITOWT] TOV OVTIKEWEVOD, ETITPEMOVTOG TNV EDKOAN OTEIKOVION TNG
GUVOAIKNG OOUNG, TOV AVAAOYIDV Kol TN TPOHECTG GYESUGLOV TOV.

"‘Eva and ta facikd TAEOVEKTLLOTA TG LOVTEAOTOINGONG GUPLATOTANGTIOV Elvarl 1)
ATAOTNTA KOl 1) OTTOTEAEGULATIKOTITA TNG OTN LETAO0CT PUCIKOV TANPOPOPLOV
oyedlacpov. Eotialovtag oty vToKeievn 0o TOL OVTIKEEVOL, TO LOVTEAD
CUPULOTOTANLGIOV EMTPEMOVY GTOVS GYEOIAUCTES VO OLEPELVOVY YPNYOPOL OLUPOPETIKES
EVOALOKTIKEG ADGELG OYEOIAGLOV, VO, AELOAOYOVV TIC OVOAOYIES KOl VO ETAANBEDOVV TIg
YEOUETPIKEG oYEcelc. H amovoio em@avelaK®V AETTOUEPELDY EMTPENEL EMIONE TNV
TOYVTEPN OTOS00T| Kol YEIPIGUO TOL HOVIELOL GE GUYKPIOT] LLE TO AETTOUEPELS
OVOTOPAUCTAGELC.

Ta povtéda wireframe pmopodv va xpnotedcovy ¢ PACT Yo IO TPONYUEVES TEYVIKES
HOVTELOTTOINGNG, OTTWG 1) EXPOAVELNKT] LOVTEAOTTOINGN Kot 1 povteAomoinon otepedv. H
LLOVTEAOTOINGN EMPAVEIDV TEPILAUPAVEL TNV TPOGHNKN EMPAVELDY GTO TAAIGLO TOV
GUPUOTOTAEYLOTOG Y10L T ONULLOVPYIO LIKG O OTTIKE PEOALGTIKTG OVOTOPAGTACTS TOV
OVTIKEYLEVOD, EVM 1 LOVTEALOTOINGT| GTEPEDY EVOMUATMOVEL TOV OYKO KOl TIC 1O10TNTEG
TOV VMK®OV Y10, GKOTOVS UNYOVIKNG OVAALGNG, TPOCOUOIMGNG Kol KATAGKEVT|G.

[Tapd to TAeoVEKTUATA TNG, 1| LOVTEAOTOINGT) CLPUOTOTAOLGIOV £XEL TEPLOPIGUOVC.
Aedopévou 0Tt dev 0100£TEL TANPOPOPIES EMPAVELNS, EVOEXETAL VO LNV ATOdIdEL e
akpifela TNV onTIKY| EQPAVION 1) TIC AETTOTEPEG AEMTOUEPEIEG TOV AVTIKELLEVOV.
Emumhéov, yopic v avarapdotact tov dykov, pmopet va unv ivor katdAAnin yo
OPIGUEVES £PYACTIEG UNYAVIKNG AVAALGTG 1] TPOGOUOIMONG TOV atontovV TANPN
TPLGOAOTOT AVATOPACTACT).

Ev xoatak)eidl, n povielomoinon cuppoatomloisiov eivar po OpeA1ddONg TEYVIKY GTOV
o060 e TN PfonBglo VTOAOYLIGTI TOV EMKEVTIPMVETAL GTIV OVOTOPAGTOGT) TOV
Bactkod SopKoy TAUIGIOV TV TPIGOIACTATMV OVTIKEILEV®V LLE TN YPNON YPOUUDV Kot
axpmv. H arAdtrta kot 1 anoteAeopatikOTNTd TG TV KOOIGTOUV TOAVTIUN Yol TNV
e€epevivnon KoL TNV avATTUEN W0EDV GE TPOUO 6TAdW0 oyedtocpov. [Tapodro mov ta
povtéda wireframe pmopei vo 6TeEpOHVTOL ETLPAVELONKDOV AETTOUEPELDV KO OYKOL,
YPNOUEVOVY G oNUEID EKKIVIONG Y10l TTO TPONYUEVES TEXVIKES LOVTEAOTOINGNG KOl
TOPEYOVV OVGLUCTIKEG YVMGELG GYETIKA LLE TN LOPOT| KO TIG YOPIKES GYEGELS TOV
OVTIKELLEVOV.



4.2.3. MovtelonoinonEmudavewwy (Surface Modeling) :

[ TSR seiect compoments to et or Chck the et Companert command Creste Part - ace command Parts Lirary Lad O orag CCmposeets from Wiedows Explorer

Ewova 17 : Surface Modeling.

H povtelomoinon empaveimv gival po £EYovca TeVIKN 6TOV oXeS10GUO LE TN
BonBeta vroroyiom (CAD) mov eMKEVTIPAOVETOAL GT OMLOVPYIO KOl OVOTALPAGTOCT
OLOADV KOl GLUVEXDV EMPAVEIDV TprodtdotateV (3D) avtikeypévav. Atadpapatilet
Kkpioyo poro o drbpopes Propnyavies, OTMG 0 GYESACUOS AVTOKIVATOV, O
Brounyovikoc oyedacoIOG Kol 1 0EPOSAGTIUIKT UNYOVIKT), OTTOVL 1) aKPIPNG
AVATOPAGTACT TOV EMPAVEIDOV elvar {MTIKNG OMUAGIG Y10 TNV OTIKY EAKVOTIKOTN T,
TNV 0EPOIVVOLIKT KOL TIC KATOOKEVAGTIKES EKTIUNCELS.

211 HOVTEAOTOINGT EMPOVELDV, O TPOTAPYIKOS 6TOYOG Eivat 0 KaBoplopdg TG
eEMTEPIKNG ELPAVIOTNG KO TOV GYNUOTOS EVOS OVTIKEIEVOL. Avti va epydletan pe
HEHOVOUEVE OMUELDL, YPOUUES 1] KOPLPEG OTIMG GTI LOVIEAOTTOINGT CLPLUATOTANLGIOL, 1
LOVTEAOTOINGN EMUPAVELNG YPNOUYLOTOLEL LOOMUOTIKEG AVATOPACTAGELS Y10l TOV OPIGUO
KO TOV YEPIGUO TOADTAOK®Y KAUTVAMY Kol EMPAVELDV. AVTEG Ol EMUPAVEIEG LTOPET
va glvan TopapeTpkéc, 6mov opiloviat amd padnpatikéc eElomaoelc | adyopiduovg, 1
UM TOPOUETPIKES, OOV KATAGKELALOVTOL LLE T YPT|oN ONUEIDV EAEYYOL 1) onueiwV
dEdOUEVDV.

Mo amd TiG O GLYVA YPNOYLOTOIOVUEVES TEXVIKEG LOVTEAOTOINONG EMPOVELDV EVOL M
dnuovpyia empaveiwv NURBS (Non-UniformRationalB-Splines). Ot emipdveleg
NURBS opilovtot amd £va 6OvoAo onpeimv eAEyyov Kot LaOnUOTIKOV GUVOPTHCEDV
OV O1EMOLV TO GYNUA Kol TN cLVEXELL TovG. Emtpénovy tov axpin éAeyyo tov
OYNLLOTOG, TNG OHOAATNTAG KOl TNG KAUTVAOTNTOS TOV EMPAVELDY. Ol EMPAVELEG
NURBS givait e0EAMKTEG KOl IKOVEG VO OVOTOPOUCTHGOVV VA EDPV PAGLLO OPYOVIKMDVY Kol
YEOUETPIKOV GYNUATOV e PeydAn axpifeta.

H povtedomoinon empaveldv emTpEnel GTOVG GYESOGTESG VO, ONUIOLPYOHV GOVOETA,
a1oONTIKE EVYAPIOTO GYNLOTO KOL VO ETLTVYXEVOLY TV €TBLOUNTY LOPPT) TOV



avtikelpévov. Tapéyet epyareia kot Aertovpyieg yio TOV XEPICUO TOV EMPAVEIDV, OTIMG
KMUAK®ON, TEVIOU, KAy Kot avapelln, emtpénovtog tn Pertioon kot )
BeAtiotomoinon Tov oyedlacuov. Ta HovTtéda EMPAVEIDV TOV TPOKVTTOVY UTOPOVV VO,
elvat OmTIKG EAKVOTIKG, OUOAG KOl OTTIKG PEAAMGTIKA, IKOVOTOIDVTOG TIC OTOLTIOEL
TV Bropnyovidv 6mov 1 aedntiky eivon {oTikng onpaciog.

To povtédha emQAVELDV YPNOIUEVOVY OC PAOT Y10 SIAPOPES LETUYEVETTEPES
dladKaciec, OTMC N omdOOGN, 1| OTTIKOTOINGN, 1 AVAALOT| KOl 1) KOTAGKELT]. Mmopovv
Vo xpnoporomBoiv yio TNy avaivon nenepacuévav ototyeiov (FEA) vy v
a&oAOYN o™ TG OOIKNG OKEPOULOTNTAG, TNV AEPOOVVOLUKT aVAAVLOT) Y1o TN
BedtioTomoinom g pong TOL 0EPO KoL TO GYESUGHO EpYOAEi®V Yo T dnpovpyia
KOAOVTLOV 6€ dtadikacieg mapaymync. Ta poviéha em@aveldv pmopodv eniong vo
LETOTPOTTOVV GE GTEPEQ LOVTEAQ LLE TNV TPOCHNKT TAYOLG KOl OYKOL Yol TNV
OVOTOPAGTAGT] TOV ECMTEPIKOD TOV OVIIKELLEVOD, EMLTPETOVING TNV TEPOULTEP®
UNYOVIKT 0VOADGT), TPOGOUOIMOT) KOl KATOCKEVOGTIKES EKTIUNGELS.

Qo1660, givar onuovtikd vo onpelmbel 0TL N emeavelakn povieAomoinon £xet
OPIGUEVOVG TTEPLOPIGHOVG. H dnovpyia kot 0 ¥eipiopdg TOADTAOK®V EMUPAVELDV
propet va gtvor ypovoPopa kot SHGKOAN, ATUITOVTOS TEXVOYVOGTa Kot eEe1dkevpuéva
epyodeia Aoyiopkov. EmmAéov, to empovelakd LOVTELN EVOEXETAL VO LTV TTOPEYOVY
TNV E0AOTEPIKN JOUT| KOl TIG OYKOUETPIKES TANPOPOpPieg TOL gival amapaitnTeg Yo
OPIOUEVEG UINYAVIKES OVOADGELS 1 OL0dIKAGTES KATOOKEVNG. L2G €K TOVTOV, Eival cuYVA
OTTOPOATNTN 1) LETATPOTN EMLPAVELNKADV LOVIEAWDV GE GTEPER LOVTELQ 1] O GLVOVAGIOG
NG EMLPOVELOKNG LOVTELOTTOINONG HE AALES TEXVIKES LOVTEAOTOINGNG YL TNV
OVTILETOTIGT] OVTMV TOV TEPLOPIGLLDV.

SOUTEPAGUATIKA, 1] LOVTEAOTOINGT EMUPAVELDV EIVAL AL IGYVPT] TEYVIKT GTOV
oxeO1GUO LE TN PonBglol LTOAOYIGTT) TOV EMKEVTIPMOVETAL GTT OMLovpyio Ko TNV
AVOTOPACTACT] OLOADY KOl GUVEYDV ETIPAVELDY TPICOACTATMOV AVTIKEUEVOV. MEC®
NG XPNONG LAOMUATIKOV OVOTAPOCTAGEDV Kot OAYOPIOU®V, 1 ETLPAVELNKT)|
LLOVTEAOTTOINGT EMTPEMEL GTOVS GYESAGTEG VO ETLTVYOVY AUGHNTIKA ELYAPLOTO GYNLOTA
Kot oKpP EAEYY0 TNG LOPPNG TOL avTIKELLEVOL. Aladpapatilel kpioyo polo oe
Bropmyavieg 6TTOV 1 TOLOTNTA TNG EMPAVELNG, 1) OTTIKT EAKLGTIKOTNTO KOt Ol
KOTOUGKEVUOTIKESG EKTIUNGELS EIVOL OVGIDOELS.



4.3. Npoypappata C.A.D (MAsovektnuata/Melovektnuota) :

1. AutoCAD:
To AutoCAD egivar £va dSnpo@irég Loyiopikd mov ypnotpomoteitat yuo 2D won
3D povtelomoinon kot ypNGYLOTOLEITAL EVPEMG GE SLAPOPES PLOpMYOVIES, OTTMOC
N APYLTEKTOVIKN, 1| UNYAVIKT Kot 0 oyedtoopog tpoidviwv. [Tapéyet éva
OAOKANPOUEVO GVVOLO epYOAEi®V Yo akplP1] LOVTEAOTOINGT, OXEdiOOT KOt
TEKUNPI®ON, KOOIGTAOVTOG TO KATAAANAO Y10 EPAPLOYEG TPLOIACTOTNG
EKTOTTOOT|G.

2. SolidWorks:
To SolidWorks givat évo TAOVG10 G€ YOPOKTNPIOTIKA TOPAUETPIKO AOYIGHIKO
LLOVTEAOTOINGNG, YVOGTO Y1al TIG EKTETAUEVES SVVATOTNTES TOV GTN dnpovpyio
ovvhetwV TprodidoTatov poviéAwy. Ilpoceépetl mponyuéva epyaieio ylo
povtedomoinon e€opTnUATOV Kot GLYKPOTNUATOV, TNV TPOGOLOIMOT Kol TV
amodoon. To SolidWorks vrootpilet emiong v e€aymyn poviélmv og
TUTOTOMUEVEG LOPPES apyeiwV GLUPBATES LLE TNV TPLOOACTOTN EKTOTWOT).

3. Fusion 360:
To Fusion 360 &ivou éva Aoyiopko 3D povielonoinong faciopévo oto cloud
7ov ovartoydnke amd v Autodesk. Zvvdvaletl TapapeTpiky povielomoinon,
UNYOVOAOYIKO GYEOAGUO, TPOGOLOIMOT) Kol EPYOAELN GLVEPYOGING GE id
eviaia mhoateoppo. To Fusion 360 vrootnpilel Ty GuecT EVOOUATOGT e
VANPEGLES TPLEOAGTATNG EKTOTOONG, KAOIGTMOVTAG BOAKT Y10 TOVG XPNOTES TNV
TPOETOLOGTN Kot TNV EQYMYT] LOVTEA®V Y10 TPOGOHETIKT KOTAGKELY).

4. Rhino3D:
To Rhino3D, eriong yvwoto wg Rhinoceros, sivat éva svélikto Aoyiopuko 3D
LOVTEALOTTOINGNG TTOL YPNGULOTTOLEITAL EVPEMG GTOV PLOoUN)OVIKO GYEOACUO, TNV
OPYLTEKTOVIKN Kot TOV o016 Koounpdtwv. [pocepépet i1oyvpég duvatdtnrteg
LOVTEAOTTOINONG EMPAVELDV, EMLTPETOVTOG GTOVG YPNOTES VO dNULOVPYOLV
ovvBeta opyovikd oyfuata. To Rhino3D vrootnpilel v eéoymyn poviéAov og
SAPOPES LOPPES apYElV KATAAANAES Y10 TPIGOIACTOTH EKTOTMOT).

5. Blender:
To Blender ivot éva ehedBepo kat avorktod kddika Aoyioukd 3D
povtelomoinong Kot animation pe woyvpn Kowotnta ¥pnoTodv. Av Kot givat
KUPimg YVmoTod Yo Tig duvatotnteg animation ko rendering, to Blender mapéyet
EMIONG 1oYVPA EPYOAELD LOVTEAOTOINGNG KOTAAANAM Y10 TPIGOIACTOTY
exktOonwon. Yrootpiler mv e€oywyn poviéhov oe STL kot GAleg Kotvég
HOPQES apYEI®V TOL YPNCIUOTOLOVVTOL TNV TPOGHETIKT) KOTAGKELY].

