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AHAQXH XYTTPAOGEA ATTAQMATIKHX
EPT'AXIAX

O k41O vIoyeypaUpEVOG. . ... ... IF'ABIQTHZ BAZIAEIOX. ..o
TOV......... EMMANOYHA. ..., , pe optOpd unTpdov
...... 45138 @OUTNTNG TOV TOVEmoTioL AVTIKNG ATTIKYG

™g ZyoAng Mnyavikdv tov Tunuatog Mnyavoldywv Mnyovikdv, SnAodve vrevduva
otL:

«Eipot ovyypapéog avtg g OIMAOUATIKNG epyaciog Kot 6Tt Kabe BonBeia tnv
omoia glya ylo TNV TpoeTOaGio TNG Elval TANPMOS OVAYVOPLIGUEVT] KOl AVAPEPETAL
oV gpyaocia. Eniong, ot dmoteg mnyég and 116 omoieg Ekava yp1ion dedopEVOV, 10DV
N AéEev, gite axpiPag elTe TOPAPPUGUEVES, AVAPEPOVTAL GTO GUVOAD TOVG, LLE TANPN
avaPOPE GTOVS GLYYPAPEIS, TOV EKOOTIKO 01KO 1) TO TEPLOOIKO,
CUUTEPTAAUPAVOUEVOV KOL TOV TNYMV TOV EVOEYOUEVOG YPNCLOTOMONKAV OTtd TO
dwdiktvo. Emiong, Befardvem 6t avth 1 epyacia £yl cuyypaeel amd péva
OTOKAEIGTIKA KOt OOTEAEL TPOTOV TVELUOTIKNG 1WO10KTNG10G TOGO KNG LoV, OGO Kot
Tov [dpdpoatoc.

[Mopapaocn g avoTépm akadNUATKNG oL vBHVNE amoTteel 0VGLOON AdYO Yo TNV
avAKANGN TOL TTVYIOV LOVY.

O Anrov



MNeplAnyn

H teyvoroyia TV TOAVUEPIKDOV 000VIOTOV TPOYDV £XEL YVOPIGEL TO TEAELTALN XPOVILL
o oApotodn avamntuén. Ot molvpepikoi odovimtol tpoyol €xovv apyicel va
avTIKAOIGTOOV TOVG AVTIGTOLYOVG LETOAAIKOVG GE OAO KO TTLO OTTONTNTIKEG EQPOPUOYES
duvapukdv cvotnudtov. o 1o Adyo avtd amarteitor TAL0V va Kataokevalovtat pe
HEYOAN Ol00TAGIOAOYIKY] KOU YEOUETPIKY oKpifela. XTnv Topodod SMA®UOTIKY
epyaocia diepguvatar 1 axpifeto Tov pmopet va emtevydel amod Tig ddpopeg peBOd30VS
TOPAYOYNG TOL YPNCUYLOTOLOVVTIOL GTOV TOUEN TOV TOAVUEPIKMDY 030VIWTOV TPOYDV.
[dwitepn éupaon odlvetor ot pébodo mapaymyng injection-molding, mov sivor M
kate€oynv péB0d0C Tapay®YNG TOAVUEPIKOV TPOYDV, OAAL KOl GTNV TPLOIACTOTN
EKTOTMOOT), TOL OVOUEVETOL VO KUPLOPYNOEL TOL ETOUEVA YPOVIL. GE TOAAOVS TOUEIS TNG
Bounyaviag. Av kot pe ™ pébodo tov Injection-molding pmopovv va emttevyBodv
axpifeleg mov mAnowalovy ekelveg TV KAOCIKOV HEBOSOV TOPay®YNG UETAAMK®OV
000VTOTAOV TPOYDV, 1) TPIGOAGTATY EKTOTOOT) BpiokeTan aKOLN TGM GTOV TOUEN OVTO.
Qo61660, 1 COCTN EMAOYN TOV TOPAUETPOV KOl 1 PeATioTonoinon g oadtkaciog
Tapay®yng Uropel va BEATIOGEL oNUOVTIKA TNV oKpiPela TOL TEAKOD TPOIOVTOS Kot VoL
EMTPEYEL TT| YPTOT] TOL GE L0l GEPE OTALTNTIKAOV EPAPLOYDV.
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1. Eloaywyn

Me v e&€EMEn ™ TeYvoloYiog TOV LMKOV Kol TV UEBOS®V KATOGKELNG, Ol
TOAVUEPIKOT 000VTMTOL TPOYOL EXOVV APYICEL VO OTOTEAOVV 1oL AELOTLOTY EVOALOKTIKY
o€ TOMEG E€QUPULOYEG TV TOPAOOCLOKADV UETOAAKOV Tpoy®v. Ot moivuepikol
000VT®OTOil TPoY0l GVVIVALOLV Lid GEIPA YAPUKTNPIOTIKAOV TOL KAOIGTA TN XP1 O TOVG
eEOUPETIKA TAEOVEKTIKY GE Uia GEPA ePappoydv. ‘Exovv pikpodtepn mokvotnto ond
TOVG UETOAMKOVS TPOYOVC KOl EMOUEVEDSG HIKPOTEPT adpAvELD, £XOVV ULEYOAVTEPN
EVOOTIKOTNTA KO ATOPPOPNTIKOTNTA GTOVG KPUOOGLOVG LLE OMOTEAEGLOL VOL TPOKAAOVV
HIKPOTEPO, EMMESN KPOUSUOU®V KOl TOAOVIDOCE®Y, GLYVO Elvol EVIEAMG OLTO-
Mmovopeva, emopévog dev ypetalovtal kaborlov Aimavon, n dwyeipton g omoiog
etvar évo amd To peyoAVTEPU TPOPANUATA OTO PETOAAIKA Ypavalio Kot mopdyovv
pkpotepo 06pvPo. Ot facikoi Adyot Tov dev £xovv eMTPEYEL OO TV EVPEiR ¥p1ioN
ToVG otV Propunyavia givat 1 @E€povca IKavOTNTA TOLS Kot 1 akpifela tng yempetpiog
TOVG.

H napovoa duthopatikn epyacio diepeuvd v €EEMEN OV TOPOLGLALETAL GTOV TOUEN
MG OlGTACLO0YIKNG OKPIBENG TOV TOAVUEPIKAOV 0d0VIMTOV TPOXDV. Booikdc
napdyovtag mov kabopilel ot v akpifela givor n ekdotote péEB0dOg TOPAYMYNS.
Amd tog drbpopec neBOS0VG TAPAYWOYNG TOAVUEPIKDV 0d0VIOTOV TPOXDV Eeywpilovv
n uébodog injection molding ka1 1 teyvoroyieg Tpiodidototng ektdnmong. And ™ pia,
n uébBodog injection molding amotelel v mo Kobepopévn pébBodo mapay®yng
TOAVUEPIKDV TPOYDV LE OPKETO YPOVIL OVATTUENG TNG TEYVOYVOGIaG Kol KabEpwong
KOVOVICU®V. ATO TV GAAY, Ol TEXVOAOYIEG TPIOACTOTNG EKTVTMONG PaiveTal OTL
AmOTEAOLV TO UEAAOV TNG TOPAYOYNG TMOV 000VIMV TPOYDV KOOMG EMITPEMEL TNV
Kataokev] efapmmubtov kot omaitnon (on  demand), pe eatopkevpéveg
TPOOOLYPOPES, ALYOTEPOVS TEPLOPICUOVS OYEOINONG EVD OTOGLVOEEL TO KOGTOGC
KOTOGKELNG OO TNV TOADTAOKOTNTO T®V £E0PTNUATOV KOl LEWOVEL TO YPOVO HETOED
10£€0,G Kol EUTOPEVILATOTOINGNG.

210 oo NG gpyaciog Tapovstaloviot ot Paciké apyég mapaywyns g kdbe pebddov
Ko TopatiBevTot avaluTikd oTotyeln yio TI aKpifeles mov emTuyydvovTot yio Ty Kaoe
pio. TTo ovykekpyéva, apywd oto Keedhiowo 2 mapovoidlovior avoAivTikd To
TAEOVEKTILLOTO, KOL TOL LELOVEKTNLLATO, TV TOAVUEPTKAOV 000VIMTOV TPOY DV KABDS Kot
T BACGIKA YOPOKTNPLOTIKE TOVG WG EEAPTNLATO GE GLGTNUOTO HETAOOONG 1GYVOG. XTO
Kepdhowo 3 mopovcialeronr oavoAivtikd 1 tpliodidotatn ektdomwon o¢ péBodog
ToapoymyYNGg 0doviotav Tpoywv. Ileprypdpovion otr owapopetikés pébodol mov
YPNOUOTOOVVTAL GTNV TPIGOACTOTN EKTOTMON KOl TAPOVSIALovTal TapadetypLoTal
amd TNV EKTOTOGT 000VTOTOV TpoYdV. [lapovsidloviot otoryeia yio TV mposTopacio
TOV NAEKTPOVIKOV apyeimv mov divoviar og gicodog otnv dadikacio (CAD poviéra)
€161 MOTE VO LTOPOVV Vo EMTEVYOOVV KAADTEPES aKPiPELES KATA TNV KOTOGKELT] TOVG,.
Tehkd mapovoidlovtal avoAvTiKd otolyeion amd TEWPAUATIKEG UEAETEG YL TNV
OO TACIOAOYIKT OKPIPEID TOGO TG TPIOAACTATNG EKTOTOONG YEVIKA, OGO Kol TNG
TPLGOAOTATNG EKTOTMOTG CLYKEKPILEVO 000VTOTMV TPOoYDV. 10 Kepdiaio 4 divovat
avtictoyo otoxeior yo T pébodo injection molding n omoion pmopei vo emtvyet
KOAVTEPES aKPiPELag av T TN GTIYUN A0 TNV TPIGOIACTOTH EKTOTMON).



2. MoAupuepikol obovtwTtol Tpoyol

Ot moAvpeptkoi 0d0vTmTol TPOoYoi £X0VV 0PYIcEL VA ATOTEAOVV U0 TOAAGL VTOGYOUEVT
EVOALOKTIKY] Ylo. TO TOPOSOCIOKA UETOAMKA Ypoavalle o€ [l PEYAAN TOKIAMA
epappoydv. H ypnon miactikdv ypoavallov éxet enektafel amd youning 1oyvog Kot
aKpifelog PApPUOYES OE O OMOUTNTIKEG £QOPUOYES peTddooNS 1oyvoc. Kabog ot
oxed100TEG TPO®OOVV TOL OPLOL TOV OMOSEKTMOV EPUPUOYDV TAACTIKOV Ypavallidv,
LoOaivovpE TEPIGGOTEPA Y10 TN GUUTEPLPOPA TOV TAUCTIKMV MG VAIKO VOG 000VIMTOV
TPOYOV KOl TTMG EKEIVOL UTOPOVV VO ETOPEANOOVV 0md To LOVAIIKA YOPOUKTPLOTIKA
toug. Ta mloaotikd ypovalio mopéyovy TOAAG TAEOVEKTNUOTO CE GYECN UE TO
petoAlkd  ypavalio. ‘Eyxovv pkpdtepo  Pdpog,  younAotepn  adpdveln Kot
ovvepyalovtal moAd mo abfdpvPa amd ta avtictoryo petadikd tovg. To mAaGTIKA
ypavalio. cuyvad dev amaitohv Almaven 1 UTopodV Vo GUVOLOCTOVV UE ECMTEPIKE
Mravtikd 6nwg PTFE 1 oivkovn. Ta mhaotikd ypavalio Exovv cuvifwg youniotepo
KOGTOG HOVAdOG amd To PETOAMKA Ypavalio Kol HTOPOVV VO, GYEOGTOVV DGTE VA
EVOOUATOVOLV KOl GAAQL YOPOKTINPIOTIKE 7OV OTOLTOVVIOL GTY| GLVOPUOAOYNGN
(evomoinom eEapmmuatov). Avtd ta ypovalio eivor emiong avlektikd o€ mOAAAL
dwPpotikd mepiBdArovia., H mpotn ypnom Oeppomractikdv ypovollov £yve
avapeifoia pe ypron ypovalidv TIoyHéEVE a0 VAAOV KOl OKETOAN TOL UETEQEPOV
xopnAd @optioe oe yapnAég tayxvtmres. Kobdg to mAeovektnuota g YpMong
OepLOTAACTIKOV Ypavalldv £yvav GaeeésTepa Kot VEQ VAKE vynAodtepns anddoong
gywav 0100€o1L0, 01 GYESOCTES APYLOOV VO YPTCLULOTOLOVV TAAGTIKA YPovAallo GE TO
amoTNTIKES PapuoyEs. H xpnon evioyhoewmv Kol E0OTEPIKOV MITAVIIKOV GE OVTA TA
VAMKA €xel O1eVPHVEL OKOUN TEPLGGHTEPO TN Yp1|o™ Tovg [10].

Ot KOpieg TpMTES VAES TV TAAGTIKAOV Ypavalimv meptiopupdvovv PBT, véudov pntivn,
POM, PET. Ta tehevtaio ypdvia, ta TAAGTIKO LYNANG omdooong avamtdiydnkov
payoaioa. (PEEK, PPS, FP, LCP «.Am.). [MAaotikd O6A0 Kol TEPIGGOTEPO VYNANG
amdO0GNG YPNOHOTOOVVTOL 6T TAAGTIKA Ypovalia. QoT060, N T TOL TAAGTIKOV
VYNNG amddoong ivor oxeddv déka opES LeyaADTEPT amd TO GLVNOIGUEVO TAAGTIKO
N meplocdtepo. QG  OmOTEAEGUO, TO TAACTIKE ypavdlio VymAng  amddoong
KatalopBavouv pikpdtepo pepidto g ayopds. Qotdc0, To TAAGTIKG YPovAlie VYNANG
amodoons Ba mpoceEépovy po véa KatevBuvon yio v ovdmtuén g ayopds. Ot
Dupont, SABIC, Asahi Kasei, Polyplastics, Teijin, Mitsubishi, BASF, Ticona ka1 LG
etvat ot kopveaiotl tapaywyol tpdTwV VAOV. H Dupont £yet v peyaidtepn tkovotnta
€P0OGHOV 6ToV KOGpo. H maykdca ayopd mAacTik®v Ypovolldv ovapéveTot Vo
avénbel e CAGR mepimov 1,3% 1o emdueva mévte ypoévia, Bo @Bdacer ta 3310
exatoppvpla dordpra to 2024, arnd 3060 exoatoppvpra dordpia to 2019, cdpewva pe
véa perétn [10].

Ta mlootikd ypavalio pmwopovv va mopoyBoldv e Tic KAaooKEG texvoloyieg hobbing
1 shaping, mapdpota pe petodhikd ypoavalio 1| eVOAAKTIKA pe y0TELON 1| TPLOOIACTATN
EKTOTTOOT).

YUYKEVIPOTIKA, To POCIKE TAEOVEKTHUOTO TNG YPNONS TOV TAACTIKOV 0S0VIMTMOV
Tpoy®v givan [11]:
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H peydin amodotikdtnta g nebddov injection-molding.

E&dhenym tov epyacidv katepyaciog - KavOTNTO KOTAGKELNG Le EvOETO Kot

oAokANpopéva oyédio (integral designs).

XopunAn mokvotnTo: EAAPPLEG KATACKEVES, YOUUNATY adpaveELd.

Ouowopopeia pepmv.

[koavotnTo amoppoeNoNg KPUSUGUMOV Kol TOAAVTDOGEMV.

Avvatotrta Aettovpyiag pe eEldyiom i kabBolov Amavor).

ZyeTkd YoUNAGS GVVTEAEGTAG TPIPNC.

Avtoyn ot dPpwon.

[ToAV younid emineda BopvHPov.

10. Ot avoyég ouyva givar Ayotepo kpioyleg amd 0, Tt yio To LETOAAMKA Ypavalia,
€V LEPEL AOY® TNG HEYAAVTEPNC EVOOTIKOTNTAG TOVG,.

11. Zuvadovv pe TNV YEVIKN TAOT) Y10 LEYOAVTEPT XPNOT TAACTIK®V TEPIPANUATOV
Kot GAA@V EQPTNUATOV.

12. TTapaymyn evég otadiov ywpic oxeddv Kopio TPOKATAPKTIKY 1 SEVTEPELOVGA

KaTEPYOOiaL.

N

©ooNo R W

Tavtdypova, to TO CMNUAVTIKA UEOVEKTNUATO TOV TAACTIKOV ypovalldv givar to
axolovOa:

1. Mikpotepm wovoTnTo LETOPOPES POPTIOL.

2. XoaunAdtepn akpipeta.

3. Meyolvtepn O10GTOGIOAOYIKY 00TAOEL, AOY® TOV HEYUADTEPOL GLVIEAECTY|
OepUIKng SOGTOANG Kol TNV AmoppOPN O™ VYPAGTOC.

4. Mewwpévn wavotnto Asttovpyiog o€ eEoupetikd LVYNAES Kol YOUNAES
Bepurokpaocies.

5. Apykd vynid KOGTOC KOAOLMOV Yo TNV AVATTLEN COGTNAG HOPPNG Kot
doThoe®v doVTIoV.

6. Mmopel va emnpeactel apvnTiKA OO OPIGUEVE YNUIKO Kot oKOUN Kot omd
OPIGUEVE MTAVTIKA.

7. Ta axatdAAnio epyoieio yOtevong kot m 10 1 ddwkacion g yOTELONG
UTOPOVV VL TPOKOAEGOVV VITOAEWMOUEVEG ECMTEPIKES KATATOVNOELS OTIG pileg
TOV OOVIU®V, LE OMOTEAECUO VIEPPOMKT Tieon Kot / 1| TOPALOPPMON UE TN
Ynpovon.

8. To x6c6T0g TAUGTIKGOV AKOAOVOEL TIC TIES TOV TETPEAALOEIODV, KOl ETOUEVWOS
elvar mo aotafég Ko vokelTa 6€ ALENGELS G GVYKPLION LE TO LETOAAQL.

Ta mo cvvndiouéva TAAGTIKE TOV YPNGILOTOIOVVIOL GTNV TOPAYWOYT) 000VIMTMOV
TPOY®OV TEPAAUPEVOLY aKkeTAAN Ko vailov. Qo1dG0, GE ALTHV TNV OUAON VITAPYOLV
TOAAEG TopoAAOyEG. Aldpopeg aKETAAES TOPAYOVTOL HE EUTOPIKE OVOUATO OTMC
Delrin, Duracon kot Celcon. Kaféva and avtd ta gumopucd ofupata mepthappdvet
OPOPES GLVOECELG TOL OLOLPOPOTOLOVY TIG UNXOVIKEG WOOTNTEG TOL TPOIOVTOC.
Mmnopovv va mpochécovv Amavorn 1 vo BEATIOGOLV TV avVToYN 0 €PEAKVGUO | Vo
KAVOuUV T0 VAIKO KatdAANAo Yo emoen pe tpoeua. [lapopoing, vrdpyovv didpopa
eumopkd ovopata yo vadov copmeptrapfavopéveov twv MC901, MC602ST, Nylaton
GSM «xot ToAdV dAAov. To véudov mov ¥pnNGILOTOIOVVTOL Y10 030VTMTOVS TPOYOVS
glval Tumkd Tomov 6, av Kot givar Yvmoto Ot ypnolonoteitol ko o tomog 12. O
TPOCOOPIGHOG TOL TOTOL Vvakov koBopiletor amd tov aplBud TV oTON®V



pebviobovreviov (CH2) oe kébBe mAevpd tov atdpov oldtov otV aAvcida
moAvadiov. ‘Etot, to Ndudov 12 €xer 12 dropa peboiabvieviov og kdbe mievpd, to
omoio gmiong delyvert vynAdtepo Pabuod kpvotdiiwonc. Eivar onuavtikd va onueiwbet
N KpuotdAhwon, kabmg avactéAdel v amoppoenon vepol, £tot to Nylon 12 Oa
yepileton v vypooio kaAdtepa amd to Nylon 6 [12].

Zynua 2. [Miootikd ypavalt amd vakov



2TIC TEPIOCOTEPES EQUPHOYEG, 1) AKETAAN XPNOILOTOLEITAL GTN YVTELGOT YPAVALIDV Kot
TO VAAOV YPNCIUOTOLEITOL GTN UNXOVOLPYIKT Katepyaosio ypavaliov. H axetdin elivar
dloTac1oA0YIKG otabepn, eival avOEKTIKY OTIG TEPLGGOTEPES YNUIKES 0VGiEg KoL dev
amoppoPd vypacica. Qotdc0, anattel cuveyn AMmavorn 6Tav VIOKELTOL GE VYNAL QopTiaL.
To véuhov eivar Aryodtepo otafepd oTig d106TACELS TOV KABMG HETAPAALEL TO YN TOV
pe v aAlayn 1000 ¢ Beppoxpaciog 660 kol ¢ vypacioc. To mAeovékTnua Tov
VAIAOV Y10 ¥P1iGT GTOVS 000VIMTOVG TPOYXOVG Etvat ATt ivat cuVNIB®G avTOAMTALVOLLEVO.
Kotd ) ypnon g axetdAng og vAikol yia éva ypovall, vrdpyet mdvta 1 avnovyio 6Tt
N TPOTN VAN pmopel vo mepi€yet kevd. Avtd dev elvar TpdPAnua otn ypnom YuTov
VAov.

[ToArol oyedrootég elvar ampdOvLOL Vo XPNGLLOTOGOVY TAAGTIKE Yot TO GYESAGUO
000VTOTAOV TPOYDOV AOY® TNG YOUNAOTEPNG OVTOYNG TOL VAIKOL GE GUYKPION LE TO
pétardra. ‘Evag amd toug tpomovg yio T Pertioon e avtoyng tov ypovolldv omd
vatdov givat va yutevdei To VAIKO o€ popen pafdov Kot va tpoctedel kdmoto idog tvag
oto pelypa, av&dvoviag £tol tn dvvaun ovumieons. 'Eva tétoto vAikd eivar o
MC602ST. Ilpdkerton yioo varkov tomov €61 pe yéuopo varoBapupaxa 30%. Eva
ypovall katackevaopévo pe yéuopo vorofapfoka 30% mov mepthapfdvel mopnva
am6d avOpakobyo ydAvPo pmopel va mpocapupochel oe omoladNmoTe SOUOPPMOT)
ompiEng a&ova, evd 10 e£mTEPIKO XEIAOG €xel OAOL TOL TAEOVEKTNUOTOL TOV VO €lvat
TAACTIKO YPOovAll.

ymua 3. TThaotikd ypoavall pe mopniva omd yaivpo



3. H tpwobldotatn ekTUTWON OTNV Tapaywyrn o8ovIwTwyV
TPOXWV

H teyvoroyia g tprodidotatng ektdnmong (| mpoobetikny kataockevy — additive
manufacturing) éyer mpocdmoel otn Propunyovioc TAPAYOYAS 0SOVIOTOV TPOYDV
tayvTo, mototnta Kot eveMéio. H mopaywyn ypavalidv vyning oxetikd moldtntog
HE YOUNAO KOGTOG Xl Yivel TAEOV OPKETA TIO EOKOAN UETA TNV OVATTTVEN QWTHG TNG
teyvoroyiag. Emotnuovikd 6pyava, harmonic-drives, ektonmtés, poumoTikéc LOVASES,
OIKIOKEG GVOKEVES, UNYOVALLOTO YPOPEIOV, NAEKTPOVIKA eEapTAOTO EIvVOLl LEPIKA 0md
To TESi0. EQOPUOYNIG TOV gpYaAEimv TG Tplodidotatng ektommong [1] . Amd
cLAM YN ™G T0 1980 £mdg KoL onpepa, VIPEE TEPAGTIO £PEVVA KO OVATTVLEN Yol TNV
EKUETAAAEVOT OVTNG TNG TEYVOAOYIOG Yl TNV KOTOOKEVT omd pdKpo- péypt pikpo-
e€apTNUATOV GUUTEPIAAUBOVOLEVOV TMV 000VIMTMOV TPOYDV.

H teyvoloyia g tprodidotatng ektHmmons akoAovBel o mopeia «amd o KAT® TPOg
T0. Tavoy (bottom-up approach) yio v KoTaoKeLT] GOVOETOV YEOUETPIDY 0S0VTIOTOV
TPOYOV OA®V TV TOTOV Eekvavtog and ta oxédle CAD kot gtavovtog péypt v
evamdeon TV OTPOUITOV KAt TN Odikacio TG ektummons. To Zynuo 4
ansikovilel otdpopa Prpata mov axorlovBovvior and Sadikacies Paciopéveg o
TPIGOLGOTATI EKTOTI®ON Yoo TNV Kotookevr ypovaliov [3]. Eekwd pe v
npoetopacio povtédwv CAD tov ypavaliov mov Ba mapaybel akorovBoduevn amd ™
petatpont| tov poviéhov CAD og apyeio STL to onoio otn cuvéysto petapépeTot 6To
LGV Y10l TNV KOTOOKELT] TOV QUGIKOV LOVIEADY TMV 000VTOTOV Tpoy®dV [2].

Ta opéAn g mopaywyns npdcetmv o oyxéon He T GLUPATIKY KOTAGKELT &ivol
TOAAOTTALL, OTL®G:

e Avvatotnta TopaymYNG TO60 PETOAMK®V OGO Kol U1 LETAAAMK®OV 000VIOTOV
TPOYDV

e Evehiia

o  Mikpdtepn aviykn xpnong epyoreimv kot deGilaTog Tepoyiov

o MikpOTEPT KOTAVAADMGT TOPMV KO EVEPYELNG

e Tlapaywyn on-demand

e Ay0tEPO OMOPPITTOUUEVO VAIKO

o  Xoaunio meptPorlovtikd amoTOTOUO AOY® WKPNG GAVGIdNG OlEPYUCLOV KoL
YOUNADV EKTTOUTOV
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Zyua 4. Biuotoa katd ) dtadikasio TpliodtdoTotng EKTHTMONG 000VIOTMV

poy®v [3]

3.1. MébBobol tplodlaotatng EKTUMWONG OTNV TAPAYWYN 080OVIWTWY
TPOXWV

Ta ovotquata tpiodidotatng exktommone (M tayeiag mpwrtotvmonoinong — rapid
prototyping) xafiotodv duvoTh TNV KATOCKELY TPMOTOTHAOV GOVOET®V OYNUAT®V,
CUUTEPIAOUPAVOUEVOV  TPOTOTOTOV  000VIOTAOV TPoYdv. Ta ocvotiuoata ovtd
YPNOOTOOVVTOL OA0 Kol TEPIOGOTEPO G OOKIUEG 0dovIMTOV Tpoy®v. H ypnom
GLOTNUATOV TPIGOACTATNG EKTVTIMONG Elval 1010iTEPO GNUAVTIKT Yo T dtodtKacio
KOTOGKELNG O000VIMTAOV TPOY®V Un Tumomomuévoy (Oyt  eEethypévn) mpogik
KataToung 0dovra. ['a avtd to €idog tpoydv, dev eivor duvatn 1 xp1on TAPUSOCIUKMY
gpyorelov Yo KOm 0d0VI®MV KOl G €K TOVTOV TO TPOTOTLTO TETOLOY 0OOVIMTMOV
TpoYOV kotackevdloviat angvbeiog pe pebddovg tpiodidotatng extinwong pe Paon
10 povtého 3D-CAD [1].

To avtikeipevo TOL KEQPAAGIOV TOV EMIKEVIPOVETOL OE TEYVIKEG TPLOOIAGTATNG
EKTOTOOTNG TTOL YPNCIUOTOLOVV S10d1KAGIEG SIOUOPPDCNE TOL PUGIKOD LOVTEAOD HECH
™G TPOGOeong VAIKOD HEYPL TN OTIYUN OTOKTNONG TOL OTOTOVUEVOD GYNLOTOG TOV
TeEMKOU avtikelpévon. H katackevn tov povtélov mepthapavel T LETOTPOTN TNG
OTEIKOVIONG TOL OVTIKELUEVOL GTOV VTOAOYLIOTH] GE QLOLKT] HOPOY|, HE TNV EALYIOTN
avOpoTvN Tapiufoot Kot T0 GVVTOROTEPO duvatd xpovo (Zxnua 5). To tpdTo Kotd
™ dwdikacion TG TPIEOEoTOTNG EKTUTMONG €ivol Vo OPloTEL TO OVTIKEIUEVO ®C
povtédo CAD-3D mov dnpovpyeiton amd vroAoyioth. H emtevybeica ameucovion ot
OUVEYELD UETATPEMETOL GE L0 CLYKEKPIUEVN] HLOPPN GLVOAOL OEOOUEVOV UECH
SPOPOV HOPO®V OEOOUEVOV, KOATAAANAO Y10 GUGTHLOTO TPIGOAGTOTNG EKTOTWGCNG

[4].
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Yynua 5. Awdikooio tprodidotatng ektomtmong: a) Movtédo 3D-CAD, b) Movtého
3D-STL, ¢) Movtélo STL ywpiopévo ot enineda (layers), d) Moviélo otpdoemv
VAKOV, €) Tehkd puoikd npwtdtumo [1]

2xedov Ohec ot dwbéoueg péBodol tpiodidotatng extinwong Pacsilovrar otov 1010
Kavovo, daipeong Tov poviéAov oe opldvtia eminedo, amd To Omoid TO QPLGIKO
TPMOTOTLTO TOV OVTIKEWLEVOL KATAGKEVALETAL [LE T1 GMGTH O1000)1 TOV CTPOUATMV.
Me avtdv 1oV TPOMO, N OTOSWKY] OWUOPP®CT OVTIKEWWEVOV KabioToTor ToAD
OTOTEAECUOATIKY] OTNV TEPIMTMON TAPOUYDYNG KOUUOTIOV 1 LIKPDV TAPTIOWV.

AOY® G paydaiog ovAmTuENG NG TEYVOAOYIOG T®MV GLGTNUATOV TPIGOACTATNG
EKTOTMOONG, TO TOGOCTO TV Eey®PloTdv UeBOSOV TPIodUoTOTNG EKTOTMOONG OTNV
ayopd oirdler ypryopa. Ot dwodikaciec TPIodIAGTATNG EKTUIMOONG UTOPOLV VO
ta&wvounfolv copewva pe Eva eupv pdcopa kprmpiov ta&vounong, Onmc:

® 70 €100G TV dedOUEVOV TTOV TTAPVEL G €1G000,

® TN QLGIKN N ¥NKN apyn Aettovpyiag ™G HeBOSOV TPIGOAGTATNG EKTVTMGNG,
® TNV OPYIKN KATAGTACT) T®V TPDOTOV VADV,

®  TIC TPOTMUEVEG EPOPLOYES TNG TPLGOLAGTATNG EKTOTWOOTG.

Ot dwdwkacieg ko ot péBodol TPIedAcTOTNG EKTUIMONG TASIVOLOVVTOL GUYVOTEPH
COUPMOVO LE TNV OpYIKN Kotdotoon tov mpog emeEepyacio VAKoV. Agv LIAPYEL
tawvounon mov va meptopfdver OAeg TIC Yvwotég peBddovg TpLodidoTaTng
EKTOTOONG, KOOMG Ol EPAPLOCUEVES TEYVIKEG KO TO, VAIKE TOV YPTCLOTOLOVVTIOL GE
avtég eEEMTGOVTOL GLVEXDG.

AVOADOVTOG  UEUOVOUEVEG TEXVOAOYIEC TPLOOACTATNG EKTONTWOONG TPOCHETIKNG
KOTOOKELNG, ivar dvvatdv va kabopioTovv tor Kprtipla yloo TV €TAOYN TG KAOe
pedddov, Tagvounpéva og €ENG:

* 1 akpifela TG KATOOKELNC TOL TPMOTOTHTTOV,

® 0l PUOIKEG KoL UNYAVIKES WOLOTNTES TOV TPWTOTHTTOV,
e 0 ypOVOG NG KATAGKELT|G TOV TPWTOTVLTTOV),

® 70 KOGTOG KOTAOKEVTG TOV TPMTOTVTTOV.