6. Tinkercad:
To Tinkercad eivat £va @uAKO TPOG TO YPNOTN AOYIGUIKO TPLGIUCTATNG
povtelomoinong Paciopévo 6To S10d01KTLO, GYESIOGEVO Yo apYEpLovg Kot
EKTAdEVTIKOVG 6KOToVG. [Ipocpépet éva amAdd mepiPdilov epyaciog kot



dtuontikd epyoireia Yoo T dnovpyia Pactkdv tpiodidotatwy poviéAwy. To
Tinkercad mopéyet edkoleg emhoyég e€aymync Yo TPIGAIAGTATY EKTOTOOT),
Koo TOVTAG TO KATAAANAO Y100 OGOV EIval apyAPLoL GTNV TPIGOAGTOTT
povteAomoinon Kot eKTHTWoN).

7. SketchUp:

To SketchUp givat éva, Snpo@ilég Aoyio ko mov gival yvmoTo yio. TNV EVKOAlN
YPNONMG Kot TN YPIYopT ekpdOnon tov. [poceépet pa oelpd epyareiov yio
dNUovpyic TPLEOECTATOV LOVTEA®YV, 101G OAPYITEKTOVIKMOV GYEM MV Kot
npototonmv. To SketchUp vroompilel v e&aymyn poviélmv oe STL kot
GAAEG LOPPEG apyeimv cLUPBOTEG LE TNV TPLOOACTATN EKTOTTOON.

4.4. Slicers :

1. UltimakerCura:To UltimakerCura eivat évo dSnpo@iiéc Aoyiopkd avoryton
KOdKa Yo Tov tepayopd 3D mov vrootpilet éva gupd pdopa extvnwtav 3D.
[Mapéxet Tponyuéva YopOKTNPIGTIKA Y10 TNV TPOETOYLAGIO TOV HOVTIEAOV,
CLUTEPIAAUPOAVOUEVOV TPOCAPUOCILOV PLOUIGE®V TELOYIGLLOV, OMovpyiog
vrootPIENG Kot Bertiotonoinong g ektinmongs. To UltimakerCura tpocpépet
po dtousOntikn dlemagn| ypnotn Kot eivor KatdAANAo 1060 Yo apyaplovg 6Go
KO Y100 EUTELPOVG YPT|OTEC.

2. PrusaSlicer:To PrusaSlicer givat £va 16y0pd AoYIo KO TEUOYIGHOD TOL
avartoyOnke amo v PrusaResearch. Eivol yvooto ya v extetapuévn
VROGTAHPLEN TOV Y10 TOVG TPLOIUCTUTOVG EKTVTTOTES Prusa, aAAd Asttovpyet Ko
ue dAlovg extvrmtég. To PrusaSlicer mpoc@épet mponyuéva yapaKTpIoTIKA,
OM®G TPOGUPUOGILEG dOpES OTNPIENGS, PEATIGTONTOINGT VYOS GTPMUOTOG KOl
avTOUATO TPpocavaToMSud tepayiov. [lapéyel Aemtopepn Eleyyo twv
TAPOUETPOV TEUAYIGLOV Y10, T AETTOUEPT] pOOLIION TNG O1AOIKAGTOG EKTOTMONC.

3. Simplify3D:To Simplify3D &ivat évo, oA oKANPOUEVO EUTOPIKO AOYIGHIKO
tepayopov 3D copfoatd pe va eupv AGHA TPIGOACTUTOV EKTUTOTAOV.
[Ipocpépel mponypéva YopaKTNPIGTIKA, OTWOS VTOGTNPIEN TOALATADY VAIK®V,
HETOPANTO VYOG CTPMUATOG Kol TPOSAPUOCILES puOuicels ektomwong. To
Simplify3D mapéyet pia guikn mpog to xpnotn dlemaen pe VYnAod eninedo
ELEYYOV TOV TOPOUETPOV TEUAYIOUOD, KAOIGTOVTOG TO KATAAANAO Vi
emaryyeAaTieg ypMoTEC.

4. Slic3r:To Slic3r eivar éva Aoyiopkd 3Dslicer avoktod kddika, yvootod yo
TOLG TTPONYLEVOLG alyopiBovg Tepoy ooV Kot TNV gveA&ia Tov. [Tpoocpépet
L0 GEPA YOPOKTNPIOTIKMY Y10l TNV TPOETOLOGIO TOV LOVTEAOL, OGS HOTia
TANPOONG, TPOCAUPUOGIUES SOUES GTHPIENG Kat Stodoyikn ektonmon. To Slic3r
etvat Wwitepa TPOGAPUOCIIO Kol EMTPETEL GTOVG YPNOTES VO TPOSAPUOLOVV
TIC pLOUIGEIS PETEC GVUPMOVOL LE TIC GUYKEKPIUEVEG OVAYKES TOVG.

5. MatterControl:To MatterControl eivor évo @AKo mpog 1o ¥pHoT AOYIGHIKO
TPIGOLAGTOTOV TEUAYIGLOV UE EUPACT] GTNV OTAOTITO KOl TNV VKOO ¥p1ioNG.




[Mapéyxet Pacikég duvatotnTeg TEpayIoHoD pall pe Tpdcsbeta YopaKINPIoTIKA
OT®G 1 EMGKELT] LOVTEAWV, TO TPOGUPUOGILO OTNPIYHOT Kot 1) dtoryeipion
ovpdg exktommwonc. To MatterControl vrootnpilet pio mowkidio tpiedidoToTmV
EKTLUTTOTAOV KOl Vol KATAAANAO TOGO Y10 apYEPLovS 0G0 Kot yiol

TPOYWPMNUEVOLS YPTOTEG.

Repetier-Host: To Repetier-Host givot éva gvéhikto Aoyiopikd tpiodidotatng
eKTOTOONG TOV TEPAapPaverl Aettovpyieg tepoyiopo. IIpoocepépet Aettovpyieg
omm¢ enelepyacio LOVTELOV, EAEYYO EKTVTTOTY KO TPOGOPUOYN TUPOUETPOV
tepayopov. To Repetier-Host vrootpilet moALOTAES UNYOVEG TEUOYIOUOD,
EMTPEMOVTOG GTOVG YPNOTEC VA EMAEEOVV QLTI TOL TOPLALEL KAADTEPQ OTIG
avdykeg Toug. Eivat cupfatod pe didpopovg TpiodidoToTong EKTUTMOTES Kot
TPOGPEPEL L0, CEPA TPONYUEVOV pLOUIGE®V Yl TN AeTtTopepn) pOOLIOT TG
dradtkaciog TepayIoLov.




Kebalalo 5

YAka otnv NpooBetikn Katepyaoia (Additive Manumafturing) :

5.1. Eloaywyn :

Ké0e pio amod tig 7 kopieg katnyopieg mpocsbetikng katepyoasiog ypnoomotet pio
TANOD P VMK®V KOt TOAALEC POPEC KPALLLOTOKOL TTPOCHIEELS LTMV OVAAOYOL TIG
AVOYKEG TOL EKAGTOTE TAPUYMDUEVOD TPOTOVTOG, OTMG :

1.

OepUOTAAGTIKA: OTMG TO akpLAOVITPiAlo Bovtadiévio otupévio (ABS), o
noAvyolokTikd o&Y (PLA), to vétlov kot to tepe@Baiicd morvatbviévio (PET).
AVTA Ta VMKA YpNGLULOTOI0VVTAL GLYVA GE EKTVIMTEG LOVIEAOTOINGNG LE TN
néBodo ¢ cuvinyuévng evordbeonc (FDM) kot 6e extuntég eEmbnong
VMK®V.

dortomoivpepn: OTMG 01 VYPEG pNTiveg TOL GKANPLVOVTOL LE LITEPL®OES (UV)
0®G. Ta vAIKA avtd ypnoiponoodvtal 68 EKTVTOTES otepeoboypapiog (SLA)
Kot ynoerokng enesepyaciog ewtdg (DLP).

MétodAa: OTmC TITAvVIo, aAoLLivIo, 0vo&eidmTog aAvPag Kot xahikds. Avtd ta
VMK YPNGLOTOIOVVTOL GE EKTLTIMTES AUECTS TUPOGVCOMUATMOONG LETOAA®Y
pe Aéep (DMLS) ko emhextikng ENg pe Aéilep (SLM).

Kepapkd: 6mmg mopoehdvn, tnidg kot yooii. AVTA T0 VAKE XP1CLLOTOI0VVTOL
0€ TPLOOLACTATEG EKTVTTAGELG LE PAOT) TO KEPOUIKA.

XHvOeto vAKd: dnwg avBpaxoviata, vaiovipato kKot kevlar. Avtd ta vikd
YPNOUOTOLOVVTOL OTNV TPLGOACTATN EKTOT®OT He Bdor chvOeTa LAIKA.

YAKA tpo@ipmv: 0nwg cokoAdta, {oun Kot tupl. AVTd To VAKE
YPNOLOTOOVVTOL GTNV TPIGOLAGTATH EKTVTMCT] LE BACT TO TPOPLLLAL.

Biloloykd vikd: 6mmg (oviavd kottapa Kot 1otoil. Ta vAKd avtd
YPNOLOTOOVVTOL 6T PLOEKTOTMGN Y10 T OMLovpyio TPLoOECTOTA
EKTUTTOUEVOV OPYAVOV KOL IGTDV.

I Tov Adyo avtd Tapakdtm Tpdkettal vo ovalvfody ot To GNUAVTIKEG KaTyopieg
aVTOV KOHMG Kot Vo KOTOYPOPOVY 01 UINYOVIKEG TOVG 1O10TNTEC.



5.2. PolylLacticAcid :

To moAv(yoroktikd 0&V) (PLA) etvan éva frodtacrdpevo Kot PloAoyikng tpoéievong
OepLOTAACTIKO TOAVUEPEG TTOV TPOEPYETOL OO OVOVEDGILEG TTNYES, OTIMG TO AUVAO
KaAopuToktov N o Loyapokdiapo. ‘Exel kepdicel onUavtiky TpoGoyn oToV TOUEN TNG
TPOGHETIKNG KOTACKEVNG AOY® TOV EVVOTKMOV UNYOVIKADV 1010THTMV TOV, TNG EVPEiOg
dfec1dTNTAC TOL Kot TG TEPPUALOVTIKNG PLoctudTNTdg TOV. X VT TV EVOTNTA
00 S1EPEVVNGOVLE TIG UNYAVIKEG OLOTNTES, TIG EQAPLOYES KOL TO, TAEOVEKTILLOTOL KO TOL
petovektnuota tov PLA.

5.2.1. Mnyavikéc WbLotntec PLA:

To PLA mapovcidlet apketéc emBuuntég unyavikés 110TnTeg mov 10 Kobiotovv
KOTAAANAO Yo S18popeg ePapproyEs. Ot Pacicég UNYoVIKEG TOV 1O1OTNTES
nepthappévouv:

e Avtoyn o€ e@eikvono: PLA napovsialetl pétpia avioyn oe EpEAKLGO, TOV

ocvvnBog kopaivetor amd 45 MPa éwc 60 MPa. H avtoyn og epeAkocud petpd
TNV IKAVOTNTA VOGS DAIKOD VoL avTEYEL OLVALELS EAENG Ywpig va omdeL 1} va
napopopeoveral. H eyyeving avroyr tov PLA g&acpoaiilet tn S0kt Tov
OKEPALOTNTO KOl EMTPETEL TN YPNON TOV GE EPAPLOYES TTOL PEPOLV POPTIaL.

o Yvuvreheot)c Young's Modulus: To pétpo glactikdotnrag tov PLA xopaiveton
ocvvnBwg petad 3 GPa ko 4 GPa. To pérpo ehactucdtnrag tov Young givan va

pétpo g dvokapyiog 1 g axopyiog evog vikov. To oyetikd vynAd péTpo
elaotikotnrag Young tov PLA mapéyetl otabepdtnra dlouctdoewy, EMTPETOVTOG
™V aKkp1P1] EKTOTOON TEPITAOKWOV GYESIMV KOt TN 1THPNOT TOV GYLOTOG TOV
EKTUTTOUEVAOV OVTIKEWULEVDV.

o Avrtoyn og kanyn: To PLA gmdeikviel koAl avioyn o€ KAuyn, 1 omoio Letpd.
TNV 0VTOYT TOL GE KAUYN 1 TAPALOpP®or vtd epapurolopeva optio. H
avtoyn o€ kapyn tov PLA kopaivetat and 70 MPa éog 90 MPa, kafistdvrtog
TO KATAAANAO Y10 EQOPLOYES OTTOV 1) AVTOYN G€ KAUWYM 1 Avyiopd givor (oTikng
onpaciog.

e Avtoyn otnv kpovon: To PLA dwbéter pétpla avroyn otnv kpovon, 1 onoia
AVOPEPETOL GTNV IKOVOTNTE TOL VO OVTEYEL EAPVIKA XTUTUATO 1] KPOVGELG
Yopic va omdetl. Av kon to PLA dev givorl 1060 avBekTikd 6TIC KpoUGELS 0G0

opIopéva TEYVIKA TAAGTIKA, pumopel va BeATimbel pe v eveoudtoon
TPOcHETMOV N TNV TPOTOTOINCT| TOV TOPAUETPMV EKTVTMOONG.

o Xxinpdétnra: To PLA mapovcidlel oyetikd vynin oKANpOTNTO 6€ GUYKPIOT LE
Ao Kowvd vAkd Tpiedidotatng ektinwonc. H okAnpodttd tov, n onoia
petpatot oty kKAipoka okAnpotntag Rockwell 1) Shore, e€acpaiilel Tnv
AVOEKTIKOTNTO TOV EKTVTTOUEVOV OVTIKELEVOV KOL TV VIO TNV
EMUPOAVELOKN TPLPY].



o  Ogpukécootnres: To PLA éxet oyetid yapunin Beppokpacio vaAdoovg
petdntoong (Tg), mepimov 60°C éwg 65°C. H younin Tg emtpénet v edkoin
EKTUTMOT) GE GYETIKA YaAUNAEC Beprokpaciec, aAld Teplopilel emiong ) xpnon
tov PLA 6¢ epapuoyég vynAdv Bepprokpociov.

o X100epdTnTa drocTdoe®v: To PLA emdeucviel kol otabepdtnta
dotdoemv, dSNANOTN daTnpel To oynua Kot 1o uEyefdg Tov e TV Tapodo Tov
xPOVOL. AT 1 110N T Eivon {OTIKNG onpaciag yio v nitevén akpifov Kot
aKPPOV EKTVTDOGE®V, EOIKA Y10 TOAVTAOKES YEMUETPIEG KOl AEITOVPYIKA
eCopTuata.

H xatavonon tov unyovikov 1vtottov tov PLA givon {otikng onuoaciog yio
BeAtioTomoinom g ¥PNoNG TOL 6€ SIAPOPES EPUPLOYEG. ATO TNV KATAGKELN
TPOTOTOHTOV £MG TO KATOVOADTIKA TPOTOVTO Kol aKOUT Kol 0€ BloiaTtptkovg ToUEls, ot
unyovikes 110treg Tov PLA emitpémovv v gvéhiktn ypnon tov. Qot6c0, sivat
ONUOVTIKO Vo Aapfévovtal vTdYn ot EI01KES ATALTOELS KOl O TEPPAALOVTIKES
oLVONKeG KABE EQapPLOYNG Yo VO SIoPOAOTEL 1] KataAANAOTNTO TOV PLA.