H oamopdvmon tov empépovg kprtnpiov etvar po moAvTAokn dladtkacia, kabmg yio
opopéveg pebodovg, ta dtbpopa kprtnpla pmopet va givar aviikpovdpeva. Emiong,
EVTOG TMV KATNYOPIOV TPMOTMV VAMV Kol TIG GLYKEKPLUEVES HeBBdOVG TP1oddoTATNG
extOmoong pe Pdon pi GLYKEKPUEV QLOIKN N YNUIKN apyn, €ival dvvotdv va
kaBopiotel pia mokida Stodikacidv Toyelag Tpototuvnonoinong [4].

3.1.1. HpeBobogJS

H pébodog extofevong otpmdpatog vypod GOTOmoAvHEPODS VAWKV (JS - Jetting
Systems) cvvictatar oty £yyvon Vo mieon evOg GTPOUATOS TOAVUEPOVS OO TNV
KEPUAT EKTUTMONG KOl TNV EXAKOAOVON GKANPLVON TOL GTPMOUATOG TOAVUEPOVG LEGM
VIEPLDOOOVS UKTIVOBOALOG TOV EKTEUTETOL AUTTO L0l AALUTO EVOOUATOUEVT] GTV KEPUAN
eKTOTOONG. Ze ovTtd TO SVOTNUO VIAPYoLY 000 VAKE mov epopudloviar oty
TAATEOpLO. EPYACiag KOt TN O1bpKeELn TG KATAGKELNG TOL HOVTEAOL: TO VAKO TOV
LOVTEAOV KoL TO VAKO oV vrrootnpilel 1o povtélo.

Ta povtélo elvol KotaoKELOOUEVO GE O TAATQOPLUO EPYOCIOG TOL KIVEITOL KATA
UAKOG TOL KOTOKOPLEOL GEova (Z) TOv YDPOL €PYACING. ZTPOUOTO TOAVUEPOVG
epappoloviat Eva TPog Eva amd TNV KEPUAN EKTUTIMOONG OTO TOPAAANAO eminedo TG
maTeoppog epyasiag (X, ¥). Ot uébodot Jetting System tng ProJet (3D Systems) kot
g PolyJet (OBJET) erttpénovv v €pappoyr] DAKGOV pnTivig Yo TV KOTOUOKELT
TPOTOTOTOV UE SAPOPEG UNYOVIKES 1O10TNTEC. XTO ZyNpo 6 mapovstalovtatl LovTEAL
ypovalidv Tov mapnynoav pe pedddovg Prolet (Xy. 6a - Eva pubulopevo worm gear)
kot péBodot Polylet (Zy. 6 - Eva ypavall KukAOEOEC TPOPIA).

Zymua 6. Odovimrtol tpoyol mov maprydncav and v péboodo JS: a) I'pavalt mov
Kataokevdotnke pe tn Pondeta g teyvikng Prolet, b,) Odoviwtdc tpoydg mov
Kotookevdotke pe tn Pondeta g teyvikng Polylet. [1]

3.1.2. H uéBobdog SLS
H pébodog Selective Laser Sintering (SLS) cvvictatal 6t 6KANpLVOT TG ETPAVELOG
VAMKOV 6€ oKOVN péow déapng Aéilep. To puoikd poviédo katackevaletot pe Baon o
3D-CAD povtéro amodnkevpévo og pio KotdAAnAn popon m.y. STL.



H pébodog SLS mepihappdvel m ypnon €vOog KOVIAUATOS, TO OMOi0 OMAMDVETOL G
OTPMOELS LEC® €VOG AEova otnv mhatedpua epyacioc. H oéoun Aélep mpokadel
oVVINEN TOL GTPOUOTOS COUP®VA LE T KOBOPIoUEVA OPLaL KOl TNV EMITEVEN GUUTAYOVG
dtatopns. Metd ) oKApuven, To 6ToLKElo Epyaciog LedveTal ko’ Dyog amd TV TN
TOV TTAYOLG TOVL GTPDOLATOS KOl £VOL VEO GTPOLO 6KOVNG eEamAdveTal. Katd T obvinén
TOV EMOUEVOV CTPMLOTOG, TO TPONYOVLEVO AMVEL LEPIKMG, BonOdVTS Vo GYNUOTIOTEL
€V OLOIOHOPPO GTEPEd HOVTELO. MOAG TO TANPEG HOVIEAO €xel OAOKANPmOEL,
apopeitan 11 okdvn wov dev €xel cuvtnyOet.

Kobng katackevaletal, To poviédo vrootpiletat omd tn okovn, 1| omoia yepilel tov
YOPO epyociog, emopévoc O0ev eivar amapaitnteg Eexwplotéc dopég ompiEne. To
AopBoavopevo poviéro €xel TopdoT dopr|. Avdloyo pe T Agttovpyiol TOL HOVTEAOD,
Umopel v, EUTOTIOTEL pe GALD DAMKA, T omtoio 001 yoUV 61N BEATiOON TOV UNYOVIKOV
1010THTOV TOV. XT0 ZyNua 7 Topovcstdloviot Poviéda ypovolldVv KOTACKEVACUEVA UE
™ né€Bodo SLS: éva ypavdalt and morvapidio — cvokevry EOS Formiga P100 (Zy. 40)
katrypovélia and oxoévn TiAl6V4 - cuokevn EOSINT (Zy. 48, v). Aapupdvovtag vmoyy
TO YEYOVOG OTL UTOPOVV VoL YPNGLUOTONOOVV SLOPOPETIKES GKOVES oTNV TEYVIKN SLS
(1. okdves TAOCTIKOV Kot HelYHOTA PETOAAK®OV KOl KEPOUIKADV GKOVAV), OLTH M
néEB0d0C eivat KATAAANAN Y10 TNV KATOOKELT] LETOAAIKMVY KO KEPOUKDV EPYOUAEI®V.

yua 7. Odovimrol tpoyoi mov mapyncav ard v uébodo SLS: a) I'pavalt mov
Katookevdotnke and Tolvauidio PA2200, b,c) Odovimtdc tpoyde mov
Kotookevdotke and titavio TIAIGVA. [1]

3.1.3. H péBodog SLA

H otepeodboypagpia (SLA) eivar g amd 11g molootepeg pebodovs tayeiog
dnpovpyiog tpwtotinwv. H Evapén g Katackevung Tov HOVIEAOL Kot 1) TOToBEToN
TOV OTNV TAATQOPUO OTOUTOVV TNV KOTOCKELT LTOGTNPIKTIKOV Kotaokevdv. Ta
VTOGTNPIYLLOTO LTOPOVV SNUIOVPYOVVTOL CVTOWOTA 1) YELPOKIVITA KOt £fvat SuvaTov va
dopbwbel to oynua tovg. MoOAg o datopr] okAnpuvlel copewva pe to CAD



pHovtélo, n mhatedpuo epyoaciog kotefaivel, pall pHe TO KOTOOKELOGUEVO TUMLLO TOV
povtélov, to onoio tomobeteiton péca oe Eva doyelo yerdTo pe vypr| pntivn, 1e Tayog
10 Hyog kabe oTpdUATOC. XT0 TyApa 8 mapovoidloviot poviEAa Ypavalldv mov Exovv
mapoyOel pe ) pébodo SLA.

To wipiopa tov povtélov - to Aeyopevo Post Processing - meptilapfavet Ty agaipeon
TOV GTNPIYUATOV, TO TAVGIULO TOV HOVIEAOL WE TN YPNOT AKETOVNG N 1GOTPOTOVOANG
(koBopIopdc TV VTOAEWPATOV VYPNG PNTIVIIG OO TNV EMPAVELD) KOl ETTAEOV
axtivofoAia UV yia v 0OAOKAP®GT TOL TOAVUEPICUOD GE OAOKANPO TOV OYKO TOV
LLOVTEAOVL.

ZyMua 8. Odovimrtol tpoyol katackevacuévol pe ™ pébodo SLA: a) 0dovimtog
TPOYOG KUKAOELDOVG TPOPik, b) kKmvikoi 0dovimToi Tpoyoi, C) KLAVSpLKol
0dovtToi Tpoyoi

3.1.4. HpeBobog FDM

H pébodog FDM cvuvictatol 6TV KOTAGKELT TOV HOVTEAOL LE TN LOPON CTPOUATOV
pe 1t xpnom evég viAkov mov Ogpuaivetor amd TV KEPOAN EKTOTMOONG Kot
PEVCTOTOLEITAL KOt TO Omoilo ovTAgitol pécw &vog akpouoiov eEomAiouévov e
UNYOVIGHO  EAEYXOVL Kol Ol0KOTNG NG Tapoyns vAwkov. To oakpo@LGlo &ivat
tomofeTNUéVO o€ €va GTNPLYUE TTOL €Yl TN duvatdTNTA Vo Kiveitar opilovtia kot
K@Oeta, TPAYUO TOV EMTPEMEL TV TOMOOETNON EVOG GTPMUOATOG VAIKOD GTOV Y(DPO
epyaciag coppwva pe v Kabopiopévn yeopetpio g datopns. To epappolopevo
OTPMUN CTEPEOTOIEITOL HOMG EPYETOL GE EMOPY] LE TO GTPAOUO TOL EPUPUOCTNKE
TPONYOVUEVMG, dNUIOVPYOVTOS (o eviaia dopn vAkov. Kotd tv kotackevn Tov
HOVTEAOV, £va GALO aKPOPHGLO OVTAEL ETTAEOV VAIKO TTOL vITOoGTPilel TNV KOTAGKELT
TOV TPOTOTOTOV. AVTO TO VAKO e&ummpetel emiong 10 oKOmO TG cLVOEGNC TOV
TPOTMOTVTOL UE TNV TAOTPOpUA epYaciog. Ot dopéc oTPIENG Tov dnuovpyovvtal pall
HE TO HOVTELO QQapOVVTOL OTOV EXEL KATAOKEVAOTEL TO TANPES avTikeipevo. Emiong,
elvai SuvaT 1 KATAGKELT] LITOCTNPYUATWOV XPNGULOTOLDOVTOS £VO VOATOIAAVTO DAMKO,
70 01010 SIEVKOAVVEL TNV APAIPEST] TOVG.

Algpopa €0 VAK®OV pmopobv vo e@appooctovy otn puébodo FDM, ommg kepid,
aAKLAOBEViOAOGOVAPOVIKA Kot ToAvKapPoVIKA KOO®OG Kot pn cuppatd LAIKA. 1o
yue 9 mapovsialoviar poviéda ypovollov mov mapdyovtat pe ) pébodo FDM.



Zyua 9. Epyoieia kotackevaopéva pe ™ pébodo FDM: a) ypavalio poving
Babuidac pe tpoyovg kKukAoedove Tpoeik, b) ypavalia povig faduidag pe Tpoyovg
e€etMypévng, €) mAovnTiKOg UNYOVICHOG

3.1.5. H péBodocg 3DP

H pébodog tov three-dimensional printing (3DP) cvuvictatalr 6to cvvdvacud evog
KOVIOTOUIEVOL VAKOD O OTPMOCEL; HEGM €VOG GULVOETIKOV TOPAYOVTIO TOL
epappoletar amd Vv kePoAn extdmwons. H dwudikacio ektvmmwong Eekivd pe v
EPAPLOYN EVOC OCTPOUOTOC OKOVNG OO TO CLUTANPOUOTIKO doyelo. Mia petpovpevn
TOGOTNTA GKOVNG d0ocoAoYEiTaL ad éva VGO TOV Kivel TO EUPOA0 GTOV KOAVOPO
NG CLOKELNG KOl UETO OMAMVETOL (SLOVEUETAL) e TN XPNON TOL KLAIVOpOL TNV
EMPAVELD, TNG TAATEOPUOG epyacioc. O cuVOETIKOG TopdyovTas epapudletal Thvo
OTNV TPOETOUACUEVT) GTPAOGCT OKOVIG CUUPOVO UE TNV KaBopiopévn SoTtoun Tov
ot1epeoV. O mopdyovtoag deoUEVEL TO KOVIOTOUUEVO DAIKO, SMHOVPYDVTAS £TGL éval
OTPAOLLO TOV HOVTELOL, PETE TO OTOT0 M TAUTPOPLLO EPYOCTOG LELOVETAL OO TV TIUN
TOV TTAYOVE TOV 6TPMOUATOG (7). 0,1 mm) Kot o KOKhog exavorappdvetar.

Avt n pébodog kabotd duvaty TNV EKTUTMOOY| YEMUETPIKAOV povtédwv (Xy. 10a)
KaBdg Ko kadovmav (Xy. 10B) yw yvtevon kpopdtomv Beppokpaciog Ekyvong £mg
1100°C (Zy. 10y).

OpIoUEVEG GUOKEVEG EMTPEMOVY EMIONG TNV TPIGOACTATH EKTOTWGCT GE [0 TOAETO
ypoudtov 24 bit (n.y. Z 510 g Z Corporation), yeyovog mov Kabiotd dvvoty
YOPTOYPAPNON TEPLOYMOV N TNV OVOKOTOCKELT] TNG EUEAVIONG OVIIKEWLEVOV TOL
KATAoKELALOVTOAL OO S1APOPA SLUPOPETIKAE VAIKA. ZTOV YMDPO EPYUCIOG TMV GCLOKELMOV
nov €xovv oyedtactel Yot néBodo 3DP, givar duvatdv va mapdyovton Leptkd LovTéA
TOVTOYPOVE M Vo ONUovpyeital €vo HOVTEAO TTOL OmOTEAEITOL OO PEPIKA GTOUKElN
dapopetikod ypopotog [5].



Yynua 10. Movtéha mov mapdyovtot pe ™ pébodo 3DP: a) Odovimroi Tpoyoi, b)
KAAOOTL YVTEVOTG YPAVALLDVY, C) YUTEVUEVO TEUAYLO GTO KAAOVTL 0md Kpauo Al

3.2. [lpoetolpacia twv yewpeTpkwy dedopevwy yla tn dtadikaoia tng
TPLoSLAOTATNG EKTUTIWONC

Ta @uoKd TPOTOTLAL TOL KUTACKELALOVTOL UE TEXVIKES TPLOOACTOING EKTOTWGNG
BooiCovtar oe éva poviého 3D-CAD. Avéioyo pe tm pébodo tprodibotatng
eKTOMOONG, amorteitol KoTtdAANAN enefepyocio dedopévemv otov vmoAoywot. H
onpovpyia tov mTpwtotHmov eivar dvvarn pe Pdon €va yeopetpkd (0YKOUETPIKO)
povtého CAD. H enelepyasia tov vmoroyiom) Eekivd oto mepipdrrov CAD, amd to
omoio To pHOVTEAO €EAyETOl OTN CMOGT WOPPY TOV GLUGTNUATOS TPLGOLACTATNG
EKTUTTMOOTG.

Eivar emiong duvotd va kataokevaotel 1o Tpotdtuno Pdoet dedopévmv amevdeiog amd
™ Jwdikacio avtiotpogov oyediouopov. [pémet vo Bvpopacte, wotdco, 6Tl TO
dedopéva avtov Tov THITOV lvar Atydtepo akpiPn amd to dedopévo Tov vTofdAlovTot
oe enefepyaocia oe mpoypaupata 3D-CAD. Tlpoypdupato aplepmpéve 6e GLGKELEG
TPLOOIoTATNG eKTOTOONG emaAnBegvovy v opfotnta twv poviédmv. Ilepartépm
enefepyacio apyelov koToANyel otov KOOOPIGUO TOV COOTOV TOPOUETPOV TNG
Aertovpyiag TG cLoKELNG (TO YOG TOL GTPOUOTOS Y10 TO, GTOLYEIDMOT GLGTNUATO 1) M
dwdpopn yia o svotpata CNC). Eival 1o Aeydpevo mpdypappo peteneéepyaciaog, To
0moi0 GLVIGTATOL GTNV TPOETOWOGIO TOV TEMK®OV OE00UEVAOV, OTOPOITNTO Yol TV
KOTOGKELY] TOL QUOIKOD HOVTEAOL (apyeld 6€ HOPQPY] OCLGKELNG TPIOIUCTUTNG
EKTOTMOONC).

H dwdwoacio mpoetopaciog d0edouéEvmy £El GNUOVTIKY ENIOpACT] 6TV akpifela Tov
HoVTELOL Tov Ompovpyeital o1 ddkacio Toyelg KOTAGKEVG TpwTOTLT®MY. Ot
TOPAUETPOL TOV ded0UEVAOV TTOV e&dyovTon amd cvotiuota CAD npénel mdvta va givon
VyNAdTEPEG b TNV 0KPIBELa TS GLOKEVTC TPLGOACTATNG EKTOTMONG. X&pN 6 aVTO,
KOTA TN S0dIKOGI0 KATAOKEVNC TOV LOVTEAOL, 1] GUGKELT TPICOLACTOTING EKTOTOGNG
OV EMAVAAAUPAVEL GOAALOTO TPOYPALLLOTOG.

H dwdikacio mpostoipaciog 0e00pévmv EXEL OTUOVTIKY ETIOPACT GTNV aKkpifela TOV
LOVTEAOL 7OV AQpPAVETOL KOTE TN SdKOGIo TG TPIGOAGTATNG EKTOTT®OONG. Tao
ocvotnuate oyedaopod pe tn Ponbela vToAoylot) €xovv GLYKEKPLUEVT oKpifela
xoptoypdonong e yeoperpiag tov povtédov 3D-CAD (.. n Ypoppkn akpifeia Tov
povtédov mov Katackevaletar oto cvotnua CATIA eivar 0,001 mm). 1o Tpéyov



O0TAO0 NG TEYVOAOYIKNG OVATTLENG, avT 1 axpifela eivar vymAdtepn amd ™V
aKpifela g xapTOYPAPNONG TNG YEMUETPING TOV TPMOTOTHTOL OV TOPAYETOL UE TN
YPNOTN GLOTNUATOV TPLOAACTATNG EKTVTOONG. Ol TUPAUETPOL TOV YEMUETPIKOV
dedopévov mov e€ayovtar and cvotiuate CAD mpémel va mpooapudlovior oty
emBount) axpifelo ™G ELOIKNG KATACKELNG TPO®TOTVLTOV. [evikd, N akpifelo Tov
povtélov 3D-CAD mpémet va elvot peyadlvtepn amd v akpifela g xoptoypaenong
™G YEOUETPIOG TNG GLOKELNG TPLOAACTOTNG EKTOHTWONG. XApN O AT, KATA TN
JLdKAGI0 KOTAGKEVTG TOV PLGIKOD HOVIEAOV, 1] GUCKELT] TPLOAACTOING EKTHTWOONG
dev emavarapPavel GOAALOTO TPOYPAULOTOS [6].

3.2.1. Tunotapxeilwv katdAAnAa yia tng Stadikaoieg CAD kat Tplodlaotatng
EKTUTIWONG

Ta ocvomuote TPIGIACTATNG EKTUMOONG KOl YEVIKOTEPO TAYElOG KOTOGKELNG
TPOTOTOHT®V OTALTOVV TA OPYELR TOV YNPLoKadV poviédmy 3D-CAD va amodnkevovrot
o€ KotdAAnAeg popeég. Ot mo dnpoeireis popeég 3D-RP neprhapfdvovv: popen STL
(Stereolithography Language), popeny SLC (Sliced Layer Contour), popen CLI
(Common Layer Interface), popeny HPGL (Hewlett Packard Graphic Language) kot
popon MGX - pia popon tov mpoypdppatog Magic RP.

Y1 Swdikacio eneéepyaciog dedopévov pécm 3D-CAD / 3D-RP epapuolovrar emiong
KaBolkés popeéc 3IDCAD, 6mwg STEP, IGES 1 3DS. I'a mapddetypa, to ZPrint, va
TPOYPOLLLLO AEITOVPYIOG TPLGOACTATMV EKTVTOTMOV, KOOIGTA dSuVATT TNV AVAYVOGCT GTO
povtédo CAD pe €yypoun xaptoypdonon arnobnkevpévn oe popen 3DS. To kaboiikd
npoypoppo Magisc RP emtpémet v avayvoon apyelov 6Tig TepiocOTEPES LOPPES TOV
epappoloviar oe cvotiuata CAD, avdAoya Le TOVG £YKATEGTNILEVOLS LETAPPOCTEC.
Qo1660, 6TV TPAEN, Ol To GLYVA YpMoipomotovpueves popeés etivon STEP kot IGES.

Yvykpivovrog tic mhaveg epappoyéc tov popedv STEP kot IGES ot dwadikacio
eneéepyaciag dedopuévav 3DCAD / 3D-RP, mpémner va onuewwBel 6t1, evd oTIC
TEPLOGOTEPEG TEPIMTOGELS M ypnon ™S popeng STEP emtpémer v axpin
xopToypaenon tov oynuatog povtédov CAD, cuyvd ta c@dApaTo YopTOYPEONoNG
epoaviCovtoar ot popen IGES, 6nwg shattopotikés M YOpEVEG EMPAVEIEG TOL
LLOVTEAOV. TNV TEPITTMOOT TOV YPAvalU®dV, TETOLN GOAALATO EVOEXETAL VO ELPAVIGTOVV
otV empavewa (Zy. 11).



Defective
surface

Zyua 11, Ta povtéda ypovaliov 3D-CAD anobnkedovrat og: a8) Mopoen STEP kot
b) Mopon| IGES pe opatd ehattodpata otic mopoydeiceg empaveieg

ZPAALOTO ALTOD TOL €100VG UETAPEPOVTIOL GLYVOTEPU G TMEPOUITEP® emesepyacia
dedopévey ot S1ad1Kacior TPIGOACTATNG EKTVTMONG, 1| OTOld, Yio TOPAdELYLO. GTO
povtédo STL, €yetl tn popen youévav empaveldmy [7].

2g QUTNV TNV TEPIMTMOOT), OV £Vl SOLVOTN 1 KOTAGKELT] TOV PUGIKOV TPOTOTVTOV LIE
pa otadwokt pébodo. Qotdco, pumopel va yivel mpoonddeio 616pBmong Tov povtélov
STL ypnowonoimvtag KatdAinia epyolreio mpoypdupatog (w.y. Magics RP).

Ot popeég amobnkevong opyeiov avamrtHoooVIOL GLVEXDS ONO KOTOUOKEVOOTEG
OLOKELMV TaYEOG dNUIOVPYING TPOTOTVTT®Y. AVTH N AvamTLEN amattel cuvepyacio pe
Toug Tapaywyovg Aoyiopikov CAD. Adyo g epappoyng g popong STL, 1
ouvTpwTiky mAsovoTTa TV TTpoypappdtov CAD £€yxst ™ dvvatdtnto e&oywyng
dedoUEVDY GE OTNV TN HopoeT. Avtd ta mpoypaupota mteptiapfavovv: AutoCAD,
Alibre, CATIA, I-DEAS, IronCAD, Mechanical Desktop, ProE, Rhino, SolidDesigner,
SolidEdge, SolidWorks, Think3, NX kot 3D Studio Max.

H e&aywyn dedopévav mpaypatonoteitar cuviBmg Hécm e evioAng "save as * .stl",
LePIKES PopéG pe TV evioln e€aywyns oto STL. Ze ombvieg mepmtOCELS, VITAPYEL Lo
Eexmwplot €VIOA) mov glodyetor 610 moapdbvpo OSoAdyov mpoyphppatog (LY.
"amstlout" oto Mechanical Desktop). Avdloyo pe to mTpdypoappa, ivar dvvatdov va
TPoodoPoTeEL N akpifela ™G xapToypaenons Tov poviéAov. Optopéva TpoypapLpoto.
eMTPENOLY €vov TOAD AEmTOUEPT OPIoUd TV TapapéTpov Tov apyeiov STL (m.y.
Mechanical Desktop). H popen STL ypnowomoteitan yio va meprypdyetr kot vo
TPOCEYYIGEL TA OYNUOTO  JlPOP®V  ETMPOVEIDV HECH EMMEOWV  TPLYOVIKOV
emEaveloK®V vipddwv. To Zynqua 12 deiyver pia eninedn tptyovikn eviaio emgavela.

H meprypagn g eviaiog empdvelog mepthappavel Evav kovovikd eopéa (pLGIOAOYIKN
OYM) Kot GLVTIETAYUEVES TPV KopLu®dv. EmumAiéov, yia kébe emodvein, opiletot to
kéBeto davuopa N, katevBouvopevo EE® amd To KOTA TPOGEYYIoN OTEPED.
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ymua 12, Enineon tpryovikn eviaio emwpdvela popenrg STL

3.2.2. AkpiBela xaptoypadnonc tou povtélou o€ popdr STL

H dadwcasio petarpomng tov poviédov 3D-CAD oe poper) 3D-CAD-RP (popon STL)
ovopaletar ymoeonoinon (tessellation). Ipoketton yio por dadikacio oty omoio 1
TPIGOLAGTOTY) YEMUETPIO TOV LOVTEAOV TTPOCEYYILETAL LEGM TPIYOVIKAV EMPAVELDV [8].
To péyebog kat To GYNUATO TOV TPIYOVOV UTOPOVV V. pUOUGTOVV HE TOV Kabopiopd
TOV KATAANA®V Tapopétpov g eEaymyng dedopévov. H axpifeia g mpocéyyiong
eCaptatar omd 1o oYfUO NG emPdvelng Tov povtéAov Ot eminmedec emdveleg
XOPTOYPAPOVVTOL TANP®G e Tpiyova [9]. H xapToypdenon KOUTLAOEOMV ETPAVEIDV
TPOKOAEL TNV EUOAVION TOL AEYOUEVOL GOPAALOTOC YOPONS, To omoio eueovileton
HeTa&l NG EMPAVELNG TOL LOVTEAOD KOl TOV SIKTHOL TPLYMV®V Tov To Tpoceyyilet. To
oQAALO LETPATAL KAOETO OTNV EMPAVELN TOL TPLYMVOL KOl 1] TIUY TOV £5£0pTATAL OO
T1G vroTBéEVES TOPAUETPOVS TPOGEYYIoNS (Zy. 13a).

To cedipa g xopdng evBivetal emiong yio TV aKpiPela TG KATOGKELTG KUPTAOV Kot
KOTAOV  EMOOVEIDV LE OPOPETIKEG axtiveg koumvAdtrag. H  axpifeio g
TPOCEYYIONG UTOPEL EMIONG VAL TEPLYPAPEL LEG® TNG YOViag TpocEyylong - o (Zy. 13p).

Pyua 13, Zeaipa yoptoypaenons LEToED G(palplmﬁg emodvelag povriéhov CAD
KOl TPOGEYYION TPLYDVOL: &) OTOKAION Yoviag, D) amokiion xopdng



Ol TopapeETPOL TNG YEMUETPIKNG e&aymYNg 0edopévav amd cuothuata 3D-CAD npénet
va vayopevovion omd TV VROTIOEUEVT] aKpifela TG XopTOYPAPNONG TOL PLGIKOD
HOVTELOL TOL €)El KOTOOKELOOTEL OO TN GLOKELY| TPLOAACTATNG eKTOTT®oNG. H
avénon g okpifelnc TG TPOGEYYIONG TNG EMPAVELNG KATA TN Ol00KOGio TNG
apaipeong mpokoiel avénon tov aplBPoD TOV TPIYOV®OV TOL TEPLYPAPOVV TIC
EMPAVEIEG TOL LOVTELOL (Zy. 14) o peyoarvtepo péyebog tov apyeiov STL.

2TV TEPIMTOOT OMADY YEOUETPIKAOV HOVTEA®V, TO péyebog tov apyeiov STL mov
onuovpyeiton dev egivar peydro. Elvar moAd peyoddtepo yio povtéda ouvOeTmV
KOUTVAOEOMV EMPAVEIDV, OTMG T.Y. 000VIWOTOL TPOYOl.

H mopayoyn akpifov poviéAwv ypavalldv TpiootdoTotns eKTOTMONG Omaltel v
EQOPUOY] TNG OmOTNG avoyns g eaymyng oedouévov otn popery STL. Ou
mapaueTpot ekydpnong opiCovrar o€ cuotuata 3DCAD pécm dapodpmv akyopidumy,
ot omoiot kaBopilovv Vv akpifela yaptoypdenong kot evfHvovtal yo TV gppavion
cQaApdTOv yoaptoypdonong yeopetpiag. H popen STL elvar emiong po popon
amofnkevong dedopévav Tov Aappdvovtar katd ) dadikacio capwong 3D. Xe avthiv
Vv mePinTOon, N YeoUeTpio TOL povtélov mov €xel amodnkevtel oe popeny STL
wePLEYEL oYedOV TmAvTo GEAOApOTO pe TN poper) BopLPov, omdAslng TUNUATOV
EMLPAVELNG 1] AGVVEYELDL ETLPAVELDLG.

a)(\ b) %i (:)/Z%l

Zyua 14. TIpoeid doviiov HoviéAov 000vT®TOD TPoY0V: &) OVOUAGTIKO TPOPiL
(Bewpntikd - CAD), b) mpoeid poviélov STL (2540 tpiymva dAov tov ypavallon),
C) mpoeii poviéhov STL (2724 tpiyova)

3.2.3. Xaptoypdadnon odaApdtwy o apxela popdnc STL

Kotd ™ petrarponn tov apyeiov 3D-CAD oe popen STL, evééyeton vo mpokvyouv
oQalpata TEPLYPOPNS NG YewpeTpiag. AVTA T0 GEAANNTO TPOKVLATOLV OO TNV
avakpifela g enefepyoaciog HOVTEA®V amd OAyOPOUOVG amOCTACNG  GTOVG
petappactés cvomudtov CAD. Ta mo ocvvnbiopéva ocodipata povtédov STL
nepLopBavouy: TV avTIoTPoen TV KAOeT®V SlovuoUdT®VY, KEVE Kol SlGTHHOTO
peTald TOV TPLYOVOV TTOV TEPLYPAPOVLY TNV EMPAVELD, OTPEPAOUEVN EMPAVELQ,
OTTOAEIEC OAOKANP®V EMPOVEIDOV 1 TUNUATOV TOVG, OAANAETIKAAVTTOUEV TPiy®VA,
avTieTolylon evog LOVO GKPOL GE TEPLGGATEPO OO Eva TPlyVa.



Zmua 15, Zoot yeopetpio tprydvov e kdOeto S1ovOiGHOTO TPOGAVATOAICUEVO
npog ta. € (povtéro ypavaliov STL)

H cwot meprypagn g yeopetpiog pe tn ypnon g popene STL npénet va minpoti
NV KOTAoTaon OAMV TV KAOETOV Ol0VUCUATOV TOV EVIOIOV ETIPOVEIDV TOV
katevbivovral EEm and To KATd TPOGEYYIon oTEPEd. Xe optopéva cvothiuata CAD,
mapovctalovtal ceaipota Kot Ty e€aymyn oto apyeio STL, mov meptrappdvetl tnv
avTIoTPOPN TOov KaBeTov Stavdouatog. H mo kown iy cpdipatog eivar n Adbog
OELPA TOPOYNS TOV KOPLO®OV T®V Tpydvev. H akoiovbio eEaptdtot amd v dievbuvon
(oTPOP1]) TOVL KAVOVIKOD SL0VOGLOTOG, TOL opiletal e Tov Kavova Tov deE1o0 1ePLod
(Zy. 15)’Eva té€1010 6dAa pmopel va 1oy OEL Y10 OAMOKANPEC EMLPAVELES 1] LEPOVOUEVAL
piyova.

‘Eva. Ao cpdipa etvar 1 «amdAei» evog Tptydvou 1 tpryovev. Ta kevd (tplyova)
UTOPOVV VO ELPOVIGTOVV LEUOVOUEVO 1] G GLVOVAGHOL HEPIKAOV TprydveV. Ta Keva
Tpiyova pumopodv eniong va eLeavictodv 0Tav aAAGLOVV Ol OKTIVEG KAUTVAMY, T.Y.
oTNV TEPLOYN TOL POIvVETOL 6TO Xynpa 16.