5.2.2. Ebappoyec PLA:
PLA Bpiocket epappoyéc oe d1dpopovg topeic, peta&d twv omoiwmv:
e Ilpwtotvmonoinon: PLA ypnoyonoteital evpémg yior TV TaXelo KOTAGKELY|
TPOTOTOT®V AGY® TNG EVKOALOS YPTONG, TOV YOUNAOD KOGTOVG KOl TNG
KOVOTNTAG TOL VO, TOPAYEL AETTOUEPY] Kot 0KP1PY] LOVTEAQL.

o  Koartovolotikd npoidvta: Xpnoomoteitar cuvilmg 6TV KOTUCKELN
KOTAVOAOTIKOV 0yafdv, OTMG VAKG GUGKEVAGIOG, LOYOLPOTPOVVA LOG
YPNONG Kot doyeia TPoPipmv, Ady® NG PlodtOcTAGILOTNTAS TOV KO TG LN
TOEIKTG TOL VTG,

o Jatpwcéc epappoyés: PLA éxel Bpet epappoyég otov 1tpikd topéa,
GUUTEPTAAUPOAVOUEVOV TOV XEPOVPYIKDOV POULATOV, TOV CLGTNUATOV
YOPNYNONG PAPUAK®V KOl TOV IKPLOUATOV UNYOVIKNAG 10TMOV, AOY® TNG
Brocvppatomrog kot g ProdacmacttdTnTés ToL.

e Exmaidevon kon 1€yvec: To PLA ypnoyomoteital cuyva oe ekmotdeutikd
nePPAALOVTO KOt KOAMTEYVIKES TPOoTAOELES Yo TN dNovpYio LOVTEA®V,
YALTLTOV Kol EKTOOEVTIKMV EPYUAEI®V.



5.2.3. NAsovektnuota PLA :

1. Buwowonacwpotnra: To PLA gival frodiactdpevo vid katdAinieg cuvOnkeg,

KaO16TOVTAG TO PLAMKO TTPOG TO TEPPAAAOV VAIKO GE GUYKPLION UE TO GLUPOTIKA
TAOGTIKA.

2. Avaveoowog mépoc: To PLA npoépyetat amd avavedoiovg Tépoug,
HELDOVOVTOG TNV EEAPTNOT OTO TO, OPLKTE KOVGLLLO KO TPOGPEPOVTOG LLLOL TTLO
Blooun evarlaxtikny AOon.

3. Evkoria yprong: To PLA &ivat edkodo 6ty KTOT®MON Kot KATAAANAO TOGO

YL apYEplovg 660 Kot Yo EUTEPOVS YPNOTES, KAOIGTMOVTAG TO EVPEWG
TPOGPAGILO GTNV KOWATNTA TG TPIOOIAGTOTNG EKTVTMONG.

4. Xopni mapapopeoon: To PLA &yel youniés tdoeic otpéPrmong katd tnv
EKTOTOOT, LE AMOTEAEGUA EAAYLOTY TAPOLOPP®OT) Kot BelTiopévn akpifela
JOTAGEWV.

5.2.4. Mewovektiuata PLA :
1. Ilepropropévn avroyn otn Oepudtnra: To PLA &xel mepropiopévn avroyn oe
vyniég Beppokpacies, mepropilovag Tic EPUPUOYESG TOL GE TEPPAAAOVTA LUE
avénpéveg Beppoxpacieg | oe eEaptnroTa TOL amattoHv Beppuky otabepdTnra.

2. EvO@paverétnra: To PLA pmopei va ivon oyetikd e06pavcto, odnymdvtog o€

YOUNAOTEPT AVTOYT GE KPOVUGT Kot evancOncio oe pOYUEG VIO OPIGUEVEC
ocvvOnkeg.

3. Ilepropropévn ynuiky) avroyn: To PLA tapovoidlel meplopiopévn avioyn o€
ANUIKES 0VGIES Kot SIHADTES, YEYOVOG TTOL UTOPEL VOL TEPLOPICEL T1| YPT|ON TOV GE
ePapLoyEg mov mepLapPdvouy £kBeon oe GKANPES YMUKES OVGIES.

4. EvaeOnecio otnv vypacio: To PLA gival vypookomikd, mov onpaivetl 0Tt

amoppoPd e0KOAN TV VYpacio amd To TepPdAiov. Avtd pumopel vo enmnpedoset
TNV amo6d00™ Kot 1 6TafepOTNTO TOV OLOGTAGEDY TOL VAIKOV LE TNV TAPOSO
oL YPOHVOVL.

Yvunepacpatikd, to PLA mpoc@épetl evvoikég pnyoavikég 1010t teg, eveMéia
OTIG EPOPUOYES KOl PIMKOTNTA TPOG TO TEPPAAAOV AOY® TNG
B10d106TAGIUATNTAS TOV KOl TG OVOVEDGIUNG OGNS TOL. 26TOCO0, 01
nePLOPIGHOL TOV G5OV apopd TV avtoyn otn Beppota, TV evBpaveTOHTNTO
Kot T YUK avtoyn| Oa mpémet vo Aapfavoviotl vTéyn Katd TV ETAOYT TOV
PLA y1a cuykekpléveg epoployEs.



5.3. OwTonmoAVUEDN :

Ta pwtomoAvpepn elvar pio KoTyopiol VAIK®V TOV YPTCUOTOLOVVTOL EVPEMG GTNV
TPOGOETIK KOTAGKELY], 101G GE O1EPYACIES TPIGOAOTATNG EKTVTTOONG e Bdor Tov
potomolvpepiopd oe doyeia, Omwg 1 otepeolboypaia (SLA) kot n ynelokn
eneEepyacia @otog (DLP). Ta vikd avtd veiotavtal toAvuepiopd katd v £kBeon oe
CULYKEKPIUEVO UNKT KOUOTOG PMTOG, LE OMOTEAEGLOL T GTEPEOTOINGT| TOVG KoL TN
SLUOPP®OT) TEPITAOK®V TPIOIAGTAT®V dopdV. H Katavonon tov unyovikdv
WBOTATOV TOV OTOTOAVUEP®V glvar (OTIKNG onpaciog yo v aSloAdynomn g
KATOAANAOTNTAC TOVG Y1 O18pOPES EPAPUOYEC. TNV TapovGH vOTNTa Hal
eufabivovE GTIG UNYOVIKES 1O1OTNTEG TOV POTOTOAVUEPDOV Kot Ba cuinToovue ™
onuacio Toug.

5.3.1. Mnxavikeg LOLOTNTECDWTOMOAUEPWV:
o Avrtoyn o€ gpelkvono: Ta potomolvpepn Topovcstdlovyv cuviBwg va vpv
QAGLLOL TILMV OVTOYNG O EPEAKVGUO, AVAAOY LLE TN GLYKEKPLULEVT GUVOEST Kot

T1G 6LVONKEG PETA TN KA pLveT. H avtoyn oe epeAkuopo HeTpd TV tkavotnto
€VOC VAKOL Vo avTEyel SuvapEelg EAENG Ympic va omdel 1 vo TopapopeoveTat. H
OVTOYN OE EPEAKVGUO TOV POTOTOAVUEPDOV UTOPEL VO KOUOTVETOL OTO GYETIKA

YOUNAES TIHEG £0G CLYKPIoIUA EMITEDD AVTOYNG TOV TEXVIK®OV OEPLOTAACTIKAOV.

e Avtoyn og kGuwn: H avtoyn og kdpyn elvar por onpovtiky i0tno Yo VALK
OV (PTNCLUOTOLOVVTOL GE EPAPHLOYEG TOV ATOLTOVV OVTOYN GE KAUYT 1| AVYIGUO.
Ta pwtomoAivpepn cuyva SBETOVY KAAT 0VTOYN OE KAUYN, EMTPETOVTAS TOVGS
va avTEyouv o epapprolopeva poptia ywpig Opahon 1 vrepPoitkn
TOPOULOPOOOT).

o Mcétpo ehaoTikdOTNTOS: TO HETPO EAACTIKOTNTAG, EMIONG YVOOGTO OC HETPO
eAaoTiKOTNTAG TOL Young, yopaktnpiletl T dvokapyio | v axopyio evog
vAkoL. Ta pwtomoivpepn Tapovotdlovy éva e0pog TILAV LETPOL
EAICTIKOTNTAG, TO OTOT0 Umopel va TPOcapHOcTEL LEGM TG cLVOEGN S TOV
VAMKOD Ko TOV TOPAUETPOV peTa-enesepyaciog. Avti 1 w0t ta ennpedlel
0100epOTNTA TOV SOCTACEWMY KOt TN OOUKT OKEPULOTNTO TOV EKTUTMOUEVOV
OVTIKELUEV@V.

e Avtoyn otnv Kpovon: H avtoyn 1oV @OTOTOAVIEP®Y GTNV KPOLGT OVAPEPETOL
TNV IKAVOTNTA TOVG VO OITOPPOPOVY EVEPYELX OTAV VTTOPAAAOVTOL GE EQPVIKA
YTUTNHOTO 1] KpOLGELS. Evd oplopéva potomolvpepn pmopel va mapovstalovv
LETPLOL AVTOYT| OTNV KpovGT, GALa pmopel va etvar o eH0pavota, kaioTdvTog
10 EMPPENN o€ Bpavon vid cuvinKeg VYNANG Ttieong. H avtoyn oty kpodon
umopet va Bertiodel pécm g PEATIOTONOINGNG TOL VAIKOD KOt TOV TEXVIKMV
LETA TN GKANpPLVOT).




XKkMpoTNTe: To @oTOTOALEPT) CLYVA TAPOVCIALOVY VYNAN ETLPOVELOKT|
OKANPOTNTO AOY® NG S1001KAGT0G TOAVUEPICUOD, LLE ATOTEAEGLLO VOL
OMNULOVPYOVVTOL GTEPEOTOINIEVES OOUEG Ue eEapeTIKN ovToyn oty Tpifn). H
oxkAnpdtTa pmopel va, petpn el xpnoYLOTOIDOVTOS SLAPOPES KALOKES, OTTMG M
oxAnpdétta Rockwell 1 Shore. H 1010t ta avth elvan onpovtikn yio epoppoyEg
OmoL amoteitonl avtoyn ot EHopA Kot avOEKTIKOTNTO TNG EMPAVELQGS.

Oepmkécootnres: Ta pwtomoivpepn EXOvV YeVIKE YOUNAOTEPES
Oepuoxpacieg OepUIKnG EKTPOTTNG GE GLYKPIOT LE TO. UNYOVIKG OEPLOTAACTIKA.

Av106 Tepropilet ) xpnom TOVS GE EPAPUOYES VYNADY BEPLOKPACIHV, KOOMG
EVOEYETOL VO LOAAKMGOLV 1 VO TOPALOPP®OOVV o€ LYMAEC Beprokpaciec.
Qo61660, OVATTOGGOVTOL OPIGUEVEG TTPONYUEVES GUVOECELG PMTOTOAVUEPDOV LIE
Bedtiwpéveg Bepikég 1010TNTEG Yo VoL EETEPAGTOVV AVTOL 01 TEPLOPIGHOL.

Akpifero dwwotdocmv: Ta poTonoivpepn eival YvooTd Yo TNV £0PETIKN
o TATIKY TOVG aKPiBELa Ko T AETTH 0VAALGT YOPAKTNPLOTIKOV. MTopohv va
EMTUYOVV TTEPITAOKES AETTOUEPELEG KOl OLOAG ETLPOVEIOKE PVipioUaTO,
KaO1oTOVTOG To KATAAAN A Y10 €PapLOYES OTTOVL M| axpifeia etvor amapaitnTn,
Ommg oTIS Propunyavieg KOGUNUATOV, 0OOVTIOTPIKNG KO LOLTPIKTG.

H xoatavonon tov pnyovikdv i010TTov Tov @OTOToAVUEP®V glval (OTIKNG onpaciog
Y0 TV ETAOYN TOV KOTAAANAOL VAIKODU Y10 GUYKEKPIUEVEG EQaPUOYES. Emitpénel oTovg
UNYOVIKOUG KOl TOVG GYENOCTES VO BEATIGTOTOMGOVV TIG TOPAUETPOVS EKTOTMOGNG, VO
aE10A0YNCOVY TNV aTOO00T TV EEAPTNUAT®V KOl VO SluGPaAicovy TV
KoTaAANAOTTA Yo TG emBountég Asttovpyies. Eivor onpavticd va onpetmdel 6t ot
UNYOVIKEG 1O10TNTES TOV GOTOTOAVUEPDOV UTOPOVV VO SLOPEPOVY CNUAVTIKE 0vAAOYQL
LLE TN GLYKEKPLUEVT GUVOEDT, TIG TEXVIKEG LETO-EMEEEPYAGIOG KO TIC GLVONKES
OKANPLVGTG TOV YPTGLLOTOLOVVTOL.

5.3.2. Epappoyvec QwTtomoAupEpwWY :

ANpmovpyio TPOTOTVTOV Kot avanTun mpoiovimv: Ta potomoivpepn
YPNOLUOTOL0VVTOL GLVIOW®G Yo TNV TaYEID KATOOKELT TPMOTOTOTWV KOl TNV
avantuén mpoidvimv. H tkavotntd toug va mapdyouy E0pETIKA AETTOLEPT] KO
axpiPn e€optnparto pe TepimAOKES YEMUETPIES TA KAOIGTA TOAVTILA YioL TN
INUIoVPYio AELTOVPYIKAOV TPOTOTOHTOV Y10 TV EXKVPMCT] TOV GYESOGHOD, TN
JOKIUN LOPONG Kot EPAPLOYNG Kot TV otoOntikn agloddynon. H tpiodidotatn
EKTUTMOT HE PACT TO POTOTOAVUEPT] EMTPETEL GTOVG UNYOVIKOVS KO TOVG
OYESOOTESG VO, EMOVOAALPAVOLY KO VO BEATIOVOLV YPIYOPO TO GYELD TPV
TPOY®PNCOLV GTN MAdIKN TAPUY®Y).

Kooupota kot a&gsovap: H fropnyavia Koopumudtov ypnoionolel eKTevag
TO, QOTOTOAVEPT] Y10 TNV TOPAYWYN TEPITAOK®OV Kol AETTMOV KOUUATI®OV. Me




SVVATOTNTO TOPOYDOYNG AETTOUEPDV LOVTEAMY DYNMANG avAAVoNG, M
TPLGOAoTOTN EKTOTMOT e PAOT TO PMOTOTOAVUEPT) EMTPENEL GTOVG CYEOUOTES
KOGUNUAT®V VO ONULOVPYOVV TTPOCAPLOGUEVO OYEAL, TEPITAOKN LOTIPol Ko
Aemtéc AemTopépeleg mov Ha NTay SVGKOAO VoL ETTELYHOVV LE TAPUdOCIUKEG
nefdd0vg KotaokevnG. Ta OTOTOAVLEPT] EMTPETOVYV TNV TAPOYWYT GOVOETWOV
KOOUNUAT®V, OT®G dayTVAIdLN, PBpaylodia, LeVTAYLOV Kol GKOLAAPTKLOL.

OdovtioTpikéc kKot 0p0odovTikég e@apuoyéc: Ta powtortoivuepn Bpickovv
ONUOVTIKES EQUPLOYES GTOV 000VTIOTPIKS Kot 0pO0SOVTIKG TOUED.
XPNOGIULOTOOVVTAL Y10 TNV KOTAGKELT) 00OVTIATPIKMY HLOVIEA®MV, GTEPAVAYV,
YEQUPAOV Kot opBodoviik®mv evbuypappicewv. H axpifela kot to vymAd eninedo
AEMTOUEPELNG TTOV EMTLYYAVOVTOL LLE TNV TPLGOACTATN EKTOTMOT e Bdomn Ta
QoToTolvpept| E0c@aAilovy axpiPn EQapLOYT] Y10l 000VTIOTPIKEG
amoKTOOTAGELS Kol 0pBodovTiKeES cuokevés. EmimAéov, o pnriveg

QOTOTOAUEPDV LE PLOGVUPATES 1O1OTNTEG EMTPETOVLY TIV TAPOYWYN
TPOCOPIVAV TPOGHETIKOV DAMK®DV KOt YELPOVPYIKDY 0ONYDV.

latpwkéc cvokevéc kon TpocBetiki): H tpiodidotatn extunmon pe faon ta
QOTOTOALUEPT TOULEL KOOOPIOTIKO POLO GTNV TOPAYWOYT] TPOCAUPLOGUEVOV
OTPIKMOY GVOKEVAV KOl TPOGHETIKOY LAMK®V. Emtttpénet T dnpiovpyia
LOVTEAWMV E101KA Y10 TOV OGOEVT], YEPOVPYIKDV 0ONYDV, OVATOUIKDV
avILYpAae®V Kot epputevpdtov. Ta potonoivpepn| pe frocvopfotég 1010treg

YPNOLOTOLOVVTOL Y10 TV KOTACKELT EAPTNUATOV 1TPIKNG TOdTNTAS,
eCaoparilovtag ™ cuoppatdtnTa He To ovOpOTIVO GO, AVTN 1| TEXVOLOYiL
eMTPENEL EEQTOUIKEVIEVES ADGELS VYELOVOUKNG TTEPIBaAYNG, TaXOTEPOVG
YPOVOLS TOPUYMYNG Kot PEATIOUEVO OMOTEAEGLOTA Y10 TOVS 0GOEVELC.

KotovoloTtikd 0yo0d kot niektpovikd: To ¢mTomToALUEPT] YPTCYLOTOOVVTOL
OTNV TOPAYOYT KATOVOADTIKOV oyolfdV KOl NAEKTPOVIK®V EE0PTNUATOV.
Mmnopovv va ypnoiponomBoidv yia ) onpovpyio tepPANUdTOV,
TePPANUATOV, KOVUTIDOV Kot AAL®V TEPITAOK®OV E0PTNUATOV Y10
niextpovikég cvokevég, wearables kot katavaiwTtikd tpoidvto. H tpiodidortatn
EKTUTMOT HE PACT] TO POTOTOAVUEPT] EMTPETEL GTOVG KOTAGKEVOAGTES VO
KATOGKELALOVY YPNYOPO TPOTOTLTO KO VO TAPEYOLV TPOCAPLOGHUEVA GYEILD,
Vo BEATIGTOTO0VV THV UGONTIKN TV TPOIOVIMV KOl VO EVOOUOTOVOVY
oLVOETA YOPOKTNPIOTIKA 1 ECOTEPIKES OOUES.

Téyvn ko oyedraopoc: H KodAiteyvikn Kot oxe010GTIKY KOWVOTNTO 0E10mOoted
eMioNC TNV TPLGOAGTATH EKTVTMOT] E BAGT) TO POTOTOAVUEPES Y10,
Inpovpyég epapproyés. KaAltéyves kot oyedooTES AP GIULOTOOVY TV
TEYVOLOYiD Y10 VO EEEPEVVIICOVV KAVOTOUESG LOPPES, YEMUETPIEG KOl VPEG TTOL
dtevpvHvovy Ta HPlaL TNG TOPASOCIUKNG TEXVNG Kol TOV GYe01aGoV0. Ta




(PMOTOTOAVLEPT] EMTPETOVY TNV TOPOYMOYT OTTIKA EVIVTWOCLUKDOV YAVTTOV,
TEPIMAOK®V LOVTEAWV KOl EMPAVELDV LE DOT] KOl AETTEC AETTOUEPELEG.

5.3.4. MAeovektnpota QWTOMOAUUEPWV :
1. Yyni okpif€ro: ootonoAvpept EXTPETOLY TV TAPOYWYT O0iTEPQ
Aemtopep®v Kot mepimAokwv eEaptnudtov pe eapetikn akpifela daotdoemv
KO TOLOTNTO EMPAVELNS. MTOPOUV VO ETITUYOVV AETTA YOPAKTNPIOTIKG KO
Aeto pwvipiopato, Kaf1oTOVTOG T WOAVIKE Y100 EQapOYEG Omov 1 akpifeta etvor
Kpioun, OTwG oTIg Propunyovieg KOoUNUATMOV, 000VTIOTPIKNG Kol LOLTPIKNG,.

2. I'piyopn teydtnre ektvnmong: Ot d1001Kacies TPIodAcTATNG EKTOTOONG LUE
Baon to potomoAvpepy| TAPOLGLALOVLY GLYVA TAYVTEPES TAYXVTNTES EKTVTMOONG
og oVyKplomn pe dAdeg teyvoroyies. H tayeia dadikacio pmTomolvpepiopon
EMTPETEL TN YPNYOPN OTEPEOTOINGT| TOV GTPDCEWDYV, OONYDVTAG O HEIWUEVO
GUVOAIKO YpOVO TOPOY®YNG.

3. Evpeio emioyn viik@v: Ta potorolvpepn ivat dwabécipa o va evpd pacua

ouvBécemv, emtpénoviag eveMEia 6TIg 1010TNTES TOV VAMKAOV. Mopodv va
TPOGUPLOGTOVV DGTE VO IKAVOTOLOVV GUYKEKPLUEVES ATALTNGELS, OTMG M
gveM&ia, 1 dwpavela, N ProcopfoTdTTa 1| 1 UNYAVIKY AvTOYY], SIELPVLVOVTAG
T1G SQUVATOTNTEG EPAPLOYNG TOVG,.

4. Efmpetikn avédivon Aentougper®v: To potomoivpepn WtopovVv Vo EXLITOYOVY
VYNAN 0VOADOT AETTOUEPELOG, LLE OTMOTELEG O AEIEC EMPAVELES KOl TEPITAOKEC
yvewpetpieg. Avto to Kafiotd katdAAnia yio T onpovpyio cHvleTmv
LOVTEAWDV, TPOTOTOHTTOV KOl AEITOVPYIK®OV £EUPTNUATOV TOV OTOLTOVV AETTES
AETTOUEPELES KOl TEPITAOKA YOLPOKTNPLOTIKA.

5. Xouni mepondépemon kot cuppikveon: Ot pntiveg @OTOTOAVLEPDV
TapoLc1dlovy GVVNOME ELAYLOTN TOPAUOPPOGCT Kol GLPPIKVMOCT KOTA TN
duapkeln NG dadKaciog EKTHTOONG. AVTO EMTPENEL TNV TAPAYMYT| AKPPOV
Kot 0100TATIKE 6TafEpDV EEAPTNUATOV, LELOVOVTOG TNV AVAYKT] Y10
TPOGOUPUOYEG LETA TNV EKTOTTOG).




5.3.5. Melovektnpata QwTtonoAUUEPWVY :

1.

Iep10p1opévec 1O0TNTEC VMKOD: e GUYKPLIOT LE TO TOPAOOGLOKE LN OVIKA
0epLOTAACTIKA, O1 UNYAVIKEG IOLOTNTES TV PMTOTOAVUEPOV UTOPEL VO Etvar
oxeTIKA younAdtepes. Evoéyetor va punv dtobétovv to id1o eminedo avtoyng,
OKANPOTNTOG N BEPLUKNG AVTOYNG, TEPLOPILOVTAG TNV EPAPLLOYT| TOVG GE
nepBairovia VYNNG mieong 1 VYNNG Beprokpaciog.

Anortiogic perenelepyooiog: O eKTVTOGELS Pe PAoT TO OTOTOALLEPT
ovyva amortovv Prjpato peta-eneéepyaciag, Onmg Kabapiopd, ckAnpuvon M

TpOcHeTN apaipeon TV VTOoTNPLYHATOV. AVTA To fripota TpocBETovy ¥pdvo
KoL TPOOTADELD TN GLVOAIKT S1001KAGTN EKTVTMOTG, AVEAVOVTOS EVOEXOUEVOGS
10 KOGTOG TTAPOULYMYT|G.

EvaisOnoio otnv vrepi®on axtivofoirio: To potomoivpepn eivar evaicOnta
OTNV LIEPLUDOT AKTIVOPOALN, YEYOVOS OV UTopel VoL TPOKOAEGEL TNV
vroBdOpion N Tov AmoXP®UATIGUO TOVG LE TNV TEPOSO TOV XPOVOL OTOV
extifevran og TapATETAUEVO NAMOKO QMG 1) GE OPIoUEVES TEPPUALOVTIKEG

ovvOnkes. H cwot amobnkevon kot 0 KatdAANAOG xeplopog eival amapaitnrot
Yol TN SLTHPNON TNG OKEPOLOTNTOS KOL TG OTOS0GNG TOV VALKOV.

Kdéotog vikov: Ot pntiveg pmtomoivpuepav umopel va givor o axpiég o
GUYKPLON LE TO VIILLOTOL TTOV XPTGLUOTO0VVTOL GE GAAES TEXVOAOYIEG
TPLEOLAGTATNG EKTOTOONG. To KOGTOG TV VMK®OV UTOopEl VoL amoTeAEcEL
ONULOVTIKO TOPAYoVTa, 101mG OTOV TPOKELITOL Y10 EKTVTTMOCELS LEYOANG KAILOKOG
N HeYAAov GyKOV.

Iepropropévo néyedog ektvmmong: O 6yYKog KATACKEDVT TV EKTUTTOTAOV TOV
Bacilovtol og pmTOTOALUEPY| EIVOL GLYVE TEPLOPIGUEVOS GE GUYKPIOT LE GALES
TEYVOAOYIES TPIOAAGTATNG EKTOTWONG. O1 EKTVTMOGELS LEYAANG KAILOKOG 1)
peydaov peyéBouvg umopet vo omontoly TOAAATAEG ETOVOANYELS 1)
GLVOPUOAGYNON LKPITEPOV EEOPTNUATWV.




5.4. M€tal\a KoL KpApQTAL:

>tnv DMLM pmopovv va xpnoiporotnfodv dtdeopo HETOAAN Kot KPAUOTO LETAAA®Y,
10 KaBEvaL PLE TIC OKES TOL HOVOITIKEG UNYAVIKES 1010TNTES. AKOAOVOOVV Oplopéval
péETaAL TOV Ypnotponoovvtal cuviBmg e DMLM kat ot pnyovikég Toug 1010t Teg:

5.4.1. Mnyavikec IdlotnTeg :
1. Avo&gidmroc yaivBac (m.y. 316L., 17-4 PH):

e Avtoyn o€ gpelkoopo: Tomucd kopaiveton amd 500 MPa émg 1000 MPa.

e Avvaun owppong: ['evikd peta&y 200 MPa ko 800 MPa.

¢  Empikvuvon: Zuvifoc yopo oto 10% g 40%.

o  YKApOTNTA: AlAPEPEL OVALOYO LLE TO CLYKEKPLUEVO KpApLa Kot T Beppikn
enelepyaocio.

2. Kpapora trraviov (m.y. Ti-6Al-4V):

o Avrtoyn og gpelkvono: Tomucd kopaiveton amd 900 MPa émg 1200 MPa.

e Avtoyn dwppongc: evikd petad 800 MPa kor 1100 MPa.

e  Emunkvvon: Xuvifong yopow oto 10% £wg 20%.
o Ykinpotnte: Alogépel ovAAOYO LE TO GLYKEKPIUEVO KPApLa kot T Oepikn
eneEepyaocio.

3. Kpanora arovpwviov (m.y. AlSil0Mg):

o Avrtoyn o€ gpelkvono: Tomwd kopaiveton amd 200 MPa émg 350 MPa.

e Avvapn swppong: N'evikd peta&y 150 MPa kot 300 MPa.

e  Emuikvvon: Xvvifong yopo oto 2% £mg 8%.

o XKANpOTNTOE: A0QPEPEL AVAAOYO LLE TO GLYKEKPLUEVO KPApLaL Kot T Bgppikn
eneEepyaocio.

4. Kpapnoato kofaitiov-ypouniov (w.y. CoCrMo):

e Avtoyn og gpehkvopo: Tomd kopatveton and 900 MPa émc 1200 MPa.

o Avrtoyn owppong: ['evikd peta&h 600 MPa kot 1000 MPa.

e  Emuikvvon: vvifong yopow oto 10% Ewg 25%.
o YKANpOTNTE: A0EPEL AVAAOYO LLE TO GLYKEKPLUEVO KPApLaL Kot T Bgppikn
eneepyaocio.

5. Kpanoro ne paon to vikémo (w.y. Inconel 718):

o Avrtoyn o€ gpelkvopd: Tomucd kopaiveton amd 900 MPa émwg 1300 MPa.

e Avrtoyn owppong: ['evikd peta&h 600 MPa ko 1100 MPa.




e  Emukvvon: Zuvifog yopo oto 20% g 30%.
o YKANpOéTNTOE: APEPEL AVALOYO LLE TO CLYKEKPLUEVO KPApLa Kot T Beppikn
eneepyaocia.

Eivor onpovtiko va onpetmdet 0Tt ot unyovikéc 1010t 1ec TV HETAAMK®OV e€apTnUdToOV
nov moapdyovtol pEcw DMLM umopovv va ernpeastovy and d1popovs TapayovTEs,
ovumePAaUPBOVOUEVIG TG E10TKTG CUVOEST|C TOV KPAUOTOS, TNG OepUIKnG
eneEepyaciag, TOL TPOGAVOUTOMGHO TOV EEUPTHOTOC KOL TOV TOPAUETPMV
KOTOOKELNG. LVUVETMG, GUVIGTATOL VO AVUTPEYETE OTA OEATIO OEOOUEVMOV VAIKOV, GTO,
TPOTLTIOL SOKIUMV KOl VO GUUPBOVAEVEGTE TOVS TPOUNOEVTES VAIKDV Yo akplPeig
TANPOPOPIES GYETIKA LE TIG UNYOVIKES 1O1OTNTES TTOL AUPOPOVYV GUYKEKPIUEVES
EQOPLOYEG.

To pétaAlo xpNGILOTOIOVVTOL EVPEMG GTNV TPLOIACTOTN EKTOTWON, 10IWG G
teYvoLOYieg Ommg N dueon ™EN ne Aélep petdAlov (DMLM) 1 n emdextikn tEN ne
Aélep (SLM). Evod ta pétadia m1poc@EPouy TOAVAPIOO TAEOVEKTILLOTO, Y10, TV
TPOGHETIKT KATOGKELT], GLVOOEVOVTAL ENIOTG OO OPIGUEVOLS TEPLOPLGLOVS. XN
oLVEYELN TPOKELTOL VO, AvOAVOOVV TOL TAEOVEKTILOTO KO TOL LELOVEKTTLOTOL TNG YPNONG
LETAAL®V GTNV TPIGOAGTATN EKTOTOON:

5.4.2. Edappoyeq MeTAAWY :
1. Agpodwotnuikn kou agpomopia: H agpodiactnukn Propnyavio ypnoiponotet
EKTEVAG LETOAAQ Y10 TV KATACKELT EE0PTNUATOV 0EPOCKAPDY KO
dwotnuonmAoiov. Ta pétadia mpocPEépovy eENPETIKEG avalOYiEG OVTOYNG TPOG

Bapog, avtoyn oe vymiég Beppokpacieg kot KaAEG 1O10TNTES KOTWONC,
KaO1oTOVTAG T 10VIKA Yo Kpioipa eEaptnpata Ommg e€apTnLOTE KIVITHPOV,
dopkd ototyeio, CLGTHLATA TPOGYEIMONG KoL TTEPVYLN GTPOPidwv. H
TPOCHETIKT KATOGKEVT] LETAAA®V EMTPENEL TV TAPOYWYT) TOAVTAOK®OV
YEOUETPLOV, EAAPPDV OOUDV Kot BEATIOUEVOV EMOOGEDMV HEGH TNG
BeAtioTomoinong tov oYESOGHOD.

2. Avtoxwvnrofropunyoevia: To pétailo dtadpapotilovv (oTtikd poro oV
avtoKivnTofropnyovio, TopEYOVTOG AVTOoy, OOUIKT AKEPULOTNTO KO OVTOYT GE
ovykpovon. H mpochetikn Kataokeun enttpénetl Ty Tapaywyn ELoQp®V
UETOAAKDV e€apTNUATOV TOL GUUPBAALOVY GTNV ATOSOTIKOTNTO TOV KAVGIL®V
Kol 6TIG EMOOCELS TV oynudtwv. Ta pétaiia ypnoipomolovvtal oe eEopTnATO
Kvnmpo, e€apTtnuoTo oavapTnons, CLGTHUATH TEOTONG KOl TPOCAUPLOGUEVOL
eEopTNHOTA Y10 TPOTOTLTTO CVTOKIVITO 1] OYNLOTO TEPLOPLCUEVNS EKOOOTG.