HOWOPO XPDUL)

‘Exyovtag aocvvéyela oty emipdveln, £vo TETOo  poviéAo elvol  adbvato  vo
KOTOOKELOOTEL HEC® GLOKELMOV TPLGOACTATNG EKTOHTWONG. AVTO TO £100G GPAALOTOG
onuovpyeitar cuvBmg amd poviéda yauning mowdtrog Tov cvotudtov CAD. H
owpbwon evog Tétolov oEAApOTOC, OMAadn "emdwpBwon" TOL KEVOL TOL
onuovpyeitan omd 1o "yapévo" (Un SNUOLPYNUEVO) TULO-VIQAOO TNG EMLPAVELOKNG



YEOUETPIOG OMOLTEL TNV EQUPLOYT| AELTOVPYIDV YEOUETPIKOV TPOYPAUUOTOS XE QLTHV
mv nepinton, 1o apyeio STL Oa mpénet va avoitet og Eva mpdypapLo Tov Voot pilet
popoéc STL (m.y. Magisc RP), npénet va dtofactodv o1 GuVIETOYUEVES TOV KOPLODOV
NG EMPAVELNKTG VIQAdas, Oa mpémel va Tpocdlopiotel to kébeto dbdvospa N otnv
EMPAVELD KO P TETOWN EMLPAVELD TTPETEL VO omoBnkevtel 610 apyeio STL.

2TV TEPIMTMOOT LOVTEAWDV TOAVTAOK®V GYNUAT®V, UTOPEL VO TPOKOYOLV YEMUETPIKA
OQAALOTO, TO OTTO10L OEV EMTPETOVTAL OO TOVG OAYOPIOLLOVS TTOV YPNGUYLOTOLOVVTOL Y10
™V EKYOPNOT. AVTA Ta Patvopeva gival n Tyn SEoANATOV TV povtédov STL. Avtd
To QAT epeavifovtal cuVHB®E 6Ta CNUEIN CUVIESTC TOV ETLPAVELLKDV VIQAO®V
oe éva avtkeipevo (Zy. 17). 'Eva tétolo opdipa pmopei vo odnynocet omnv EAAeym
oLVOEDNG £VOG KOWVOU GKPOV TMV ETLPAVEIOK®DV VIPAOIMV.

Syuo 17. ZtpéfArmon otnv éveon Tov emeavel®dv 6to povtédo STL

Eivor dvvatov va dopbwbovv pepikd amd 1o cedipate ota mpoypauppate CAD,
YPNOLOTOIDOVTAG KATOEG GLYKEKPIUEVEG emA0YES. Edv ol empdveleg Tov poviéAov
elval KOTOOKEVOOUEVEG LE YPNOT TOPOUETPIKOV KOUTLADV KOl ETIQOVEIDV, T
dOpbwomn 1oV GPAALOTOS OPEIAETAL GTNV TPOTOTOINGT] TOV TYL®V TMOV TOPOUETPOV
KOUTVADV KoL ETLPAVELDV.

Ymv mepintmon povielomoinong eAevbepmv empaveldy, n dopbwon sivoar duvarty
LEG® TNG TPOTOTOINGNG TV CNUEIDV EAEYYOV KAUTVADY 1) ETLPOVELDV.

Yndpyovv eniong cedipato xoaptoypdenong He Tn Hopen £50@Aavions OAOKANp®V
EMPAVEIOKDOV VIpadwv (Zy. 18). ZedAipata avtod Tov THmoV cvpPaivovy cuvnBmg
Katd v eEayoyn yeopetpikav dedopévov and to IGES ot popen STL 6tav dev
VILAPYEL OPYELD TPOEAEVLGNG BT LOPPY| TOV TTPOYPAUIOTOS GTO 0TTO10 £)EL OMpovpyn el
0 povtédo 3D-CAD. Térown codipoto pmopovv vo dopbwbodv pe 1 Pondewa
eEedkevpévov Aoyiopkov (Magics RP) efomhopévo pe o evomro e€aymyng
dedopévev oe popen IGES.

To povtéda yeopetpikmv oedopévev oto apyeio STL meprypdeovion and tpiymva pe
CUVTETAYUEVES X, Y, Z Yo kabepio and 11§ KOPpueES TOV TPLy®VOL. Ot CUVTETAYUEVEG
TEPLYPAPOVTOL GTO TOYKOGLULO GUCTNUO TOV KOPTEGIOVAV GUVIETAYUEVOV. ZOAALOTO



dedopévav mov dnuovpyndnkav kotd ™ onpovpyio tov apyeiov STL mpoxvmtovv
amo 1t owdwoacio apaipeons. To mpodypappe 0160pbmong cearpdrov Paciletor o
LOONUOTIKOVG LETAGYNUOTIGLOVG TV TPLYOVIK®V ETPAVEL®V 6€ 3D ydpo.

Zyuo 18. Xapéveg empavelokés vipdoeg oto poviého STL
3.2.4. NMpoetowaoia apyxelwv STL yla TNV TPLOSLAOTATN EKTUTIWON

Onwg avagépbnke kot mponyovpévemg m donpovpyio evdg apyeiov STL yu 1
dwdkacio TPIodoTaING EKTUIMONG lval amoapaitntn Kot 0 TPOTOG Onpovpyiog
aVTOV TOL €lvol TOAD OMUOVTIKOS. e YeVIKEG YPOUUES, €av ol puBuicels yu
dnpovpyia Tov apyeiov dgv Exovv emieyel GOGTE, EVOEXETOL VAL TPOKVWYOLV GOAALOTA
KaTé TNV TPIodioTOTN EKTUIMGT TOLV VAIKOD TOL Agimel, OM®MG QAVNKE KOl GTO
nponyovpeva kepdiaia. Eniong, mpv and v extdnwon tov mpoypdupatoc CAM, to
apyelo STL mpénet va emainBevtel and v dmoyn g onpovpyiog g TPLymVIKNG
doung, pe éva and ta yvootd tpoypdupata eroifevong. [a v nepintwon mov Ba
egetaotel 6€ aVTO TO KEQAANLO, Ba ¥PNGUYLOTOGOVLE EVa OO T TPOYPEULATO TOV
dwatiBevtan amd v etoupeic AUTODESK, to Netfabb [13], o omoio dtac@aiilet 6Tt
eoptaveto To apyeio STL, eav n avtépatn dopbwon tov CAD apyeiov (Zy. 19) &xet
oploTel MG TPoEMAOY. Q6TdG0, LITAPYEL EMIONG N EXAOYT VA Yivel emaAnBgvon petd
™ EOPT®GN TOL apYelov Kot 6T GLVEXELD Vo ETaANBeVTEL | akePALOTNTO TNG SOUTG.
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Yo 19. Adpbwon apyeiov STL yio tpiodidotatn ektvnmon oto Netfabb

210 ZyMua 20 arodnkevetal To emokevacpévo apyeio oe popen STL.

-

-
ey

Cres

rwo9dwm g

PO
— s ——
———

s b

-
——p— - -

N A, P
el

Y St -
.

(A - ——
. Ve e -
—

LR e— -

-—— ! —-

e -t S— |y oo -

. ————

Yynua 20. Amobrkevon dopbmpévov STL apyeiov oto Netfabb

To televtaio etvar po oo TIG O OUAVTIKEG AELTOVPYiES, Xpig TNV omoia Oev glvar eyyonuévn
1N AOKTNON EVOG 000VTWOTOL TPOYOL HE TO KATAUAANAL YOPOKTNPIOTIKY KOTA TNV TPLOOA0TATY
ektomoon. To apyeio STL wov Oa wpaypatorombei 1ot o mpémel va poptmbei 610 TpdYpapLLLe
dnuovpyiog emmédwv (slicer). Eva and avtd ta mpoypaupoto eivar to Cura amd v Ultimaker
[14], to omoio dtuoparilel T dadikacio Tng dSnuovpyiog emmedmy. Lto Zynua 21 eaivetol To
YEDUETPIKA POPTOUEVO GTOLXEID TTOVL givarl TOTOOETNUEVO Yo TNV EKTEAECT] TNG SLOOIKAGTIOG
dnpovpyiog Tov Kmdwka eneepyaociog.
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Zyua 21. Odovtwtdg Tpoydg TOToBETNUEVOS Y10 TPIGIUGTATY EKTUTMCN

Eivar dvvatov va dovpe 0Tt Yo TPOETIAEYUEVES TUTIKEG TOPAUETPOVS 1 SLAPKELLL
exktOmmong sivar 2 dpeg kot 44 Aentd. Edv amewcovilel v dadikacio ot 000veg,
OLYKPIVOVTOG TO TPAOTO GTPOUA (Xy. 22) Ko Eva evildpueco atpopa (Xy. 23) eaiveton
OTL TO TPOYPOLUO GUVIGTE Y10l KAADTEPT TPOYUATOTOINOT TG YEWUETPIOG TOV TPOYOD
O0TO TPMOTO GTPMUO Yo Vo, gvepyomoinbel mn mapoywyn mEPLOYNG OTIPIENG UTAE
ypopotog mov  eEao@aiilel KOA TPOCOLON TV AKPOV TOV TPOYDV YOPIg
TAPOUOPPOUEVES TTEPLOYES (Zy. 22). H Aom givor KATL Topamdve omd amapaitntn yio
70 VAKO ABS, 0AAd cuvicTdTon Kot Yo AL DAIKA.
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Yyuoe 22. TTp@Tto oTp®U-ETITESO TOV LOVTELOL 030VIMTOV TPOYOD KATH TNV
TPLGOLAGTAT EKTUTMOT)



Zymua 23. Evoldpueco oTp®dUa-EMITESO TOV LOVTEAOD 030VIMTOD TPOYOL KATH TNV
TPLGOLAGTAT EKTUTMON

Etvor duvatd va dovpe 0Tt pepikd mpoPAnpato mov peaviCovtot KTl TNV Topoyy).
To npdto Kabopiletar amd TV mePLoyn UETAED TOV GUVEYDY CTPOUATOV TOV €ival
JdteTaypéva 6To e£MTEPIKO TOL TPOYOL TV KOKKIVMV 000VIMTAOV TPOYDV KOl TNG
TOAPOAANANG GE GULTIV OTNV ECMTEPIKN TAEVPA TOV TPACIVOL YPMUOATOS KOl TOV
TUNLOTOG TNG SOUNG PBAons. AvTo Ba KAVEL TO SOVTL VO NV €XEL OLOLOYEVT] SOUN OTNV
TAELPE OVTIOTACNG TOV OOVIIOL LE OPVNTIKEG EMMTOCEL OTNV OVIOYN TOv. Av
AVOADGOLE KOt SNULOVPYNGOLVUE TO SOVTL GE £VA OVATEPO GTPMOUM, OVTO UTOPEL VoL
yivel akoun mo suavig (Xy. 24).



Zyua 24. Ztpdpo-eminedo ToL HOVIEAOL 000VTMTOV TPOYOD KaTd TNV
TPLGOLAGTATH EKTVTMGT KOVTE GTNV TAV® ETLPAVELD TOL TPOYOV

O Vasilescu xor Fleser [15] aoyoAnfnkav pe 2 meputtooels epoppoyne. Ilwo
GLYKEKPLUEVOA, OKOAOLODVTOG TNV TOPATAVED SodKAGIN TPOETOWOGING EKTVTOGAV 2
Hovtéla odovtot®mv tpoy®mv pe module 0,8 ko 1,25.

To wpoypappo Cura 3.3.1. umopet va opicetl dSopopeTiKés TaPAPETPOLS Yo SLAPOPa
evpn e€apmmudtov mov dnuovpyovvial. Oo mpémel va Bewpnbel 6tL €xovpe dvo
EEXPLOTOVE TOWEIG KOl OL GTPATNYIKEG LTOPOVV VAL GTOYEVOLV gite 0T dnpovpyio 500
OAANAOETIKOAVTTOUEVOV HEPOV TTOV Bl EX0VV S1UPOPETIKEG PLOUIGEIC TaPUYWYNS M
Y. TO OOOPIGUO G OAOKANPNG HOVAdAG o€ 000 KLMVOPIKEG TEPLOYES ME
drpopeTikég pubuicelc.

2y mpdén umopei va ypnoonomBodv moArég mopairayég oto Cura 3.3.1. v v
mapoywyn ovo Eexwplotodv pepadv. Eva yeopetpucd kvlwvdpikd otoryeio mov Oa
gwoayfel yio v oproBémon twv 600 GTorKElV OV VIOKEWTAL GTNV TPLGOACTOTN
exktOmon pmopel va dnuovpyndel, dapopetikd Ta V0 YEOUETPIKA GTOLKEIL TTOL
EMKOADTTOVTOL B0 pLOGTOVV Y10 EKTOTWON UE SLOUPOPETIKES TAPUUETPOVG.

Kot ot 000 moparilayés mapdyovv AKOUTTO GYESL OYOPIGHOD HETOED TOV VM Kot
TOV KAT® EMTESOL TOV UTOPEL GE OPIGUEVEG TEPUTTMOOELS VO TAPAYOLV avemBvuunTaL
aroteAéopata. [Ipoteivetarl va avalvBovv avTtég o1 Taparlayég GE Lo EQOPLOYT GTNV
omoia Oa avaAvOovVY Kl 01 SOKIUEG TOV UTOPOVV VoL YIVOUV amd TIG dVO TOPUALAYEG OE
OUYKPION UE TNV TULMIKN TOPOAAAYY] HE OPKETEG TEPETPIKEG YpappéS mov Ha
OAVOADGOLE TEPALTEP®.

INo v mepintoon pog Oa emiéEovpe TV mopaAlayr pLe 4 TEPYETPIKES YPOUUES Kot
00 TPOLGLAGOVLE Yo TO 1010 EMITED QL KOt TIG TAPAUETPOVG EMEEEPYATTAG TNV ELPAVION
NG TEPLPEPELNG TV SOVTIDV.



210 Zynua 25 mopovctdlovtol ol ETAEYUEVEG TAPAUETPOL TOPOYMYNS Y10 CTPDLLOTO,
otV apykn wopaAdayn: ITAdtog ypauung 0,4, Kot 6to Zynpo 26 avtég mov emAEyovToL
v TapoAloyn TAdTovg Ypoupuns 0,5. To mpdto amotédeospa eival va peiwbel o xpovog
exkTOmmong o€ 2 dpeg kot 11 Aentd and 2 mpeg ko 41 Aemtd.

Prist Setup e

’ - W ety -

S]] goce

Baaty 1a Sews te M

v!b.“na-)ufw.)/ Ulhflncn m
Zyua 25. Apykr Abon yio TAdtog ypopupung 0,4 mm

il -
| g

s Thlmn =3
yua 26. BeAtiopévn Adon yio TAdtog ypopupung 0,5 mm

210 Zynuo 27 oiveTol T0 TPAOTO GTPAOUO Kol 6TO Xynua 28 eaivetol éva evoldueco
oTPpOUA KoTd TN dtdikasio TG Tplodidotatng ektinmwons. Mmopel va @avel 6Tt To
TPOYPOULO GUVIGTE Y10 KOADTEPT TPOYUOTOTOINGT] TNG YEWUETPIOG TOV TPOYOV GTO
TPMOTO CTPAOUO VO EvEPYOTOMBel 1| Tapaywyn TEPLOYNG STHPIENG LITAE YPDUOTOS TOL
eEao@aiilel KaAn TPOGELGT TOV TPOYOV.

Avtd @aivetor KoAOTEPA Kol KATO TNV TOPAYOYT OVOTEPOV CTPOUATMOV GTO LAKO
(Zxfipa 29).
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Zyue 27. Ilpdto oTpdUa TPIGIAGTUTNG EKTOTMGONG 000VTMTOV TPOYOV e YOG
ypoppic: 0,5 mm
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ZyMuo 28. Evétécusco Gt;;obua TPLEOLACTATNG EKTOTMGNG 030VIMTOV TPOYOV LLE
Tox0g ypapung: 0,5 mm
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Zyua 29. AvOTeEpPO OTPOUN TPIEIACTUTNG EKTOVTTMOOTG 000VTIMTOL TPOYXOV UE TAYOG
ypoppig: 0,5 mm

H mpotewvopevn adhayn delyvel adEnom Tov Thyovs TMV TEPIPEPELOKADV YPOUUUDV LE
EVEPYETIKG AMOTEAECUATO OTN UNYOVIKT] ovToyn TOV doviidv. Mo GAAn Avomn sivon
LT TNG OAAOYNG TOL YEMUETPIKOL OYNUATOS TMV ECWTEPIKAOV YPOUUDV TNG
KOTAGKELNG He omdoTaon Heta&d ypappdv 0,5 mm. [Tapd to 611 empépet avénon g
Jbpkelag eKTOTOONG 6€ 3 dpeg kKot 28 AenTd, 0ALAL KOl GTNV TOCOTNTO TOV KOAMITIOV
amo 35 g o 70 g, emtuyydvetal KOAHTEPT TANPWOOT TOV 06OVIMV TOV TPOYOV TOGO GTO
navo (Zy. 30) 660 kot 610 KAT® PEPOG (Xy. 31).

Zyua 30. TTdve pépog 0d0vImToD TPoY0D TPIGIAGTATNG EKTOTWOONG LE ThXO0G
ypapupng: 0,5 mm



Yynpa 31, Kato pépog 060vimton Tpoyow TPIoddoTaTng EKTOTMONG LE THYO0G
ypoppng: 0,5 mm

Movtéla, 000VTIOTOV TPOYDOV UE TNV TOPUTAVE S0IKAGI0 KOTOUCKEVACTNKAY E TO
VAo PLA og tpiodidotato ektunmt) poviélov Fabrikator Mini kot gaivovior 6to
Zynpa 32.

Zyua 32. Kdto pépog 000vtmton Tpoyol TPLodiioToInG EKTOTMONG LE TAYOG
ypopung: 0,5 mm [15]

3.3.  MoldtnNTa 080VIWTWY TPOXWV KATAOKEUAOUEVWY LECW TPLOSLAOTATNG
EKTUTIWONGC

3.3.1. Mpocdloplopdc avoxwy LeBOdwV TPLodLAOTATNG EKTUTIWONG

Onwg avaivdnke kot TponyovpeEvms, HECH TNG TPOCOETIKNG KATOOKELNG YWPIG T
XPNOTM EPYOAEI®V OOUOPPMOONG, N TPIOOACTATY EKTUTMOON £YEL TN OLVATOTNTA VO,
TPOGPEPEL LEYAAD OPEAT GE GUYKPIOT LE TIG KOOIEPOUEVESG OUOIKAGIEG KOTAGKEVTG.
[Switepa ov efoupetikéc elevbepieg GYESOGUOV OV TPOCPEPEL TOPEYOLV VEEG
duvaTOTNTEG YIOL TO OYESICUO €apTNUaTO®VY, OTMC €MKOEWN KovaAlo yoéng M
ouvBeteg dopég TAEYUOTOC. ATTO OIKOVOULKT Aoy, €ival EQIKTN 1 AITOCVVOEST] TOV



KOGTOVG KOTAGKEVTG Atd TNV TOALTAOKOTNTO TV cvotoatik®v [16]. [Tap’ 6Aa avtd,
SLapopot Adyol, OTMG Ol LEYAAES YEOUETPIKEG OTOKAMOELS, OVOGTEALOVY T1] XPNON TNG
TPLOOAGTATNG EKTOIWONG. AVTEC 01 OmOKAMGELG dev £xovv peletnOel emoprdc.[17,18].
Qo1600, N PPMOYpaPio KATOIEIKVVEL OTL TPAYLATOTOONKAY S1APOPES EPEVVES V1O
va taivounbel m yeoueTpikn oakpifelo TV dopopwv UeBOd®V TPIGOUCTATNG
ektommwong [19-44]. O nepiocdtepec amd TIG avapopES a&lOAOYODV T YEMUETPIKN
axpifelo pe ot@vtap onueia avagopds. Qotdc0, 1 YEOUETPIKY akpiPela ennpedleTat
a7t6 TOAAOVS YEMUETPIKOVG TAPAYOVTES, 0L 0TOi01 TPEMEL VO ANBoHV vtdy. EmmAov,
ovyva Aeimel n wapoywyn avoywv. EmmAéov, ot Adyot yuo TV gpedvion douotdoewv
amoKAIcE®V gival cLuYVA AYVOGOTOL QG ATOTEAEG LA, VITAPYEL EVOL KEVO YVAOONG OYETIKA
HE TIC €QIKTEC TWEG OVOYNG YL TOV PEOAIOTIKO TEPLOPICUO TOV YEOUETPIKOV
amokAioewv [17,18]. EmmAéov, n enidpacn ToV Topapétpmv e JdlKaciog otn
veouetpwkn akpifeia den €yt Anebei vadyw coPapd péxpt tdpa. Eivar Aowmdv
ONUOVTIKO Ol O100TAGES AVOYNG VO SLEPELVAOVTOL LE dVO GTOYOVLG: TN CLUGTNLOTIKN
AVATTUEN TOV SOCTAGE®V AVOYMV Y10, TIG SL0dIKAGIES TPIGOIAGTATNG EKTOTMONG Kot
™ PEATIGTONOINGN TV TAPOUETPOV TNG UNYXAVIS KOL TOV ETPPODY KATOOTKEVLG Y10
TNV EANYLOTOTTOINGN TOV O0GTOGIOAOYIKAV OTOKAIGEWV.

[Ipokepévov va emtpomnel £vog GLGTNUOTIKOG TPOGIOPIGLLOG KOt EAAYLGTOTOINGT T®V
dactacioloyikdv amokiicewv, ot Lieneke et. al [45] npdtewvav o véa pébodo mov
ekteeiton o€ 60 oThdw:

o [lpdtov, avarticoeton (o HEBOSOG TOV EMTPEMEL L0 GUGTNUATIKY AVATTUEN
OlOOTAGIOAOYIKMV OvVOYMDV VIO KAVOVIKEG GLVONKES epyaotnpiov yuwo Tig
dwdwkaciec kataokevng mpochHitmv. Ot Kavovikéc cuvOnkeg epyactnpiov
TEPLYPAPOLY TN YPNOTN TOV GUYVA EQPUPUOLOUEVOV TOPAUETPOV, TOV VAKOV
Kol TOV pLOUGE®Y TOL PUNYOVILOTOG.

e Agitepov, N avdntuén g pHeBOOOL aoyOAEITAL e TNV EAOYLGTOTOINGT TMV
JLOOTAGIOAOYIKMV ATOKAIGE®MV [LE TNV EDPECT PEATICTOTOMUEVOV TAPAUETPOV
SladKaGiog Kot ETPPODV KATUGKELNG,.

Méoa otn péBodo, e€etdotnroy O18Popes CNUAVTIKES TTVYEG GTOV TPOGOLOPICUO TOV
avoyav. H avartuén g pebodov Eexivnoe e ToV EVIOTIGUO CNUAVTIKOV TOPAYOVTOV
OTN YEWUETPIKN aKpiPeld TOV KATOCKEVOGUEVOV HOVTEA®V omtd o BpAoypapikn
épevva [19-44] kar oo Eva Workshop pe e161ko0g amnd Tov ydpo TG EXGTHUNG KoL TNG
Bropnyoavioc. Extoc and tov mpocdtopicid SNUOVTIKOV TopayovImV, GXEOAoTNKE Eva
delypo SOKIUNG, TO 0oil0 EMTPEMEL TNV £EETACT OA®V TOV EMAEYUEVOV TOPAYOVTOV.
Mo tov mpocdiopiopd TV SAGTACE®Y OMOKAICE®Y, avamtHyOnke pio KotdAANAN
pébodog péTpnong, mov Ba TapovclacTEL TN GLVEYELO.

3.3.1.1.  lapayovtec mou ennpealovv v akpiBela T™C TPLOSIAOTATNC
EKTUTTWONC
AOY®D TOV apY®V KOTAGKELNG TNG TPLOOACTATNG EKTOTMOONG, TPEMEL VO, ANPOoLV
VIOYLV VEOL TTAPAYOVTEG Kol EMOPACELS OTN YEOUETPIKN akpifeta. o mopdderypa,
ONUOVTIKOL TapdyovTeg Tov eMOPoVV 0TV aKPiPELO KOUUATIOV TOV KATACKEVLALOVTOL
péom tov Laser Sintering mapovcidlovion oe oyéom pe éva ddypoppa Ishikawa oto
yuo 33.
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Yo 33. Adypoppo Ishikawa ya Laser Sintering [45]

AOY® TOoV pEYdAOL aplBUoD TapayOVTI®V, TPUYUOTOTOWONKE o ETAOYN OO TIG O
OYETIKES EMPPOEG Y10 TNV TEPALOTIKN Epevva. E1dikol 1060 amd tnv emotiun 660 Kot
a6 T Propnyoavia, KaBOPLoAY TNV ETAOYN TOV CYETIKOV ETPPOMV Kol TOV Kabopiopd
TV oplov maporiaync. Ot emAeyHEVOL TOPAYOVIES YO TNV TEPUUATIKY] SOKIUN
eaivovtor oto Zynua 34. Ot volowmol Topdyoviec pmopovv va, vrodioupebodv og
YEOUETPIKOVG TAPAYOVTES, TMAPAUETPOVS dadkociog kot empposs pétpnons. Ot
EMNTMOGES TOL LAKOV, TNG UNXovNng Kot Tov mePPAALOVIOS S TpOvVTIOL OGO TO
duvatoév mo otabepés. o mapddetypa, to dokpaotikd ostypota pe Aéilep eivan
Kataokevaopuéva and pioa maptida vVAIKoL. Ta vAwkd yia Tig e€etaldpeves d1001KaGIeS
napatiBevtar otov [livaxa 1. EmmAéov, dev mpoypappatiCoviot aAroyEc oTo Pnyovikd
KOl NAEKTPOVIKA EEAPTAILATO TOV LY OV LLOTOG.
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Zyuo 34. Emideypévol n(xpdyovrsg OV €MN pstovv mv n&:tpauarucﬁ £pguva TV

Laser Sintering [45]

Mé€B0odog

Fused Deposition Modeling | Laser Sintering

Laser Melting
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ABS-M30 PA2200

Stainless steel 316L




[Tivaxag 1. YAkd yio ) diepedivion TV S0GTAGIOAOYIK®OV ATOKAMGE®Y KT TNV
TPLEOLACTATY EKTOTMOOT)

2NV EMOUEVT EVOTNTO, OL TOPAYOVTES TOV EXNPEALOVY TEPTYPAPOVTOL LLE TEPIOCCOTEPES
Aentopépeteg. Ot Ye®UETPIKOL TOPAYOVTEG TEPLYPAPOVY TO GYNMO KOt TN WPk BEom
TV e£0pTNUATOV 0TOV OGAAIO0 KATAGKELNC. AVTOT 01 TAPAYOVTES IGYXVOLV Yo OAES TIC
e€etalopeveg dndwkaoies. o kKabe mapaidioyn Topaydviov KabopicTnKay Opto Kot
Brpota. Eneldn ol mpdteg £peuveg EMIKEVIPOVOVTOL OTIG OIUGTUCIOAOYIKEG ATOKAIGELS,
TPETEL VAL ANPOOVV VTTOYT| TEGGEPLS OLADES OLOCTACEWY - EEMTEPIKT], EGOTEPIKT, PrLLaL
kot omdotacn (Zynuo 35). Ot mpdTEC MEWPOUATIKEG EPEVVEC EMIKEVIPOVOVTIOL OE
e€MTEPIKEG OLOOTAGELG.

a) b) c) d)

) W) N =)
- Mo o T
I )
External dimension [nternal dimension Step dimension Distance dimension

Yynua 35. EEwtepikn (), ecmtepikny (b), Prjna (€) kot didotacn andotoong (d)
[45]

g auTV TNV TEPITTOOT, (o dtdoTtacn opileTan g N amdcTaon HeTa&y dvo avtifetwv
onueimv Kot o SloTAGI0AOYIKN avoyn eAEyxeTal omd o pétpnon 6vo onueiov. H
€€éTaoN TOV OlCTOCIOAOYIKAOV OMOKAMOE®V amottel Tn Jlepevvnon  dlapop®V
OVOUOOTIKAOV d1a6TAcE®MV. [0 TO GKOTO 0V TO, 01 OVOLOGTIKEG SLUGTACELS TTPOEPYOVTOL
and to DIN EN ISO 286-1. Avtd to yeppavikd mpdtomo neptypdpet to cvotnua ISO
Yo avoyn o€ ypoppkes owotdoelg kot kabopilel T1g Pocikés apyés avoymv,
anokAicemv kot tposappoydv. To DIN EN ISO 286-1 emtpénetl emiong m ocvykpion
HETOED SLOPOPETIKAV OLEPYOUCSUDY KATACKEVTG OV VITOKEIVTOL OTIC EMTEVEYLES OVOYEG
TOVG.

Av ko1 0 oplopdg etvar aveEdptntog omd T yeoUETpia, TPEMEL Vo ANEOHOVLY LITOYV
dapopeTIKEG YempueTpiec. Lopewva pe tov Adam [46], ta yeopetpikd Pacikd ototysio
yopiloviar og un, amAd Kot SuAd KopmdAio otoryeio. Avtol ot opiopol TeptypapovV
v Topadetypa Kufogdn], KuAIVOpovg Kot opaipes. Avtn 1 ta&ivounon etvor okoOmun
KOL Y10. TOV TPOGOIOPIGUO TMV  OlOGTAGIOAOYIK®OV oanokAicemv. EmmAéov, n
TOALTAOKOTNTA TNG doUNG emnpedlel ) yewueTpkn axpifeta. Ot ToALTAOKOTNTES
TOWIALOLY HETAED OMADY YEOUETPUDY TANPOVG VAIKOD, T.)Y. KUPOELON Kot TOADTAOKES
YE®OUETPIEG, T.Y. OOUEG OIKTLMOTOV TAEYUOATOG. XTO TAOUGIO TOV TPOTM®V EPELVAV,
KOTAOKELALOVTOL OTAG VAIKA Kot 1) KOUTOAQ oTotyElo.

Extog amd to oyfua tov e£aptiratog, eniong 1 xopikn 0éon tov eEaptnudtov cTov
Odhapo Kotackevng emmpedler ™ yeoperpikny okpifea. Emedn mpoxdmrovv
JSpopeTikd dtopopikd Beppokpaciog kol meployég Oeprokpaciog 6To GOUO NG
oKkovng [47], n Béon TV eEaptudtov ennpedlel ™ yeouetpiky| akpifeia oto Laser
Sintering. Emopévemg, elvan amapaitnm n ektipnon g 0éong oto eninedo x-y Kabdg
Kot otV Korevhuvon tov dEova z. Q¢ ek ToVTOL, opioTNKAY EVVEN SLAPOPETIKEG BEGELS



070 EMMEd0 X-y Kou Tpelg B€oelg katd unkog tov agova z (Zynua 33a). Zto eninedo x-
y, &xovv emideyei ) péon (M), ot t€ooepig mAevpéc (S) ko o1 téooepig axpég (E). Katd
unKog tov d&ova z ot Béoelg peta&y 0 - 200 mm, 200 - 400 mm kou 400 - 600 mm
depevvarvton oto Laser Sintering.

b 600 mm b) A

e m————

b 400 mm m——

b 200 mm

N

]13 S/ 0 mm

Iyua 36. Kabopiopéveg yopwés 0écelg yioo Laser Sintering (a) kot oynuotiky
AVATOPAOTACT TPOGAVTOMGUOD Kat katevbuvong (b) [45]

Emmiéov, n Piproypapio amodider onupacioc otov mTPOGOVATOAMGUO KoL TNV
Katelhuvon TV GUVICTOOMV OYETIKG e TG gpeaviioueveg amokAioelg [48, 49].
Enopévoc, avtol ot yempetpwol mapdyoviec mpémer emiong va AneHodv vroynm.
Yopeova pe tov Adam [46], o mpocavatolopdg opiletal mg 1 moMKr| ywvia (Sori)
petald g emedveng tov e£optNUaTog Kot tov emmédov Xx-y. [Ipoxeévov va
emtevyfel po caENg TEPLYPOPT Yo TN YOPIKN €LOLYPAUION TOV GUOTOTIKMV,
amouteiton Evag mepantéPm optopog yia v katevbuvorn. H katehBvvon kabopiletor wg
N Yovia alypuovdiov (ddir) peta&d g TpoPoins Tov EUPTNUOTOS GTO EMIMESO X~y KO
oV a&ova X (Zynua 36P) [46]. Na T1g melpapaTikég Epevveg, emAEYONKAV GuVOLAGHOT
TPOGOVOTOAICHOD Kot KOTte®OBLVONG Yoo TOLG OMOIOVE Ol OVOUOGTIKEG OlUGTAGELS
TPEXOVV TOPAAANAQ LE TOV AEoVA X-, Y-, Z, O™ paiveTal oTo Zynua 37.
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Zymua 37. Xopkn vbuypdppicn - OVopaoTIKEG S10GTAGELG KATE UNKOG TOL GEoVa X, Y
ko z [45]

EmnAéov, mpénet va AneBovv vrdyiv ot TapapeTpot TG S1odKociog Kol Ol EMPPOLS
Kkataokevng ywo to Laser Sintering, to Fused Deposition Modeling kot to Laser Melting
TPOKELEVOL Vo, ELayloTomoBobv o1 yewpetpikég amokAioels. o to Laser Sintering



eméxOnkav omd tovg Lieneke et al. [45] dapopetikd mayn oTPOUOTOS, TOPAYOVTES
oVPPIKVOONG, TLKVOTNTEG GLOKELOGING, ¥POVOL YOENG EVIOC TOL UNYOVAUOTOC,
Oepuoxpacieg Bardpov agaipeong Kot otpatnykés appofoing Ot mepapaTikég
épevveg B TPood1opicovV TNV EMIOPACT) TOVS GT YEWUETPIKN aKpifeto.