3. lotpui) kon odovtiaTpikn: To pétaila Bpickovy oNUOVTIKEG EQAPLOYES GTOV
10TPIKO Kot odovTiatpikd topéa. Ta gpeutevpata, To TPOcHETIKA Kot oL
YEPOLPYIKA epyareia kataokevdlovtal cuvnBwg and ProcvuPatd pétaila,




OTmG Kpapata Titaviov Kot kpdpato Kopaitiov-ypopatos. H mpoocHeticn
KOTOOKELT LETAAL®V EMITPETEL TNV TAPUYMYT] ELPLTELUATOV EOKA Y10, TOV
acOevn, TPOCAPLOGUEVMVY XELPOVPYIKADOV EPYOAEIDV KoL TOATAOK®Y
000VTIOTPIKGV amoKatacTdoewv. H duvatdotta dnuovpyiag Topmdmdv Soudv
LE PEATIOTOMOMUEVEG EMPAVELNKEG 1OLOTNTES OLEVKOAVVEL TNV
0GTEOEVOOUATMOT] Kot BEATIOVEL TNV aOS06T TV LOTPIKOV GUGKEVMV.

Epyoielonmoinon kor kotookev): To péETadla pNGUYLOTOI0VVTIOL EVPEWS OE
SLOIKOGIEC EPYAAELOTOINONC Kol KOTAGKEVNG AOY® TS VYNANG OVTOYNG TOVG,
™G OepUIKNG TOVG AVTOYNG KOl TNG avToYNG TOVG ot PBopd. H mpoohHetikn
KOTOOKELT EMTPEMEL TNV TOPAYOYT EVOETOV EpYOLEi®V, KAOAOVTIDOV Kol L TPOV
ne mepimAoka oS0l Kot TOADTAOKA KavAAle YoéNg, feTidvovTag TV
ATOJOTIKOTNTA KOl LEIMVOVTOS TOVS ¥POVOLS Tapadoong. Ta pHeTarAikd
gpyareio pmopovv va avtéEouy o vYNAES Beplokpacieg Kot Unyavikeg
KOTOTOVNGELS, KOOIGTMOVTOG TO KATAAANAQ Y100 EQOPLOYES OT™G 1 YOTELON LE
gyyoon, N xOTEVOT GE UNTPO KOt 1] SIOUOPPMCT| LETOAAW®V.

Evépysio ko mapayoyn evépysrog: To pétaila dwdpapatitovv kabopiotikd
POLO GTOVG TOUEIS TNG EVEPYELNG KOL TNG NAEKTPOTOPAYMYNG. XPTGLLOTOOVVTOL
0€ TOVPUTIVEG, YEVWNTPLEG, EVAALAKTEG BEpUOTNTOG KO TVPNVIKE £EQPTHLATO
AOY® TG aVTOYNG TOVG 0€ VYNAEG BEpLOKPOGIES, TNG AVTOYNG 0T JPpwon Kot
NG NAEKTPIKNG aywyotntoc. H mposOetikn kotaokeu petdAAwv emTpénet
TNV TOPAYWYN TOADTAOK®V YEOUETPLDV, OTW®G TTEPVYI0 CTPOPIA®V pe
E0MTEPIKA KOVAMO YOENC, e AmOTEAECUA T PEATIOON TNG OTOJOTIKOTNTOG KO
™G amOO0CNG TV CLGTNUATOV TOPAYWOYNG EVEPYELNS.

Apvve kot Topofoéia 6mha: To pétaila eivol 0vOTOGTAGTO KOUUATL TG
OPLLVTIKNG Propumyaviag, 6Tov YPNCLOTOOVVTOL GTV KOTAGKEVT TUPOPOA®DY
OTA®V, GTPATIOTIKOV £E0MMGHIOD Kot TPOSTATEVTIKOV e€omAopod. H vynn
avToyn, N avOeKTIKOTNTO Kot 01 BOAMOTIKEG 1O10TNTEG TOV LETAAL®V TO

K6 TOOV KATAAANAQ Y100 EPOPLOYES TTOV AOTOVV oTIapdTNTO Kol aglomioTial.
H mpocBetikn katackevy| emtpénet v mapaywyn eENTOLKELUEVOV
eCoptnudtev Tupoforwv OTAwV, ehaeplac Bopdakiong Kot TepiTAOK®V
eCoptnudtov pe Beltiopévn Aettovpykdtnro.




5.4.3. NMAsovekTnuLATAMETAA\WY :

1.

Avtoyn kot avOekTikéTnTo: To pétadia Tapéyovy eEopeTikég UNyYovVIKEG
1010TNTEC, OTTMOC VYNAN OVTOYN O€ EPEAKLGUO, CKANPOTNTA KOl 0VTOYT OTNV
KOT®Oo. Avtd Ta KOOIGTA KATAAANAQ Y100 TNV Tapay®yn oTPopdv Kot

AELITOVPYIKAOV EEQPTNUATOV, EOIKE GE OTALTNTIKEG EPOPLOYES OOV 1) AVTOYN
etvar (oTiKNg onuaciog.

Elev0epia oyedraopnov: H 1piodidotatn ektHn®on enTpénel TOATAOKES
YEOUETPIES KOl TEPITAOKA TYEOLA TOV Bl )TaY SVGKOAO 1| AdHVOTO VoL
emttevyBov pe Tig Tapadoctakég pefddovg Kataokevng. Ta pétadia pmwopohv

Vo MAOCOVVY Ko v 6TEPEOTOMBovV pe axpifelo oTpOLO TPOG GTPAOLLA,
EMTPEMOVTOG TNV TOPAYMYN TEPITAOK®V KOl TPOCSUPLOGUEVOV EEAPTNUATOV.

IHowhia vMK®V: Ydpyet £va e0pl QACLO LETOAMKOV DAK®OV OV givot
JdtB€oa Yo TPLodIIoTOTY EKTUTMGN, OT®S avoEEIdMTOC YdAvBac, KpduaTo
TITaviov, KPAUOTo 0AOVUIVION, KPAUOTO KOPBAATIOL-YPOUATOG KOl KPAUATO LLE
Baon 1o vikélo. Kabe vAkd Tpoc@épel LovadkEg 1OOTNTES, EMTPETOVTOG
TOWKILEC EQUPLOYEG GE S1APOPOVG KAGOOVC.

Evomoinon kot rolvmriokétntoe: H tp1odidotarn ektOnmon enttpénetl Tnv

€VOTTOINGN TOAAATADV eEAPTNUATOV GE £va LOVO EEAPTNLLO, LEUDVOVTOG TNV
avayKn Yo GUVOPLOAOYNGN KOl GLVOETHPES. ALTH 1 Evomoinon umopet va
00MNYNOEL GE OMAOTOMUEVO TYENL, LELWUEVO BAPOS, PEATIOUEVT] ATOS00T Kol
eEokovounon KOGTOVG.

Toyeio tpwToTVTOTOinon Kot eravainwn: H tpiodidctatn extunmon
UETOAA®V ETTPETEL TNV TOYELN TPOTOTVTOTOINOT| KOl TIG EMOVOANTTIKES

dradkacies oyedtacov. Ot unyovikoi Kot 0l 6YedUGTEG LITOPOLV VO TaPEyoLV
YPNYOPO AELTOVPYIKE LETOAMKA TPMTOTLTO, VO TO SOKILALOVV, VO, KAVOLV
TPOTOTOWGELS GTO GYESCUO Kot VoL emavalopBdvouy tn dtadkaciol
OTOTEAEGLOTIKEL, EMTAYOVOVTOS TOVG KOKAOVS OVATTTUENG TPOTOVTI®V.



5.4.4. MELOVEKTAPOTA MeTIANWV :

1. Yynié k6ce10c: H 1p1odidotarn eKtOnmorn HETAAA®V glval YEVIKA Lo akpiPn
amd dAleg dradkacieg TpocsOeTIKNG KATAOKELNG 1 TAPad0GLokég LeBOdoVG
KotaokeLNs. To KOGTOG TV PETOAMK®OV GKOVMV, 0 EEEIOKEVIEVOG EEOTMGLLOC
KOl Ol OTOLTNOELG LeTaYEVESTEPNG emesepyaciog GVUPBAAALOVY GTO GLVOAKO
VYNAGTEPO KOGTOC TNG TPLOOIACTATNG EKTUTMONG e PAomn Ta LETOAAA.

2. Ilepropropévec emAoyéc VMK®V: [Tapdlo Tov vidpyet (o wotkidio
UETOAAKOV VAIKOV oV dtoTifevTon Yo Tplodtdotatn) EKTOT®ON, 1 VKA
e&okolovbel va givar o Teplopiopévn 6€ GOYKPLOT UE TIG CLUPATIKES
dwdkacies kataokevng. Optopéva eEE10IKELIEVO KPAUATO 1] EEMTIKA LETAAAD

umopet va givot OOGKOAN 1 AVEPLKTN 1] TPLOOIACTOTY EKTOTOON.

3. Anatiosic perenelepyooioc: Ta petaAlikd eEoptipato Tov TapdyovTon
LEG® TPLEOAGTATNG EKTUTMONG LY VA amattovv Prinata peta-eneEepyaciag,
omwg Bepuk| eneEepyacio, avoKOLPIOT amd TIG TAGELS, UNYOVIKY| KATEPYOTia 1|
EMUPAVELOKO PvipIopa Yo TNV eiTELEN TOV EMBLUNTOV WOTATOV 1| TNG
To10TNTOG TNG EMPAVELNS. AvTd TO TPOGHETA Priporta Lropovv va TpocHicovv
YPOVO Kol KOGTOG GT1) JAOIKOGI0 TOPOY YN,

4. Axpipero owwotdoemv ko @vipiopo emeaverog: H ernitevén vymaing
JoTATIKNG 0KPiPElag Kot OLOAOD TEAELOWATOG EMPAVELNG GTNV TPLOIUCTOTY
eKTOTOON peTdAL®V pumopel va arotedécel mpoxinon. [apdyovieg 6mmg ot
OepLKéG TAGELG, O1 VITOAEUATIKES TAGELS Kol Ol QOUES GTHPIENS LTOPOVV VOl
EMNPEACOLV TN SOCTUTIKN aKPIPELO KO TNV TOLOTNTA TNG EMPAVELNS TOV
TeEMKOD Tepayiov, amottdviag Tpdcsbeta Prpata peteneepyaciog.

5. Amartiosgig eE0mAonov Kol EUTELPOYVOUoovvis: Ot teyvoroyieg
TPLGOAOTATNG EKTUTTOONG LETAAAWDV OmTalToVV £EEIOIKELUEVO EEOTMGLO, OTT®G
Aélep vymAng 1obog Ko eAeyyOLEvVa TEPBAALOVTA, 1 EYKOTACTOOT KOL 1
oLVTNPNOT TOV oToiwv umopet va etvar domavnpr|. Emumiéov, n Asrtovpyio tov
TPIGOIGTATOV EKTUTOTAOV LETAAADV OTOLTEL TEYVOYVMOGIN GTIG TAPAUETPOVS
™G OOIKAGIOG, GTO XEPIOUO TOV VAIKMV Kol GTIG TEVIKES LETA-EMEEEPYATTOG.

Eivor onpovtiko va onpetnbet 0T ta GuyKeKPIUEVO TAEOVEKTILOTO, KOl LELOVEKTILLOTOL
™G XPNOMNG UETAAL®V GTNV TPIGOAGTOTN EKTOTWGT UTOPEL VO, S1PEPOVV OVAAOYDL LLE
TNV EMAEYUEVN TEXVOAOYIQ, TO VAIKO Kot TNV EQappoyn. LG ek ToVTOL, ivat
ATTOPOATNTN 1) TPOGEKTIKN €EETAOT TOV AMOULTNGEDV KOl TOV TEPLOPIGUAOV KAOE EpYoV
Y10 TOV TPOGOIOPIGHO TNG KOTAAANAOTNTOG TNG TPLOOAGTATNG EKTOTWONG LETOAAW®V.



5.5. Kepapkad UAKQ :

Ta kepoptkd VAKAE £xovv KepOIGEL GNUAVTIKT TPOGOYT GTOV TOUEN TNG TPLGOAGTATNG
EKTUTMONG, YVOOGTNG MG TPOGHETIKY] KATAGKELT], AOY® T®V LOVOIIK®VY 1010TNTOV Kol
TV TOOVOV papuoy®V Tovc. H Tpiodidototn exTHnmon KEPOUKDOV VAIK®V
TEPAOUPAVEL TNV EVOTODEST] KEPAUIKDV CKOVMOV GTPMLLO TPOG CTPMLLL,
axoAovBovpevn amd moyiwon HEcm daPopwv HEBOdWV, OTwG N EKTOEELGN GLVIETIKOD
vAMKo¥ N 1 otepeoMboypapia. Edd, Oa culntioove opiopéva KEPOUIKE TOV
YPNOLOTOL0HVTOL GUVHOWE TNV TPIGOAGTATY EKTOTOGCT KO TIG UNYOVIKES TOVG

1010t TEC:

5.5.1. MnXaVLKEC LOLOTNTEC KEPOLLLLKWV UALKWV :

Alovpiva (AI203):
o  ZiAnpomra: 9 £w¢ 9,5 oty KAipoka Mohs.

e Avtoyn: AwaBétovv e€apetikn avtoyn o€ OAiyn, mov cuvnBwg KupaiveTol ard
300 éwc 450 MPa.

o  Ogpukn otabepotnta: Ta kepapukd alovpivag TPOGPEEPOLY KA BepLiK
otafepotnra pe vynAd onueio ™Méng dvo Tov 2000°C.

o Hiextpikr povoon: Atobétovy eEopetikés 1010t Teg NAEKTPIKNG LOVMOOTS,
YEYOVOG TTOL Ta KAGTA KATAAANAQ Y100 EQOPLOYES GE NAEKTPIKES KOl
NAEKTPOVIKEG GUOKEVEG.

Zrpkovia (ZrO2):
o AvOsktucomta: Kepopkd Gproviag mapovcstdlovyv eEapetikn avOekTikdTnToL
Kol avTioTaoT 6T S1d000N POYUOV.

e Avtoyn oe xapym: ‘Exovv vynin avioyn oe kapyn, mtov cuvnwg kopaivetot
an6 800 éwc 1200 MPa.

o  Ogpud ppaypa: Ta kepapkd gproviog Tapovstalovy younin Bepukn
ayOyoOTNTO, KAOIGTOVTOS TA YPNOLUL MG EMGTPOGELS Oep koD epaypaTog.

e BioovpPatdmra: Opiopéveg popeéc kepapikmv gproviag eivar BrocupPatéc
KOl YPNGLOTOIOVVTOL GE LOTPIKEG KOl 00OVTIOTPIKEG EPAPLOYES.

KapBidwo Tov muprriov (SiC):
o  XxAnpomra: ZkAnpdmra: Ta kepapkd kapPidiov Tov muprriov drobétovv
VYN okAnpoTTO, N omoia Kupaivetoar cuvnBmg omd 9 g 9,5 otV KAipoKa
Mohs.
o Xtabeponta oe vyMALS Beprokpacies: [apovoidlovy earpetikn| Beppikn
otafepotnTa o VYNAEG Bepokpacieg Kot Lropovv va avtéEovy 6e akpaia
nepPdArovia.

o  Mnyavikn avroyn: Ta kepapkd kapPidiov Tov Tupttiov TPOSPEPOLY VYNAN|
HUNYOVIKT 0VTOYN, LE aVTOYY| G€ EPEAKVOUO oL Kupaivetor ard 200 g 500
MPa.



Xnuikn avtictoon: Atafétovy eapeTikn avtoy o€ YNUIKES EMBEELS,
KaO1oTOVTAG To KATAAAN A Y10 StafpaTid mepariovTa.

Yopoévaratitne (HA):

Bioovppatomra: Ta kepapikd vopoévamatitn eivar frocvopfoatd kot potdlovv
LLE TO OVOPYAVO GUGTATIKO TOV PUGIKOV 0GTOV.