3.3.1.2.  Awepeuvvnon motdtntac UeVOdwV TpLodldoTaTn( EKTUTWONG

Ye avtd T0 KEQAAUO TOPOLGLALOVTOL TEPUUATIKEG EpevveG deENyOncav amd Tovg
Lieneke et al. [45] yw tig pnebodovg Fused Deposition Modeling (FDM), 1o Laser
Sintering ka1 to Laser Melting. Ot épevveg mpénel va mpocdiopilovv ta aitia Kot To
OTOTEAECUOTO  TOV  OOCTOCIOAOYIKGV  amokAlcewv. [ 10 okomd avtd,
KOTOOKELAGTNKOV amAd KuBidio TANpovg VAKOD pe otabepn emipdvela datoung 10
eni 10 mm ko Stapopetikég ovopaotikég dtootacels (ITivaxag 2) yia t diepgvvnon
eEnTepK®V dlooTdoemv. O OVOUAOTIKEG OUGTAGELS EVOVYPAUIICTKAY KOTA UQKOG
o0 G&ova X-, Y- kot z (Zynua 37). Méoca oTiC TPOTEG TMEPOUATIKEG EPEVVEG,
onpovpynOnkav tpia detypota yoo K4Oe ovopaoTiKy SAGTAGT, ELBVYPAUUICT Kot
Béom. Xt cuvéyeln, TpoPAETETOL Lo SLOOOYIKY OALYT TNG OUAONG SLUCTACEWDY TMV
YEQUETPIKAOV TOPAYOVIMV, TNG YEMUETPIOG KoL TNG TOAVTAOKOTNTOS TG OOUNG.

Ovouaotikn didetoon [mm]
3 |6 10 |18 |30 [50 |80 [120 [180 |250 | 315 [ 400 | 500
[Mivakag 2. Ovopaotikég dtaotdoelg mov mpoépyoviot ard to DIN EN ISO 286-1

Mo va xotootelt dvvot] 1 OHOWOHOPET KOl ETOVOAYIUN  domioTmon ToV
enpavilopevov anokiicemv, dnuovpyndnke po pébodog pétpnone. H mpaypotikn
dldotaon HETpLETol amd £vo UIKPOUETPO WE OTOT KaoTaviag. To Opyavo pétpnong
ovpemvel pe to yeppovikd tpodtumo DIN 863-1 ko €xetr axpifera 0,01 mm. Xe avtyv
TNV TEPIMTMOOT, KATAYPAPOVTOL SYDVIO TPELG TOTIKEG HETPNOELS OV0 onueimv 6T
dxpa Tov delypartog dokiung (Zynua 38a). H 0éon tov onpeiov pétpnong kabopiomke
v KaBe VOVYPAUUIOT DOTE VO EMTPEMEL TNV EXOVOANYILOTNTO TNG HETPNONG. ATO
OUTEG TIC UETPOVUEVES TIUEG, MOl YEVIKELUEVT OldotacT a&loloysitor g PEYLOTN
dudotaon Yo eEmtepikn odotaon ke detypatog (Zynquo 38B). Metd amd avtd to
fnuo, M Ol0oTAGIOAOYIKY amOKAlon vmoloyiletoar ¢ 1M Swweopd  petad g
TPOLYLOTIKTG TOYKOOUL0G O1A0GTOGNG KO TG OVOUOGTIKTG S1UGTAOTG.
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Symuo 38. Métpnon derypdtov dokiung - Tomikég petprioeic 600 onueiov (a) Kot
a&roroynuévn yevikeouévn (global) didotoon (b) [45]



Ta dokipa KaTaoKeELAGTNKAV e 6TOOEPES TUMIKEG TAPAUETPOVG OLUOTKAGING, Ol OTTOIES
didovTan amd Tovg KOTAGKEVAOTES unyovnuatov. Ot oplokég cuvOnKeg paivovial 6Tov
ITivaxo. 3. To deiypota dokiunc amd to Laser Sintering oéyOnkav emeepyacia
(blasting) petd v katackevn yo vo. agoipedel n un Mopévn okovn. To blasting
npaypoatoromOnke pe mieon 4,0 bar ko amoéctacn mepimov 300 mm petad TOL
aKpoPLGiov Kot Tov detyporog. H didpkeia tov blasting tav 300 devtepdrenta. ‘Evog
TAELPIKOS KOPTNG 0paipeSE TO 6TEPEd VAIKO otnpiEng ota FDM kot LM pnyavikd 6o
10 dvVaTOHV TEPLGGATEPO.

Boundary condition | FDM (Insight 9.1) | LS (PPP Balance) | LM (Standard)
Machine Fortus 400mc EOSINT P396 SLM 280HL
Material ABS-M30 PA2200 Stainless steel 316L
Layer thickness 0.178 mm 0.120 mm 0.050 mm
Shrinkage factors 0.55/0.55/059% | 3.2/3.2/2.2-1.6 % | 0.223/ 0.223/ 0.223
(xlylz) %

[Tivakag 3. Oprakég cuvOnkeg katd v katackevn yio FDM, LS xoun LM

Ta dwypappota oto Zynpo 39 delyvouy ) dtakvUAVeN TG LEGNS TYUNG GE GLVOVLOUGUO
pe ™ Tomkn omdkAon mov e€apTdtonl OmO TNV OVOUOGTIKN dlIoTOGT KOl TNV
evbuypapon yo tig e€etalopeveg dadikaciec. Ta amotedéspota sivol katd HEco 6po
o€ oyéomn pe 11§ Boeig mov gpevvnOnkav. Ocov apopd Tic eppoviiopeves anokAicelg,
elvar onuoavtikd vo 600sl mpocoyr| oTIc JPOPETIKEG KApoKeg AEova Yo TIG
e€etalopeveg dradkaoies.

o ™ owdwacia FDM, kabictator mpogovég Ott Olo tar dsiypoto SOKIUNG
TaPOVGIALOVV SLUCTAGELG LEYAAVTEPES OO TIG OVOUACTIKEG OVEEAPTNTA A0 TN YMOPIKN
TOVG evBLYpAIoT. XTOV AEova X, 1 BeTIKN amdKMON TPOKVTTEL LE TNV oOENGN NG
OVOUOOTIKNG Oldotaong. Xe avtiBeon pe avtd, n Oetikr] andkiion otov dEova y
pewwvetat. Ta detypata dokiung, ta onoia evbuypappilovtor katd unKog tov déova z,
delyvouv [o akavOvioTn KAUTOAN GVAAOYO LLE TNV OVOLACTIKY S1AGTACT).

Y10 Laser Sintering, moapatnpnOnkav peyoddtepec TIWEG YO HIKPEG OVOUOGTIKES
dwotdoelg aveEdptnta amd TN Yopiky evbuvypdupion. Oleg ot gvBuypappicetc
delyvouv o @Bivovca S106TAGIOAOYIKY] OOKAION HE OLEAVOUEVT] OVOUOGTIKY|
dwaotaon. H péon andxiion tov delypatog dokiung pe ovopaotikn dwotaon 80,0 mm
elval apvnTiKn. Xe avtnv TV TePinTmon, mapatnpeiton LeydAn Tomikny omdkAon yuo
11 ovopaotikég olaotacelg 50,0 ko 80,0 mm. Avt n HEYAAN TLMIKN OTOKAION
TpoKaAeiton amd TV 1oyvp1 Enidpacn Eong Twv cuvinyuévav pe Aéilep eEaptnudtov.
Avt 1 emppon yiveron eppovng oto Zynuoa 40. [pénet va AneBodv voyy ko dALES
EMPPOES Y1 vaL dtkaloAoynBei 1 epedvion arokAicewv. o mapaderypa, ot mopdyovTes
ocvppikvoong €xovv TePEOTIO. oNUOCIC OTLS OlOGTAUGIOAOYIKEG OMOKAIGES TOL
Kataypaeovtat. Avtoi ot mapdyovreg kKabopifovtar cuvnOmg yia pio. LEGT OVOUAGTIKY
dwotaon [50] ko pmopovv emiong vo gvBivovtar yuo TG OeTikég Kot apvnTIKEG
ATOKMGELS TTOV ££0PTAOVTOL OTO TNV OVOLOGTIKY|] O146TOGN.

Ta detypoto and to Laser Sintering otov d&ova X deiyvouV HKPEG AmOKAMGELS. XTOV
a&ova y gppaviCouv pa otabepn Betikn andxkiion mepimov 0,15 mm. Xtov d&ova z
delyvouv peydin Oetikn amokAion mepimov 0,7 mm. To vroieippoata otpiEng otig
TEPLOYEG  UETPNOMNG  TPOKOAOVV  Kupiwg owtd Tto vrepPoikd péyebog otov



TPocavotoAlouo z. EmmAéov, To Aovtpd TENg dietedvel fabitepa Tov EVOC GTPOUATOG
OTNV GKOVI TOL DAKOD ONUIOVPYDVTOS VO EVOIAUECO CTPOLLOL LETAED TOV GTPOUATOV.
Amo ™ pio TAeVpA oVTO Elval YPNGIUO YL TAL TEPICCOTEPH CTPAOUAT ETGL MOTE VO
dtcpariletor €vag 0eordg HETOED TOV TPAYUOTIKOV CTPOUOTOS TUNUOTOS KOl TOL
OTPMUATOC TAPOUKAT®. ATO TNV AAAN TAELPA, TO TPDTO GTPMOUA OEV £XEL AALO CTPOLLQ
TOPUKATO, £T61 TO AOVTPO TNENG decUeDEL AmPOGOIOPLoTO GMUATIOW oKOvNG. Me
aVTOV TOV TPOTO TPOKHTTOLY LITEPUEYEDN amoTteléopata [46].

Fused Deposition Modeling Laser Sintering Laser Melting
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Zyua 36. Méoeg Tyuéc amokAicemv o€ oyEon LE TNV EMAEYUEVT] OVOLOGTIKY O100TAGT
Ko vBuypdppion twv dokipiwv [45]

Onwg &xel NN avaeepbei, 1 Béon TV derypdtov dokung Exel peydin emidpacn ot
YEOUETPIKN axpifeta. Xe avtd 1o mhaiclo, epevviOnkay evvéa dtapopeTikég BEoelg
(Zynua 36) oto eminedo x-y. H mpdtn mepopatiky Sokiun mpaypotomomonke og
0éoerg z peta&d 0,0 mm ko 200,0 mm ywoo Laser Sintering. To amoteAéopota
napovotdlovion oto Zynua 40. Elvar mpopavég 0t 1) emtheyuévn 0éom ennpedlel v
duoTactoroyikn amdkion. Qotdco, dev gival EPPOVAG KOpio CaQNE KOVOVIKOTNTO
uetad 0o kot andkiiong. Avtd cupPadiCer pe ta anoteléopata tov Adam [46]. Ta
OmOTEAECUATO Yo TNV €LOVLYPAUIION Z OgiyvouV UId YOPOUKTNPLOTIKY] OKOVOVIGTN
KOUTOAN. AULTéG Ol KOUTOAEG TpokaAOUVTOL OO TNV OvAALGYT JOPOPETIKMOV
OVOLOCTIKAV OGTACEWMY KATA UMKog Tov dEova z. Edikd, ot ovouaotikég d106Tdoels,
oV dgv elval TOAATAAGIO TOL TTAYOVS TOV GTPMUATOS, TEPIAAUPAVOVY UEYOAVTEPES
amokAioels. ['evikd, n pecaia Béon (Zymua 36) deiyvel v KOAOTEPT HECT] YEOUETPIKY|
axpipeta.
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Zyua 40. Méon amdrhion dlooTtdce@v o€ oxéon pe v vbuypdupon, T Béon Kot v
OVOUOOTIKY d1doToon TV derypdtov dokiunc [45]



O 0ebtepog 0TdYOG eivar M O1EPEHYNON TOV TOPAUETPOV TOV UNYOVIHOTOS KOl TV
EMPPOAV NG KaTaokeLNG. [a mapddetypo, n 6¢on oto eninedo X-y depevvnOnke pe
o puntpa Aemtopepots Bécewv (Zynua 4la) yio tov mpocsdlopiopd e Enidpaong
SPOPETIKOV TEPLOY DOV BEPLOKPACING 6TO EMIMESO X-Y COLPMOVA LLE TIC TPOKVTTOVGES
amokAioglg. Méoa o610 enimedo X-y, korackevdomkav 224 xofor (Zynua 41c) pe
ovopaotikn otdotaon 10 x 10 x 10 mm og tpeig dapopetikég BEcelg-z Kovid 6TV
TAoTEOpHO KaTaokeung (Zynua 41a / B). H mepapatikny épevva mpaypoatomomonke oe
éva EOSINT P396 pe t1g id1eg oplaxég ouvinkeg mov avaeépovral otov [ivaka 3.
Metd TV KaTtaoKeLY], LETPNONKE 1N TPOUYUATIKY YEVIKELUEVN O1doTacT KAOe KOPov
KaTé uMKog Tov dEova X-, y Kot Z e £vol LIKPOUETPO.

a) b) ©)
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y-positiong
123456789101112131415
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123456789101112131415
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Zyua 41. Anpovpyia didtaéng epyaciog yio ) diepedvnon g enidpacng BEong o
yeopetpikn axpifeta pe kOPovg (¢) - eminedo x-y pe 15 Béoeic yio kabe dEova (a) ko
tpeig Oéoeig z (b) [45]

Ta oamotedécpata yio TG Swpopetikéc 0éoelc @aivovtar oto Zynua 42. Ta
Sy pAppaTO TOPoLStalovy TV Tpaypatikny dtdotaocn yia Tig 15 Oempodueveg Béoeic
omv evBuypaupion x kot y. Epeaviletor 0Tt ot d100TOCI0A0YIKEG OMOKAIGELS
av&avovTal 6TIC 0pLaKEG TEPLOYES KATA UNKOG Tov agova X. EEaipécelc amoteAohv ot
0éoeig 1 kar 15, o1 omoieg deiyvouv amdToun peimon TG TPAYUATIKNG d1doTaoNS o8
oLYKPLON UE TIC TOPOKEIIEVEG BETELS TOVG. QQ0TOGO, TPEMEL va onuelwbel 6TL o1 Béaelg
1 ko 15 givon KOvTa oTIg AKpeS Kot TIg TAEVPEG. MOVO 01 TPAYUATIKEG O1UGTACELS KOTA
unKog tov a&ova z emnpedlovtat amod Tig SapopeTikés Oéoelg z. Avtibeta, 1 0éon-z 6to
e€etalopevo evpog dev ep@avifel ONUOVTIKN ETIOPACT] GTNV TPAYUOTIKY 1OCTOCT TNG
evBuypapong x kot y. Aappdvovtag vroyn tig Bécelg z, mpénet va onueiwdet 4t ot
0éoelg z dev etvan emapkeic emedn to delypato doKWNG KATOoKELALOVTOV GTNV
GLVOPLOKN TEPOYN] TOL AEova z. Xe OAAeg Oéoeic-z, eivar duvatn OLPOPETIKN
ocouneprpopd. Ta amotedéopoto Kotd pUnkog tov Bécewv X vroypappilovv OtL
eupaviCovror otabepéc amokiioelg peta&h towv Béocwv 5 ko 11. Ta arotedéopata
Katé pnKog tev Bécewmv y Ogiyvouv ehapp®dg oavEavoueveg OmOKAICES oTNV
evbuypauon x kot y pe v ovéavopevn 0éon xotd pnikog tov d&ova y. Ot
TPOYUATIKEG SLOGTAGELS 6TV VBVYpAUoN Z emnpedlovtal amd T 0Eom kAT PWNKOG
0V GEova z dmwg meplypapeTat Kot Yo Tig Béoeig X. Edd, yivetar mpopavég otL ot
TPAYUATIKEG dtaoTdoelg av&dvovtal étav 1 0éomn z avédveton ota eetalopeva dpia.
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Zyua 42, Tpoypotikég S100TAGELS X-, Y- KOl Z TOV KOTOCKEVAGUEVOV KOPmV Gg oyéon
e ™ Béomn Tovg 670 EMiMEdO X-y KO KATd piKog Tov dEova. z [45]

Ievikd, ta amoteléopato KOTAOEIKVOOLV 0L OHOLOYEVN] TEPLOYN OYETIKA pe TNV
TPOYUATIKY dtdotaon petald g Béong 5 kot 11 oty katevBuvon x ko petad g
0éong 3 kot 10 oty koatevbuvon y, n omoion mMOAvOS oyetileTor pe TO TPOEPIA
Oepuokpacioag oto eminedo x-y [51]. H «aBopiouévn mepoyn Oo mpémer va
YPNOUYLOTOIEITOL Y10l TOV EVIOMIGUO GAL®V EMAEYUEVOV EMOPACEDV TNG OAOTKOGTOG
ot yeopetpky] axpifeia. Avt n Swdwkacio emrpémer v e€ftaon  GAAw@V
TapayOVTOV JEPYOCiag Kot EMPPODYV GTNV KATAGKELN XWPIg HeydAn emidpacr otV
emAeypévn 0éon.