Biodpaotikdtra: I[Tapovsialovy flodpactikdtnta Kot Uropodv vo cuvoedovv
pe Lovtavd 00TIKO 1010, KAPIGTOVTOS TA KATOAANAN Y10l OGTIKG LLOGYEVLLOTO, KO
EUQVTEVLOTAL.

"Eleyyog tov mopddovg: Ta kepapikd vopoSvamatitn umopodv va

TPOCAPLOGTOVV MOTE VO EXOVV GLYKEKPLUEVO TOPMOES Yia PEATIOUEV
EVOOUATOGN GTOVS 16TOVG,.

Mnyovikn avtoyn: Ot unyovikés 1id10Treg TV KEPOUIK®OVY vdpodvamatitn
pumopovv va tpomomoinfodv pe Tov ELEYYO0 TapayOVIOV OIS 1| 6VVOEGT, TO
TopmOeC Kat o1 uébodot emelepyaciog.

IMopoeravn:

AwoOntcn: Ta kepapikd mopsehdvng elvatl yvootd yio tnv eEopeTiK

o160 TIKY) TOVG ELPAVIOT) KOl TOV 030VTIKO TOVG XPOUATIGUO, YEYOVOS OV TA
KaO10TA KOTAAANAO Y10 030VTIOTPIKES EQUPLLOYEG.

XounAn tp1pn: Hapovsialovv yopmAég 1016t teg TPIPNG Kot POOPAc, YeYovog
TOV T0. KOOIGTA YPGILA Y10 EPAPLOYES OTMG TA KEPOLUKE £5pAVAL.

Oepukn| povoon: Ta kepapikd Topcehdvng Exovv KOAES OepULOLOVEOTIKES
010N TES, 01 OTOiEC PPICKOVY EPAPLOYES GE LOVMOTNPES Kot Oepuikd epdrypota.
Etvor onpovtcd vo onpetmBel 0Tt ot pnyavikés 1d10TTeg TV KEPOUIKMV
eEQPTNUATOV TTOL TAPAYOVTOL LEG® TPIOIAGTATNG EKTOTOONG UTOPOVV VO,
EMNPEACTOVV OO SLAPOPOVS TAPAYOVTEG, CLUTEPIAAUPAVOUEVNG TNG
CLYKEKPLUEVNC KEPAUIKNG GVVOESTC, TV TOPAUETPOV EMEEEPYAGIOG KOL TOV
eneEepyaciav petd v eneepyacia. EmumAéov, o1 teyvikég Tp1odidototng
EKTOTOONG KEPAPKDOV EEEAICOOVTAL GLVEXMG KOt 1| GLVEXLLOUEVT £pEVVAL
anookonel oTn PEATIOON TOV UNYAVIKOV EMOOGEDV TOV KEPOUKDV
eEapTudtov.



5.5.2. EQapUOyEC KEPAULKWY UAKWV :
1. AgpodwoTnuiki Ko 0EPOTOpia:

To kepapkd Ppickovy ePAPUOYES GTNV 0EPOIOCTNIIKY Bropmyavia Ady® g
otafepdTag oe VYNAEG BeproKpacies, TOV ELAPPOV IOLOTHTMOV TOVS KoL TG
avToyNg Tovg ot eBopd Kot ™ daPpwon. Ta kepapkd eEopTnATO TOL
TOPAYOVTOL LEGM TPLOOLACTATNG EKTHTMGNG UTOPOVV VoL ¥pNGipomoinfodv o
KWWNTNPES 0€PLOoGTPOPILmV, akpoPLGLa TVPAVA®MY, BEPUIKES aGTIOES Kot GAALL
nepBarirovia vyning Bepprokpacioc. H tkavotntd tovg va avtéyovy oe akpaieg
ovvONKeg KaB1oTA ToL KEPAUIKA KATAAANAQ Y10 0EPOSIOGTIUIKES EQAPLOYES
OmoVL 1 awOO0GN, 1 AVOEKTIKOTNTA Ko 1] peiwon tov Bapovug givar {oTikng
onuociog.

2. BuoioTpiki KoL 000VTIOTPIKN:

Ta kepopikd Tpoceépovy eEapetiky Prosvpfatdtnra, kahioTOvVTOS TOL
KoTdAANAQ Y10 frotatpicés Kot 00ovTIaTpIKES epapproyés. Ta tprodidotata
EKTUTOUEVA KEPOUIKA ELPLTEOHOTA, OTWS ApBPDCELS 1Y 10V, 0OOVTIKES
OTEPAVES KOl IKPUDLOTA OGTOV, LTOPOVV Vo, UNBovV 6TEVA TIG 1010TNTEG TV
(PLOIK®OV 10TOV Kot Vo, TpomBcovv Ty ooteoeveopdtoon. H Boadpavic 1
BlodpacTikn OO TOV KEPAUIK®Y, GE GLVOVAGHO UE TNV IKAVOTNTA TOLS VO
TPocapUOlovTol Kot Vo TPoSapHolovTol GTIC OVAYKES TOV GUYKEKPIUEVOV
acBevdv, GUUPAALEL GTN XPNOT) TOVS GTIV OVOYEVVITIKY LOTPIKT), T1 UNYAVIKI
1GTAOV KO TI 000VTIOTPIKES OTOKATOGTAGELS.

3. HlekTpovikd kot NAEKTPIKA:
To kepapkd dabétovy e€apeTikég 1010TNTEG NAEKTPIKNG LOVOOTG, VYNAN
OepLukn) aymyldTTa Kot avtoyn o€ VynAég Bepokpacies, kabiotdvTog To
WOVIKA Y10 NAEKTPOVIKES KOl NAEKTPIKES eQappoyéc. Ta Tprodidotota

EKTUTTOUEVA KEPOLKA EEQPTALOLTO YPT|CLLOTOLOVVTOL GE TAUKETES
KUKAOUATOV, NAEKTPIKOVG LOVOTNPES, McONTNPES, TUKVOTEG Kot AALES
NAEKTPOVIKEG GVOKEVEG. H 1KavOTNTA TOVG VO avTEXOLV GE VYNAEG TAGELS KO
axpaio teptPdArlovio Kaf1oTd To KEPOUKE KPIGILO GE GUGTILOTO SLOVOUTG
EVEPYELOG, NLLLOY®YOVG KOl EPAPLOYEG VYNADY GUYVOTITOV.

4. Evépyewo ko weprfdriov:
Ta kepapkd Swadpapatifovv (oTikd pOLO GTNV TOPAY®YY], TV OO KELON
Kot T drathpnon g evépyetog. Ta kepapikd eEapTLATO TOL TAPAYOVTOL
HEG® TPLEOAGTATNG EKTOTMONG UTOPOVV VAL YPTGLULOTOMO0VV GE KOWEAES
KOWGILOV 0TEPEOV 0EEDI0V, OEPLOUOVOOT], KATAAVTIKOVS LETATPOTEIS KOl
EVEPYELOKA OmOd0TIKO pOTIGHO. H kavdtTa TV KEPAUIKOV VO AVTEYOLV GE




VYNAEG BepLoKpacies, N YNUIKN avToyn Kot 01 EaPETIKEG BeprIKEg Kot
NAEKTPIKEG TOVS 1010TNTEG TOL KAO1GTOVV TOAVTIULA Y10 EPAPUOYEG GTNV
TOPOYMYN KOl ATOOKELOT EVEPYELNG KO GTNV TPOSTUGIN TOV TEPPAALOVTOG.

5. Buwounyoviki ko ynukn enelepyoocio:
To kepapkd Ppickovy ePapUoYES o€ Plounyavikés dlepyacies, Wiaitepa o
nepPdAlovia vymAav Bepprokpacidv kot dafpotikd tepidriovta. Ta
TPLGOAOTOTO EKTUTOUEVO KEPOUIKE EEQPTNUOTO YPTCLOTOLOVVTOL GE YTLULKOVG
VTIOPOUCTNPES, EVOALAKTEG BEPULOTNTOC, YOVELTHPLO Kot EEOPTALATO AVOEKTIKG
ot eBopd. H e€onpetikn Oepuikn otabepdtnta, n UKy ovtoyn Kot 1
UNYOVIKT 0VTOYN TOVG EMTPETOVY GTO KEPOUIKE VoL AVTEXOVV GE OVGKOAEG

ouvOnkeg Asttovpyiog Kot cupPaiiovy otn Bertiooon g amddoong, TG
avOEKTIKOTNTOG KO TNG ACPAAELNG GE EQOPLOYES PLOUNYOVIKNG KO YNUIKTG
enelepyaciog.

6. T&yvn kKo 6ysoroonoc:

Ta kepoapikd £xovv pokpd 16TOpia GTNV TEYVN KOL TOV GYESOGUO KoL 1
TPIGOLAGTATY EKTUTMOT £XEL 0VOIEEL VEES OLVOTATNTES Y10 ONULOVPYIKY
Ekepaot). Or KOAMTEYVES KOl 01 GYESAGTES LTOPOVV VO YPNGLLOTO|GOVY TNV
TPIGOLAGTOTY EKTUTMGT] KEPAUIKMY Y10 TNV TOPAYWOYT TEPITAOK®V YAVTTMV,
SLKOGUNTIKAOV OVTIKEUEVMV KOl TPOCAUPUOGUEVOV KEPAUIKOV EpymVv t€vne. H
duVaATOHTNTO VAOTOINGN G TOAVTAOK®V YEMUETPLOV KOl GYEIUCTIKMV
AEMTOUEPELDV EMTPEMEL TNV EEEPEVVIOT VEOV LOPPAOV Kol GONTIKNG TNV
KEPOUIKT TEYVN KO TO GYEOOGUO.

5.5.3. MA€OVEKTNUATO KEPOULKWY UALKWV :
1. ElevOgpio oyedroopov: H 1piodidotatn EKTOTOON KEPAUIKADV EMTPETEL TNV
TOPAYMOYN TOADTAOK®V Kol TEPITAOK®OV GYedimV TTov Oa |ty SVCKOAO 1)
adVVaATO Vo, EMITELYOOVV e TIC TOPAd0TIaKES LeBOOOVE KOTAGKELNG. AVTO

EMTPENEL TN ONUIOVPYiN EEUTOUIKEVUEVOV KOl LOVOITKADV KEPOUKDV
eCoptNUATOV e TOADTAOKES YEOUETPIES, ECOTEPIKA KAVOALO KO TEPITAOKEG
AEMTOUEPELEC.

2. IMowkihio VAKAV: YTapyel Eva vph QA0 KEPOLKDY VAIK®OV OV dtoTifevtan
Yo TPLEOAoTOTN EKTOTOGN, OTTOC ahovuiva, (pkovia, vdpodvomatitng Kot
nopoehdvr. KébBe vAko mpoocpépel Lovadikéc 1010TNTES, OTMS LYNAN OVTOYN,
BroovpPatotra, Oepikn otabepotnta | NAEKTPIKT LOVOGT. AVTN 1| TOKIAMOL
EMTPENEL TOIKIAEG EQAPLOYES GE SLAPOPOVG KAGOOVC.




3. IIpocappoopnévo mop@oes: Ot TEXVIKES TPIOOACTATNG EKTOTMONG KEPAUIKAOV

UTopoHV va ¥pNGLOTO 00DV Yo TOV EAEYYO TOL TOPMAOVE TMV KEPUUKMDY
doumv. Ta TopdOT KEPaLKA BPickovy EQUPUOYES OE TOUELG OTTMG 1) LNYOVIKN
16TOV, N dmdnon kot 1 Bepuikny povoon. H duvatdtta tpocaproyng tov
TOPMOOVG TOV KEPAUIKMY TUNUATOV LEGH TNG TPIGOLAGTATNG EKTOTWOCNG
napéyel eveMélo otV eMTEVEN TOV EMBVUNTOV AELTOVPYUDOV.

4. XroBepotnto og vwniéc Oeppokpascies: Ta kepapkd stvor yvootd yuo tnv
eEapetikn Beppukn toug otabepdtnto. Mmopohv va avtéEovv vyniég

Oepuoxpaocieg ywpic onuoavtiky Toapapdpemon 1 vrofaduion. Avtd kabioTd Ta
KEPOUIKE TPLOOAGTATO EKTVTOUEVO EEOPTHUOTO KATAAANAO Y10l EQOPUOYES TTOV
nepthappdvouy mepBdAlovia VYNAGV BepLOKPACIDOV, OTWS 1 AEPOSAUGTNLLIKY,
M EVEPYELOKT] KO 1) avTOKIVITORtopunoviaL.

5. Xmukn evroyn: Toa kepopkd mapovstdalovy eEUPETIKY] AVTOYT| GTIC YNUKES
emBéoeic. Etvar wdwaitepa otabepd oe dafpotikd mepipdriovta, Kabiotdvtag

TO KOTAAANAQ Y100 EQAPLOYES OTN YNLKY| enegepyacio, oTic Propnyavieg
TETPELOIOVL KOl PLGIKOV 0EPTOV KO GTA WTPIKA ELPVTEVLOTA.

5.5.4. MELOVEKTAOTA KEPOALKWY VALKWV :

1. Ev0povotn ovumeproopd: To kepapukd eivar eyyevog e00pavota vAKG,
emppenn o€ Bpadon VO epeAkLOUO N KPOLOTIKA PopTio. AVTO TEPLOPilEL TNV
EQOPLOYY| TOVS GE GEVAPLA POPTIONS | VYNADV TEGE®V, OTTOV 1) AVOEKTIKOTNTO
elvar kpioyn. ZyedaoTIkEG EKTIUNOELS, OTMC 1] OTOPLYN GLYKEVTPWOONG TACEWDY

Kot 1 BEATIOTONOINGOT TOV YEOUETPLOV, EIVOL ATAPAITNTES Y10 TOV LETPLAGLO
™G VOPAVCTOTNTOG TOV KEPAUKDOV EEUPTNUATOV.

2. Ilepropropévo péyedog ko ToAVTAOKOTNTA: Ot KEPAPIKES TEYVIKES
TPLOOIACTATNG EKTOTTOCNG EVOEXETAL VAL £XOVV TEPLOPIOUOVS OGOV apopd. TO
péyebog Ko TNV TOALTAOKOTNTA TOV EEPTNUATOV TOL UITOPOVV va Ttapayfodv.
To Kepapikd eaptipato peydAng kiipaxog propet va eival 0OGKOAO vo




5.

KOTOOKELAGTOVV AOY® TNG avAYKNG Yol SoUEG oTNPIENG Ko TG ThavOTNTOG
oTpEPrlmong N pOYUOV KATA TN Oldpkela TG emeepyaciog.

Anarvtiosic perenelepyaociog: Ta kepapikd eEopTtATO TOL TOPAYOVTOL HECH
TPIGOLAGTOTNG EKTOTOONG OTOLTOVV GLYVA TPOGOeTa 6TAdIN peTa-eneEepyaciog
Yo TNV €MiTELEN TOV EMBLUNTOV WI0THTOV 1) TOL EMUPAVEINKOD PVIPIGUOTOG.
Av16 pmopet va mepthapfével TUPOGVGCOIATMOOT], GUUTVKVMGT), UNYOVIKY|

Katepyaoia ko empavelakn enegepyacio. Avtd Ta frpota propei vo
TPocBEGOVV ¥pHVo, KOGTOC Kol TOATAOKOTITO GTT] GUVOALKY O10OTKAGT0L
KOTOOKELNG,.

Anartiosic eEommopnoy kKo gnmerpoyvonocsvvie: H tpiodidotam extinwon
KEPAPIKDV omontel eEE101KEVIEVO EOMTMG O KOV VO XEPIleTon KEPOUIKES
OKOVEC, VO EAEYYEL TIC TOPAUETPOVGS TNG O10OTKAGTIOG EKTHTMONG Kot VOl
dwyepiletan Tic emeepyacieg petd v eneéepyacio. EmmAéov, yio v emitoyn

KEPOALIKN TPLOOACTOTY EKTUTMGT ATALTEITOL TEYVOYVOGIO GTNV EMGTIUN TOV
KEPAUIKMV VAKAOV, GTO YEPIGUO TS GKOVIG Kot 6N PEATIGTOMOINGN TNG
dradtkaciog.

Kdéo7tog: H kepapikn| tpiodidotatn eKTOIMOT Uopet va ivatl oxeTikd
damavnpn 6€ GLYKPION UE BALES TEYVIKEG TPOCHETIKNG KOTAGKELTG N
Tapadoctokég pefddovg KoTtaokevng Kepapik®v. To KOGTOC TOV KEPULUKDV
oKOVAV, ToL eEe101KELIEVOD eEOMAMGOD, TV Pnudtov peteneéepyaciog Kot TG
EUTEPOYVAOLOGVVNG GUUPAALOVY GTO GLVOMKA VYNAOTEPO KOGTOG TNG
KEPAUIKNG TPLEOLAGTATNG EKTOTWONC.



Kedpahalo 6 Mikportopwdn VALKA :
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Etkova 18 : AOUEG ULkpOTTOPWOWV UAIKWV.

6.1. Eloaywyn:

To pikpomop®On LAKA glval pia Kot yopio VAIK®V Tov yapaktnpilovrol omd tnv

nePimAOK doun TV TOP®V Tovg 6€ KAMpaka vavopétpov. [apovsidlovv éva diktvo

o LVOESEUEVOV KEVDV 1| TOPOV, TO 0TOT0 GUUPAALEL OTIC EENPETIKES O1OTNTES KOl

eQapUOYES TOVG. To TapdV £YYpOPO OMOGKOTEL GTNV TOPOYY| OGS OAOKANPOUEVTG

EMOKOTNONG TOV UIKPOTOPOODV VAIKAOV, piyvovTas Om¢ 6T doun, Tic nedddoug

oLVOEONG, TIG TEYVIKES YOPOUKTNPLGLOV KOl TIG CUAVTIKES GUVEICPOPES TOVG OTIG

EMGTNUOVIKES Kol UNYAVOAOYIKES eEeMEELG.



6.2. Aopn Twv pKporopwdwv Kal KatnhyopLonoinon :

6.2.1. ZeoAlBoL:

Ot LedoMBot ivor omd taL o YVOSTH PIKPOTOop®OT VAKA. ATotelovvtot amd Eval

TAOUG10 TETPOESPIKE GLVTOVIGUEVOV OTOL®Y, GLVIOME TVPITIOL Kol AAOVUVIOV, TTOL
oynpoatilovv tpredidotateg (3D) dopég pe opotdpopeovg pikpordpove. H didtacn tov
aTOU®V Kol TO pEYefog TV TOP®V VIOYOPEHOLV TIG 1OIOTNTEG KO TIG EPAPUOYES TOV

CLeoMbov.

6.2.2. MetaAlo-opyavika rAaiolo (MOFs):

To MOFs givon pua katnyopio pukpomopmv VAIKOV Tov aroteAovVTal amd 1vTo

HeTAAA®V 1) 6VGTAdEC TOL Guvtoviovtar pe opyavikd ligands. Ot decpoi cuviovicpob
ONUIOVPYOLV o TOPMAT doUN e DYNAN empavela kot puOldpevo péyebog mopmv.
Ta MOFs mpoc@épovv e€atpetikn eveM&in 6TO GYESIACUO VAIKDV LUE CLUYKEKPIULEVEG

1310TNTES KOl EPOPLOYEC.

6.2.3. OpolomoAka opyavika mhaiola (COFs):

To COFs glvan opyavikd moAvpepn Pe KPLGTAAAIKY] SO TOL OmoTEAEITOL OTTO

EMOVOAAUPOVOUEVES LOVADES GUVOEOEUEVES LE OUOLOTOAKOVG OeGovG. H mopddng
Q00T TOVS TPOKVTTEL Amd T S1ATAEN TOV OPYOVIKOV SOUIKDV LOVAS®V, LLE OTOTELECLLOL
pa kaAd kaBopiopévn katoavoun peyédovg noépwv. Ta COF mapovsialovv vynin

Oeppikn| ko ynuikn otabepdtnTa, Yeyovos mov to KabioTd EAKVGTIKA Y10l SIAPOPES

EQUPLOYEG.

6.2.4. AN LKpOTIOPWON VALKQ:

Ext6¢ and tovg LedbMBovg, Ta MOF kot ta COF, vdapyovv Kot GAAo PiKpoTopmon

VAKE, OTT®G Ol EVEPYOTOMUEVOL AVOPAKES, TO TOPMIEG TVPITIO KoL TAL TOPDOT
TOALUEPT. AVTE TOL VAKE TPOGOEPOVY LOVAITIKES OOUES TOPWV KO YNIKES 1O10TNTES

EMUPAVELOG, TOPEYOVTOS TOIKIAES EMAOYES Y10 TPOGUPUOGUEVEG EQAPHOYEC.



6.3. 2UvBeon KAl YOPAKTNPLOUOC:

6.3.1. M€BoboL ouvBeonc:

XPNOUOTOLOVVTOL SLAPOPEG GVVOETIKES TPOGEYYIGELS, CLUTEPIAAUPOVOUEV®DV

StAvTofep KDV avTIOpAoE®Y, VOPOBEpUIKOV LEBOd®V, 10VTODEPLIKMV HeBOOMV Kot
TEXVIK®V templating, yio ) dnpuovpyio LIKPOTOP®O®Y VAMK®V UE TIG EMOVUNTEG SOUES
Kot 1010t TES. O1 péBodot TG EMTPETOLY TOV EAEYYO TV PEYEODV TV TOPWOV, TV

EMUPOVELDV KOL TOV AEITOVPYIKMY OUAOWV.

6.3.2. TEYVIKEC XAPAKTNPLOLOU:

O xopaxTPIopdS TOV HKPOTOPOIMY VAIKAOV OmOLTEL GLVOVACUO TEYVIKAOV Y10 TNV

avdAvon g SoUng, TOL TOPMAIOVS, TNG EMPAVELNG KOl TOV WO10THTOV TPOocpienonc. Ot
ovvnBeig texvikég meptlopfavovv v tepibiaon oktivav X (XRD), tnv nhektpovikn
pikpookorio capwong (SEM), v niektpovikn pikpookonio diédevong (TEM), Tig
1600eppeg Tpoopoenong/amoppoenong alwtov (avaivon BET) kot ™ pocpoatookomtio

TLUPNVIKOD HayvNTiKoh GLVTOVIGHOV oTepedS Katdotaons (NMR).

6.4. 16l0TNTEC KL EOAPLOYEC:

6.4.1. YUnAnR eriudavela kal mopwoOEC:

To pikpomop®om vAMKA Topovctdlovy EKTETAUEVT EMLPAVELX KOl KOAG KaBopiopuév

dopn| TOP®V, TAPEXOVTOS VYNAT IKAVOTNTA TPOGPOPNONG KOl OTTOTELECLLATIKY)
petapopd pnalag. Ot 1ddTeg anTES givan TAEOVEKTIKEG Yo O1001KAGiES amodnKevog,

Sly®PIGHoL Kol KaBoplopov aepimv.



6.4.2. AnoBnkeuon kat dLaxwpLopog agpiou:
Ta pkpomopddn VAIKA Ppickovy eQapproyEG 6TV amodnkevon aepimv, OTMG M

amoONKeELOT VIPOYOVOL Y10 KVWELEG KAVGIOV, 1] OECHEVOT) aEPi®V TOV Beppoknmion
Kot M aofNKeVoN PLGIKOV aepiov. O IO1OTNTEG EMAEKTIKNC TPOGPOPNONG TOL
OLBETOVV EMTPETOVY AMOTEAEGUATIKEG SLOOIKOGIES OlaY POV Kot KaBopiopon

aepiov.

6.4.3. KatdAvon KaL YnUKol LETAOYNUOTIOUOL:

To pikpomop®OM LMKA ¥pNGIUEVOVY MG KATUAVTES 1 POPEIC KATAADTOV AdY® TNG

HEYAANG empavelog katl Tov puoulopevou peyébouvg tmv mopwv toug. Emtpémovy
EAEYYOUEVES YMUIKES OVTIOPAGELS, OTIMG 1 ETEPOYEVIS KATAAVGT], OTTOL TO AVTIOPDOVTOL
UTOPOLV VO EIGEADOVY GTOVE TOPOLE KoL VOL VITOGTOVV TOVG ETOVUNTOVG

LETAGYNLOTIGLOVC.

6.4.4. AnoBnkeuoN Kal LETATPOTN EVEPYELOG:
Ta pkpomopdon vAKa dtadpapatitovv Kpioo poAO GTIG TEYVOAOYIES OmobnKeEVONG

KO LETATPOTNG EVEPYELNG. XPNGLULOTOLOVVTOL GE VIEPTVKVAOTEG, UTATOPIEG LOVIMV
MBiov Ko KoWEAEG KOWGTIHOL AGY® TNG IKAVOTNTAG TOVG VL PILOEEVOLV 1OVTOL KOl VL

SEVKOADVOLV TIG S1ASIKOGIEG TOYELOG POPTIONG KO EKQOPTIOTG.

6.4.5. MepBarlovTikec ebapUOVEC :

Ta pkpomopddN VAIKA ¥pNGYLOTOI00VTUL G TEPPAALOVTIKEG EQAPLOYES, OTMG O

KaBapiopog Tov vepol, N d1Onon Tov aépa Kot 1 amopdkpovven Tev povmwv. Ot
O10TNTEC TPOGPOPNONG KO 1) VYNAT| ETPAVELL TOVS T, KOOIGTOOV OTOTEAEGLLOTIKG GTN

GUAANYT| KOl TNV OTOUAKPLVOT] PUTOV Atd S1APOopa LECOL.

6.5. JUUMEPAOOL

To pikpomop®OM LAMKA £lval pid GLVOPTAGTIKT KOTNYOPio VAIKOV LE TEPITAOKES OOUES

TOP®V, VYNAEG EMPAVELES KOl LOVAOTKES 1010TNTES. 'EYouv Bpet mokideg epapproyég
oTNV amodNKevoT aEPi®V, OTIG TEYVOLOYIES OLOYWPICLOV, GTNV KATOAVGTY|, GTNV
AmoONKEVOT EVEPYELOG KOL GTNV ATOKOTAGTACT TOV TEPPdriovtoc. H cuvBeon kot o
YOUPOKTNPIOUOG TOV KPOTOP®IDY VAMK®V cuveyilovv va eEeMocovTal, EMTPETOVTOG
™V avanTuén TPOGAPLOCUEVOV DAIKOV Y10l GUYKEKPILEVESG EQAPLOYEC. Me TN cuveyn

£PEVVO. KOl KOVOTOMIO, TO LKPOTTOPDOT VAKE DITOGYOVTOL TTOAAG Y10 TNV OVTILETMOTICN



SPOP®V ETGTIUOVIKOV KOl TEYVIKOV TPOKANGEMY KOl TV TPOoDONoN NG TPoOI0L GE

TOALOVG TOUEIC.

Kedbalaio 7
H niepinmtwon tnc oxedlaonc Kal UAOTononc pNXaviKwyv GIATpwvV
pe texVIKES 3D printing.

IMa v dlekmepaimon Tov TEPAUATOG EYve YpNon Tov Tpoypappatog Fusion 360. H
aPYIKN OKEWYT Y10 TNV DAOTOINGT TOL GIATPOL MTOV 1) pipnomn ¢ doung evog 1fon
VILAPYOVTOG VAIKOV, TOV £vEPYOD GvOpaka, 0 0To10¢ PEPEL o GYETIKA ATAY|, QLT EVOG
TAEYLOTOG ATt 10OTAELPA EEAYOVA OTMOC PATVETOL KO TOPAKAT®. XTOYOC ivar 1)
oplopévn doun va amoTeAEsEL TNV BAcT Yo TV 60VOEST] VOGS TTO TOADTAOKOV PIATPOUL,
LEG® TOPAUETPOTOINONG TOV TPIGOIAGTOTOL LOVIELOL KO KAT ETEKTACT TNV
VAOTOINoT £VOG O ATOS0TIKOD PIATPOV. L€ VTO TO GNUEID KPIVETOL AITOPOITHTO VO
avaeepBoLV o1 EMAOYEG KO 01 AOTEG TOPadOYEG TOV EAAPAY LEPOC. APYLKA, OEV TV
duvaTn M EKTOTMOOT) TOL UNYAVIKOV GIATPOV, AOY® TNG EAAEIYNG KATAAANAOL EKTUTTMOTY
KOVOL VO VAOTTOMGEL GYE010 GTNV KATLLOKO TV VOVOUETP®OV, TAPIAANAL GTO
oxeO100TIKO TPOYpappa 1) KApoka Tov oxédlwv eivat eravénpévn kotd 1073 kabmg n
EAGYLOTN OLVATY] LOVAOO LETPNONG TTOV EMOEXOTAV NTOV AT TOV YAtooTdV. TéAOC, TO
VAMKO OV EMAEYONKE Y10 TNV EKTHTOONTOL €V AOY® QIATPOV €lvan TO

Nylon-12 kabd¢ epmepiéyet Ti¢ To KATOAANAESG PUOTKEG KoL LYAVIKES 1O1OTNTES Ot
OTOIEC OVOPEPOVTOL TTAPAKATE :

Mivakag 8 :
Physical Metric English Comments
Properties
Density 0.00147 - 11.0 g/cc  0.0000531 - 0.397 Ib/in® Average value: 1.27 g/cc
Grade Count:807
Filler 10.0 - 59.0 % 10.0-59.0 % Average value: 32.1 %
Content Grade Count:23
Water 0.0100 - 3.50 % 0.0100 - 3.50 % Average value: 0.929 %
Absorption Grade Count:422
| 1.65-1.90 % 1.65-1.90 % Average value: 1.79 %
@Temperature 100 - 100 °C @Temperature 212 - 212 °F Grade Count:20
Moisture 0.000 - 2.00 % 0.000-2.00% Average value: 0.649 %
Absorption at Grade Count:289
Equilibrium
Water 0.100 - 3.50 % 0.100 - 3.50 % Average value: 1.50 %
Absorption at Grade Count:292
Saturation
Additive 2.00 - 30.0% 2.00 - 30.0 % Average value: 18.8 %
Loading Grade Count:12
Particle Size 2.50 - 100 pm 2.50- 100 ym  Average value: 43.1 um

Grade Count:33


https://www.matweb.com/tools/unitconverter.aspx?fromID=43&fromValue=0.00147
https://www.matweb.com/tools/unitconverter.aspx?fromID=43&fromValue=11.0
https://www.matweb.com/tools/unitconverter.aspx?fromID=87&fromValue=0.0000531
https://www.matweb.com/tools/unitconverter.aspx?fromID=87&fromValue=0.397
https://www.matweb.com/tools/unitconverter.aspx?fromID=150&fromValue=2.50
https://www.matweb.com/tools/unitconverter.aspx?fromID=150&fromValue=100
https://www.matweb.com/tools/unitconverter.aspx?fromID=150&fromValue=2.50
https://www.matweb.com/tools/unitconverter.aspx?fromID=150&fromValue=100
https://www.matweb.com/search/GraphConditionalData.aspx?matguid=0e37a459c4eb452faa9d92659f9a0ccc&propid=807&sigid=1

Specific

Surface Area

Water Vapor

Transmission

Viscosity
Number
Thickness

Linear Mold
Shrinkage
m

Linear Mold
Shrinkage,
Transverse

m

Melt Flow

Mechanical
Properties
Hardness,
Rockwell R
Hardness,
Shore D
Ball
Indentation
Hardness
Tensile
Strength,
Ultimate

m

Film Tensile
Strength at
Yield, MD
Film Tensile
Strength at
Yield, TD
Tensile
Strength,
Yield

Film
Elongation at
Break, MD
Film
Elongation at
Break, TD
Film
Elongation at
Yield, MD
Film
Elongation at
Yield, TD

1.00 - 9.00 m?/g

1.00 - 9.00 m?/g

8.00 - 8.07 g/m?/day 0.515 - 0.520 g/100 in*/day

100 - 190 cm?/g
5.00 - 660 microns

0.000200 - 0.0220 cm/cm

0.00600 - 0.00700 cm/cm
@Temperature 80.0 - 80.0 °C

0.000500 - 0.0200 cm/cm

0.00700 - 0.00800 cm/cm
@Temperature 80.0 - 80.0 °C

0.400 - 190 g/10 min

Metric
21.0-120
40.0 - 88.0

20.0 - 230 MPa

12.0 - 1750 MPa

15.0 - 110 MPa
@Temperature 60.0 - 150 °C
35.0 - 35.0 MPa

35.0 - 35.0 MPa

5.50 - 170 MPa

850 %

900 %

6.00 %

6.00 %

1.00 - 1.90 dl/g
0.197 - 26.0 mil

0.000200 - 0.0220 in/in

0.00600 - 0.00700 in/in

@Temperature 176 - 176 °F
0.000500 - 0.0200 in/in

0.00700 - 0.00800 in/in

@Temperature 176 - 176 °F
0.400 - 190 g/10 min

English
21.0 -
40.0 - 88.0

2900 - 33400 psi

1740 - 254000 psi

2180 - 16000 psi
@Temperature 140 - 302 °F

5080 - 5080 psi

5080 - 5080 psi

798 - 24600 psi

Average value: 3.17 m?/g
Grade Count:9

Average value: 8.04
g/m?/day Grade Count:4
Average value: 169 cm3/g
Grade Count:9

Average value: 195
microns Grade Count:12
Average value: 0.00725
cm/cm Grade Count:496
Average value: 0.00650
cm/cm Grade Count:8
Average value: 0.00751
cm/cm Grade Count:401

Average value: 0.00750
cm/cm Grade Count:8
Average value: 29.5 g/10
min Grade Count:140

Comments

120 Average value: 98.0
Grade Count:41
Average value: 71.9
Grade Count:216
Average value: 119
MPa Grade
Count:140

Average value: 83.2
MPa Grade
Count:566

Average value: 58.4
MPa Grade Count:4
Average value: 35.0
MPa Grade Count:4

Average value: 35.0
MPa Grade Count:4

Average value: 46.6
MPa Grade
Count:499

850 %

900 %

6.00 %

6.00 %

Average value: 850 %
Grade Count:4

Average value: 900 %
Grade Count:4

Average value: 6.00
% Grade Count:4

Average value: 6.00
% Grade Count:4


https://www.matweb.com/tools/unitconverter.aspx?fromID=97&fromValue=1.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=97&fromValue=9.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=97&fromValue=1.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=97&fromValue=9.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=223&fromValue=8.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=223&fromValue=8.07
https://www.matweb.com/tools/unitconverter.aspx?fromID=224&fromValue=0.515
https://www.matweb.com/tools/unitconverter.aspx?fromID=224&fromValue=0.520
https://www.matweb.com/tools/unitconverter.aspx?fromID=18&fromValue=100
https://www.matweb.com/tools/unitconverter.aspx?fromID=18&fromValue=190
https://www.matweb.com/tools/unitconverter.aspx?fromID=317&fromValue=1.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=317&fromValue=1.90
https://www.matweb.com/tools/unitconverter.aspx?fromID=100&fromValue=5.00
https://www.matweb.com/tools/unitconverter.aspx?fromID=100&fromValue=660
https://www.matweb.com/tools/unitconverter.aspx?fromID=101&fromValue=0.197
https://www.matweb.com/tools/unitconverter.aspx?fromID=101&fromValue=26.0
https://www.matweb.com/tools/unitconverter.aspx?fromID=148&fromValue=0.000200
https://www.matweb.com/tools/unitconverter.aspx?fromID=148&fromValue=0.0220
https://www.matweb.com/tools/unitconverter.aspx?fromID=140&fromValue=0.000200
https://www.matweb.com/tools/unitconverter.aspx?fromID=140&fromValue=0.0220
https://www.matweb.com/tools/unitconverter.aspx?fromID=148&fromValue=0.00600
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Elongation at 0.350 - 588 %

Break

M 4.50 - 16.0 %
@Temperature 60.0 - 150 °C

Elongation at 0.900 - 200 %

Yield
| >=10.0 %
@Temperature 60.0 - 150 °C
Modulus of 0.0400 - 100 GPa
Elasticity
m 0.259 - 7.20 GPa
@Temperature 40.0 - 150 °C
Tenacity 0.297 - 0.545 N/tex
Flexural 5.45 - 900 MPa
Yield
Strength
Flexural 0.170 - 95.0 GPa
Modulus
m 0.275 - 0.685 GPa
@Temperature 60.0 - 120 °C
Flexural 2.30-10.0%
Strain at
Break
Compressive 6.00 - 167 MPa
Yield
Strength
Compressive 1.07 - 6.80 GPa
Modulus
Poissons 0.350 - 0.430
Ratio
m 0.450 - 0.450
@Temperature 100 - 100 °C
Izod Impact 53.0-160J
Izod Impact, 0.160 - 100 J/cm
Notched
m 0.210 - 1.10 J/cm
@Temperature -40.0 - -20.0 °C
Izod Impact, 0.0166 J/cm - NB
Unnotched
Izod Impact, 1.00 - 100000 kd/m?
Notched
(ISO)
5.00 - 19.0 kd/m?
@Temperature -30.0 - -30.0 °C
Izod Impact, 8.00 kd/m? - NB
Unnotched
(ISO)
41.0 - 90.0 kd/m?
@Temperature -30.0 - -30.0 °C
Charpy 0.400 J/cm? - NB

Impact

0.350 - 588 %

4.50-16.0%
@Temperature 140 - 302 °F

0.900 - 200 %

>=10.0 %
@Temperature 140 - 302 °F

5.80 - 14500 ksi

37.6 - 1040 ksi
@Temperature 104 - 302 °F

3.37 - 6.17 g/denier

790 - 131000 psi

24.7 - 13800 ksi

39.9 - 99.4 ksi
@Temperature 140 - 248 °F

2.30-10.0%

870 - 24200 psi

155 - 986 ksi

0.350 - 0.430

0.450 - 0.450
@Temperature 212 - 212 °F

39.1 - 118 ft-Ib

0.300 - 187 ft-Ib/in

0.393 - 2.06 ft-Ib/in
@Temperature -40.0 - -4.00 °F
0.0310 ft-Ib/in - NB

0.476 - 47600 ft-Ib/in?

2.38 - 9.04 ft-Ib/in?

Average value: 60.9
% Grade Count:791
Average value: 8.68
% Grade Count:3
Average value: 13.6
% Grade Count:356
Average value: 10.0
% Grade Count:1
Average value: 4.95
GPa Grade
Count:676

Average value: 3.29
GPa Grade Count:4
Average value: 0.413
N/tex Grade Count:3
Average value: 119
MPa Grade
Count:197

Average value: 5.71
GPa Grade
Count:232

Average value: 0.450
GPa Grade Count:1
Average value: 4.30
% Grade Count:12

Average value: 75.0
MPa Grade Count:10

Average value: 2.93
GPa Grade Count:6
Average value: 0.393
Grade Count:3
Average value: 0.450
Grade Count:1
Average value: 109 J
Grade Count:11
Average value: 2.30
J/lcm Grade
Count:150

Average value: 0.410
J/lcm Grade Count:5
Average value: 12.5
J/lcm Grade Count:77
Average value: 13.1

kdJ/m? Grade Count:44

Average value: 13.1

@Temperature -22.0 - -22.0 °F kJ/m2 Grade Count:15

3.81 ft-Ib/in? - NB

19.5 - 42.8 ft-Ib/in?

Average value: 55.7

kdJ/m? Grade Count:42

Average value: 62.8

@Temperature -22.0 - -22.0 °F kJ/m? Grade Count:16

1.90 ft-Ib/in? - NB

Average value: 7.13
J/lcm? Grade
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Unnotched

m

Charpy
Impact,
Notched

m

Dart Drop,
Total Energy
Falling Dart
Impact
Instrumented
Impact Total
Energy
Puncture
Energy

Coefficient of

Friction

Coefficient of

Friction,
Static
Tensile
Creep
Modulus, 1
hour
Tensile
Creep
Modulus,
1000 hours
Tear
Strength
Test

K (wear)
Factor

Taber
Abrasion,
mg/1000
Cycles

Film Tensile
Strength at
Break, MD
Film Tensile
Strength at
Break, TD
Hydrostatic
Design
Basis

2.00 J/cm? - NB
@Temperature -40.0 - 0.000 °C

0.100 J/cm? - NB

0.100 J/cm? - NB
@Temperature -40.0 - 0.000 °C

5.00-16.0J

9.73-13.0J

(o2}

0.
@Temperature -30.0 - -30.0

0.0200 - 0.670

o
1
~
i (]
([@N

0.140 - 0.520

310 - 1300 MPa

60.0 - 800 MPa

0.200 - 143

1.00 - 30.0

80.0 - 80.0 MPa

70.0 - 70.3 MPa

13.7895 - 13.7895 MPa
@Temperature 60.0 - 60.0 °C

9.52 ft-Ib/in? - NB
@Temperature -40.0 - 32.0 °F

0.476 ft-Ib/in* - NB

0.476 ft-Ib/in? - NB
@Temperature -40.0 - 32.0 °F

44.3 - 51.6 ft-Ib
@Temperature -22.0 - -22.0 °F

0.0200 - 0.670

0.140 - 0.520

45000 - 189000 psi

8700 - 116000 psi

0.200 - 143

0.000 - 103 x 105 mm>3/N-M 0.000 - 51.0 x 10 in3-min/ft-Ib-hr

1.00 - 30.0

11600 - 11600 psi

10200 - 10200 psi

2000.00 - 2000.00 psi
@Temperature 140 - 140 °F

Count:462

Average value: 7.43
J/cm? Grade
Count:400

Average value: 2.29
J/cm? Grade
Count:496

Average value: 1.03
J/cm? Grade
Count:427

Average value: 10.1J
Grade Count:8
Average value: 11.2 J
Grade Count:3
Average value: 15.2 J
Grade Count:3

Average value: 62.5 J
Grade Count:4
Average value: 0.312
Grade Count:16
Average value: 0.308
Grade Count:8

Average value: 735
MPa Grade Count:10

Average value: 316
MPa Grade Count:18

Average value: 81.6
Grade Count:5

Average value: 25.9 x
10 mm3/N-M Grade
Count:7

Average value: 4.04
Grade Count:28

Average value: 80.0
MPa Grade Count:4

Average value: 70.2
MPa Grade Count:4

Average value: 13.8
MPa Grade Count:1
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Kedalaro 8
Juunepaouata, Neploplopol kat MeA\ovtikn Epyaaoia.

SOUTEPACHLATIKA, 1) TOpOoVSA dtoTptPr] diepevvnoe T dtooTapmaon g Bropnyoaviog
4.0, TOV TPONYUEVOV TEYVOLOYIDOVKOL KUPIWS TNG TPLOIACTOTNG EKTUTTMOTG, KABMS Kot
™G PLodcung avamtuéng o1o TAIG10 TOL GYESOGIOD KOt TG EPOPHOYNS
LIKPOTOP®ODV GIATPOV LLE TN YPNON TEXVIKAOV TPLEOAGTATNG EKTVTMGTG. Ot
TPOTAPYIKOL GTOYOL AVTNG TNG EPEVVAG NTOV VO LEAETNGEL KO VO OVOAVGEL TIC TOTKIAES
SUVATOTNTEG TOV TEXVOAOYIDV TTOV £XOVV VO, TPOGGPEPOVY 0L TPIGILAGTATOL EKTUTTWTES
oTNV TPo®ONoN PLOGILOV TPAKTIKMOV KOl TNG TPOSTUGING TOL TEPPAALOVTOC LEGM TNG
AVATTUENG KOVOTOU®V GYEST®V PIATPWV.

Méom ™ oOAoKANPOUEVNG avAAVONG TNG OYETIKNG BipAloypagiag, TG eEétaong
TEYVOLOYLDV OLYUNG KO TEPAUOTIKAOV LEAETMV, 1) TOPOVGO EPEVVA OTEONCE TOAVTIUES
yvooels. Ta svpruata £6e1&av 0Tt ot Teyvoroyieg Tng Bropunyaviag 4.0, 6tmg n
TPIGOLAGTOTT EKTVTMCT|, TPOCPEPOLV TEPAGTIEG EVKOALPIES V1L TNV KATOGKELT] GOVOETMV
HIKPOTOP®ODV GIATPOV pe BEATIOUEVN ATOS0GT, ATOd0TIKOTNTA Kot Prwcipudtnto. H
XPNON TPONYUEV®V VAMK®V, 61tmg to Nylon 12 kot o potomolvpepy, £0e1&e
VTOGYOUEVEG UNYOVIKES 110TNTEG KOl CLUPATOTNTA Y10 EPAPUOYES MKPOTOPOOIMY
QiATpOV.

H onpacia g mapovcag Epevvag ykettol ot GLUPOAT TNG TOGO GTOV AKOON LLOTKO
YOpo 660 Kot ot Propnyavia. O oxedOGHOG KOl 1) EQAPUOYT LIKPOTOPMIDV GIATPOV
LLE TEYVIKES TPLOOIAGTATNG EKTUTIMONG EVEXOLV UEYAAEG SVVATOTNTEG Y10 TNV EVIGYLON
NG TPOGTAGING TOV TEPPAAAOVTOG KOL TV TPAKTIKOV PLOGIUNG avATTUENC.
Emutpénovtag v mapayoyn e£0ToMKELUEVOV KOt VYNANG amddoons ¢iltpmv, N
TEYVOAOYIO VTN UTOPEl Vo KOADWEL GUYKEKPIUEVES aVAYKEG O ONONG GE dLAPOPOLG
Topelg, Omwe N eneEepyacio vepov, 0 KaBAPIGHOS TOV aEPA Kot Ot PLOUMNYAVIKES
dlepyaocies.

Evo n mapovoa dtatpiPn £xel onUEOGEL GNUOVTIKY] TPOOOO GTN OlEPEHYNON TOV
SVVATOTHTOV TOV UIKPOTOPMODOV GIATPOV KOl TNG EPOPLLOYNG TOVGS LLE TN XPNOM
TEYVIKOV TPLOOACTATNG EKTOTMOGNG, VITAPYOLY OKOUT TOUEIS TTOV OTOLTOVV TEPALTEP®
depegvvnon. H peddovtikn €pguva Ba pmopovoe va emkevipmbel otn Beltictomoinon
TOV TUPAUETPOV TYEOIACLOV, GT OIEPEVVNOT EVOALUKTIKMOV DMK®V, GTNV YP1|oM
KOTOAANAOTEPOV TPIGOAGTOTOV EKTVMTI IKAVOD VO VAOTOMGEL GYEOLN. GTNV KAHLOvVOL
TOV VOVOUETPOVKOODOS Kol TNV 0E0AGYNON TNG LAKPOTPOBESUNG 0ITOS00oTG KOt TNG
AVOEKTIKOTNTOS QVTOV TOV GIATPWV.

Ev xotak)eidl, n mapodoa peAETn avadetkvhEL TOV LETAGYNUATIOTIKO OVTIKTUTTO TG
Biopnyoaviog 4.0 kot Tov TponypEVov TEXVOAOYLOV GTNV EMITEVEN TOV GTOY®V PLOGIUNG
avdntuEng. O oxedlaG oG KOt 1) EPOPLOYN LIKPOTOPMODV GIATPMOV LE TEXVIKEG
TPLOOIICTATNG EKTOTWONG OTOTEAOVV U0, TOAAG VTOGYOUEVT] 030 Y10 TNV TPOCTUGIN
10V TEPPAAAOVTOC, TV TPODONGN TNS AMOSOTIKOTNTOS TOV TOPMV KOl TNV TPodOnom
Blroomv TpakTikdv o€ dtapopeg Propnyavies. H mapovoa Epguva ypnoyevel og Béon
Y10 LEALOVTIKEG LEAETEG KO TTPAKTIKEG EQOPLOYEG, TOVILOVTAG TN ONUAGia TNG
TEXVOAOYIKNG KOvOTOMiOG Yo TNV emitevén evog mo Prdctipov uéAAOVTOG.
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