3.3.1.3.  Suykpion ue ouuBatikeéc uedodouc mapaywyric

Ta amotedéopota mov mapovcidlovior oto Zynua 39 ypnoyomomdnkav yio v
ToEWVOUNOT TOV JAdIKAGIHV TPLedIdcTaTnG EKTHTMONG oTIS Katnyopiec ISO Tolerance
(IT), ot onoieg opilovrar 6to DIN EN ISO 286-1 (ITivakag 4) Ot avoyég ISO opiCovv
10 péyebog avoyng kot  B€om g {dvng avoyng o oyéon pe ) undevikn ypouun. To
péyebog TV avoy®dv avTimpoo®neveTol omd Tovg opBpovg IT (1... 18) kot ) 6€om g
Covng avoyng pe JSwpopetikd yphupata (A... ZC). Ot vyniotepeg TES
OVTITPOCHOTEVOVY O UEYAAES AMOKAIGELS. AVTO TO GUGTNUA EMITPEMEL T GLYKPLON
petalld TV VE®OV Kol TOV KoOEpOUEVOV JOOIKAGIOV TOPaY®YNS 0CmV 0popd Tig
emred&peg avoyés Tovg. Méow g tagivounong, kabioctatot cagpéc 6TL 1 TPLeo1doToTn
exTOT®OoT pmopel va dnAwBel vtd Tig e€eTaldpeveg opraxéc cuvOnkeg pe kKAdoeig IT 11
€wg 16. Ot e€etaldpeves dL0OIKOGIEC TPIGOIACTATNG EKTUTMONG EMLTVYYAVOVY OVOYES
TOPOUOLEG HE TN XOTEVLOT), TN GELPNAATNOT, TN SWUTPNON KOl TNV OPAIPEST VAIKOV
uéow cutting. Ipénet va onuelwbei 611 o1 Tapdywyeg avoyéc emnpedlovrat Kupimg and
T YOPIKY EVOVYPAUUIOT TOV SElYIATOG OOKIUNG. ZOUPMVO LE CVTH TPOEKVYAV KOl Ol
avoyég mov mapovotdlovtar otov Ilivoka 4. Ta desiypota amd dadikacieg mov



ovumeptlaupovoy ™én péocm Aélep, oty evbuypdupion z delyvouv Wiaitepa VYNALG
OMOKAICELS AOY®D TOV LIOAEWWUATOV GTAPLENG Kot Tov AoLTPoL THENG, TO Omoio
delodvet fabitepa amd 10 TAYOS EVOS GTPAOUATOS LEGO GTO KOVIiaUA, OTMG EmaOnKe
Kot Tponyovpéveg [46]. Avtd amewoviletor amd tig khdcelg IT 15 kor 16 yuo v
evBuypauon z oto Laser Melting (Ilivaxag 4). Qot6c0, 10 VAKO oTNPIENG ivan
amopoitnto av Kot TpokaAel vynAn TpoyvInTa otnv emedvela. IIpokeévon va
KOVOTTOMBOLV Ol OOUTNOELS Y10, AELTOVPYIKEG TePloyés, Oa mpémel va mpoPAepdel
LLETAYEVESTEPT KATEPYAGTO QVTMOV TOV TEPLOY®V Yo e€aptnpota e tEN Aélep.

Process IT-Classes (DIN EN ISO 286-1)
5 6 7 8 9 10 11 12 13 14 15 16

Casting

Sintering

Drop forging
Precision forging
Cold extrusion
Milling

Cutting

Turning

Drilling

Face milling
Planing

Stripping

Circular grinding
Additive manufact.
FDM o [ 7 7

LS

LM
[Tivaxog 4. Etiokémnon tov KAAcemv akpiPeiog yio S10popeg S1ad1kacies KOTUOKEVNG
ocOupmva pe tov Fritz [52]

3.3.2. Alepevvnon OlaoTACLOAOYIKWY avoxwV HeBOdwV Tplodlaotatng
EKTUTIWONG OTNV TTApAywyr 080VIWTWY TPOXWV

2T0vV TOMED NG TOPOYWYNG 000VIMTMV TPOYDV YPNCLLOTODVTIONS CLYKEKPIUEVEG
neBdd0vg TPIGdIdeTATNG EKTHTMONC, 1| VITAPYoLVGa PiAtoypagia deiyvel OTL N KAAON
IT 10 givor dVGKOAO VO TPOGEYYIGTEL YPTCILOTOUDVTOG TNV VIAPYOVCO. TEXVOLOYia
TPIGOAGTATNG €KTUT®OONG [53], emopévmg M TPLodAcTOTN EKTOTOOT 0S0VIMTMV
TPOYOV Umopel va epappoctel, Otav 1 amotovpevn akpifeta dev yperdletarl va givat
kot amd ISO Tolerance 10 kou n emtpenduevn Oepuokpacio kot avtoyn eivol
devtepevovoag onuaciag [54]. H mepapotikn épguva mov &yl mpaypatonon0ei péypt
ONUEPA OTOV TOUEN TNG OlEPEHVNONG NG OUGTAGIOAOYIKNG OKPIPEDg 0d0VIMTMV
TPOYOV HE HEBOBOVE TPIGOAGTATNG EKTVTTMONG £ivol TEPLOPIGUEVT Kot TTapaTifeTon
OVOAVTIKA TAPOKAT.

Ot Kotlinski et al. [56] a&loAdynoav v akpifelo Tov TAAGTIKOV Ypavalldv amd Tig
uebodovg Multi Jet Modeling (MIM) ko Selective Laser Sintering (SLS). ITwo
OLYKEKPIUEVA, GTOYOG TNG £pELVOG NTaV va eKTIUNOel 1 axpifela TV 0d0VIOTOV TOL



Eyvav e pHebddovg TPIodACTATNG EKTUIMONG GE OYXE0M UE TNV axpifela Tov 01wV
YOAOBIVOV TPOY®V TOV KATACKELAGTNKAY LE unyovikn katepyacio. Ta CAD povtéla
TOV 000VIMTMV TPOYMV, OTOPOITNTO Yoo TN YPNOYN TEXVOAOYIOG TPLOOLACTATNG
EKTUT®ONG, Onovpynonkav pe Pdaon yoaAvpotvo ypavall ypNOUYLOTOLOVINS TNV
TEYVIKN avTioTpoPne unyovikne. Omnwg mpoavagépdnke, To TAACTIKE ypovalio
extummdnkav pe 6vo pebodoovg 3D Printing: Selective Laser Sintering (SLS) ko Multi
Jet Modeling (MJM) andé mTAaoTIKG TOL ¥PNCYLOTOLOVVTOL G aVTEG TIg nebddovg. H
YEOUETPIOL TOV TPOYDOV UETPNONKE YPNOIUOTOUDVTOG IO PNYOVY  HETPNONG
ovvtetaypévov (CMM). T tov mpocdiopiopd g akpifelog KaTaoKEVNG, EXOVV
ypnoomom el o1 KAAGELS akpiPelog yio TIG YEMUETPIKES TAPAUETPOVG TOV 0OOVTOTOV
tpoyov. [Ipoékvye 6TL N akpifela Katackevng Kat yuo Tic dvo pebddovg Texvoroyiog
TPIGOLAGTATNG EKTOTMOONG Elval TapOUOLo dALL YEPOTEPN OO O, TL Y10 TIC KAUGIKES
nefdd0vg mapaymyns 0doviwtdv Tpoy®v. Ta Anebévta amoteAéopata g akpifelag
TV ypoavalliov mov &yvav pe T peboddovg SLS kot MIM avtiotoryobv og kAdon
axpiferog IT12.

Ot Masovi¢ et al. [58] avélvoav v emidpoorn ¢ KotevBuveng evamdbeong vAKoD
OTIC YEOUETPKEG OvVOYEG TV  000vVIOTOV TpoYdv. Ot odovimtol Tpoyol
KOTOOKELAGTNKOY Ypnotpomoidvtos t owdikacic FDM. Koatackevdomkav éva
ypavalt moivapdiov (PA) kot 600 ABS. Eva and ta ypavalio ABS katackevdotnke
o€ KotakOpuen kol 10 QAo oe opldvtia Béom, evd 10 ypavdlt amd PA
KOTAoKELAGTNKE 6€ opllovTia BEom (Zynpata 43-44). Ot anokAoelc TpocdtopicTKaY
YPNOUOTOIDVTOS TOGO TOV TUTO EMOPNG OGO KOl TO, OMTIKA Opyava pétpnong. Ta
amoTEAECUOTO E0E1EOV TIG UEYOADTEPES OMOKAICEL GTO TTAYOC TV SOVILMV Kol GTO
TAGTOC TOL YOPOL TO®V SOVIIOV HETAED OA®V TV Tpoy®V. Ot KaAHTEPEG 1O1OTNTEG
o ThoEMV ETTVYYAVOVTOL GTOV 000vIMTO Tpoyod and ABS tumopévo ce oplloviia
Béom, av Kot Kavévag Tpoyds dev pmopovoe va arodobel oe pia katnyopio IT.

Zyua 43. Odovimtoc tpoxds amd ABS turmpévog opllovtia (aplotepd), 060vimwTog
tpoy6s and ABS tumopévog kataxdpveo (KEVTpo) Kot 000vIMTOS Tpoyog amd PA
Tonopévog opiidvrio (de&id) [58]



Zynua 44. Teopetpikéc amokAioelg 0dovimtod tpoyov amd PA [58]

Ot Berger ka1 Maule [55] diepedvnoay Tic duvatdTNTEG KATAOKELNG TOYVTOTO VEDV
TOAVUEPDY 0SOVIMOTOV TPOYDOV VYNANG Helwong pe YopunAd k6GTOoG, Ta 0moio Lropohv
Vo ¥PNOILOTOMOoVV Yo TOPASELYHO GE OVOOLOUOPPDOCILO GLGTHUATO YEPLGHOD
(handling systems). AmédeiEav 011 1 Kotookev mpochetwv pe otepeoiifoypapia
umopel va emroyhvel ONUOVTIKA TN SlodIKAoIo KOTOOKEVTG 000VTIWTAOV Tpoymv. H
opikpvvon twv harmonic drives kot cycloid drives propei va tpaypotomomOei evkoia
KoL e YapnAd K0010G¢, aALd mepropiletal amd v akpifela TG unyavng mov emmpealet
Kot v oxkpifeln Tov TEMKOV Tpoidvtog. Ilapd v epapuoyn &vog Ppodyov
BedtioTomoinong, o 6tdyog g enitevéng g kKAdong IT 8 dev umodpeoe va emitevydet,
®wotd6c0 M KAGon IT 10 1 onola emtedybnke eivon Oetikd amotédeopa, KaOdS eivat To
pOTLTTO Yo TAOoTIKG Ypavalia pe injection molding. BéBata, ta kolovmia injection
molding e&omMopéva pe Tpodcbetovg aodntipeg Bepuokpaciog kot mieong exttpénovy
TNV KATOOKELT] TAACTIKGV Ypavalldv og abud avoyng éog IT6.

Ot Pisula et al. [60] pmdpecav vo mpoodopicovv v akpifeia ¢ yempetpiog
000VTOTOV TPOYDV oV mapnydnoav pécw DMLS (Direct Metal Laser Sintering) kot
O&yOnKov amoTEPATIKY KOTEPYAoiO HUE OQQAPETIKO @wvipiopo. A&ohdyncav v
TOPOLOPPMOT YL TO HOVTEAN QOKIUNG TOV KOTOGKELAGTNKAY YPTCLOTOUDVTOG TN
uébodo ¢ mpodcbetng vAng (additive method), pali pe v enidpaon ¢ peta-
enefepyaciag, €W0KE OGOV APOPA TIC YEOUETPIKEG OMOKMOELS KOl TNV TOPOLGIN
ovppikveong mov emnpedlel T0 TOGO TOL EMTPETOUEVOL OPIOL TTOL ATOUTEITOL GTN
omoTN aQAPETIKN Oladtkacia Kataokevnc. H yeopetpio tov poviédov enaindevtnke
amd 1o aveénago ontikd cvotnua ATOS II Triple Scan kot piior €101kn pnyovi HETPNoNG
ocvvtetaypévov P40 and v Klingelnberg Ot avalvoeig anokdAvyay 61t To meptfdplo
unyavikng katepyaciog 0,4 mm 6to HovTELO SOKIUNG KATEGTNGE dLVATN TNV ATOKTNON
axpipelag toyvnTag kKAdong 8 cupemva pe To DIN 3962 6tav ta dtdkeva Lpeta&d twv
JOVTIMV KOTEPYAGTNKOV YpNCIHLOToImVTaS £va un e&edikevpévo epyaieio (epyareio
opélog). Xta Zynpata 45-48 gaivetar o 0d0vImTOG TPOYXOS TOL TTOPdYONKE LETA TOL
dpopa otdda Katepyosiog. 1o Zynua 49 eaiveror n S10KOUOVOT TOV ATOKAMGE®V
TOV 030VTMTOV TPOYOoV Yo dtdpopa emineda meplBwpiov mov dokipdoTnkay. Opoing,
ot Lin et al. [57] ypnowomoincav DMLS vy vo eEowovounocovv vAkd Kot
npaypatoroincav dgvtepevovsa dtadtkacio CNC emttuyydvovtag KoAN EUTAOKN Kot
vynAn akpifeta yio 1o (VYOG LETOTIKMY 000VIWTOV TPOYDV.



Zyua 45. Odovimtog tpoyds mov katackevdotnke pe ™ pEBodo DMLS apéomg
HeTd v KoTtookevn Tov [60]

Zymua 46. Odovimtog TpoyOS oL Kotaokevdotnke e T nébodo DMLS petd v
apaipgon Tov dopdv otipiéng [60]



Zymua 47. Odovimtog TpoYOC OV KATAGKELASTNKE e TN uéBodo DMLS petd ™
dwadikacio oppoBorrng [60]

Zyua 48. Odovimtog Tpoydg mov KoTaokevdotnke pe T néBodo DMLS petd v
QTOTEPATIKT UNYOVOVPYIKN KoTepyaoio [60]



a)

0.06

0.04

c)

“0.04

Zymua 49. Xapteg andxkiiong axpifetog yio to ypavall mov Kataokevalovtol 1e pio
oLYKEKPEV (DVI BVOYNG TOL TAPAYETOL LUE OVOPOPE GTO OVOUOOTIKO LLOVTELO: A)
nep1fdpio 0,4 mm. b) nepOdpro 0,3 mm - ¢) nepOdpro 0,2 mm - d) wepdmpro 0,1
mm. [60]

INa va ovykpivet Tig dStagopetikég pebddovg AM oo 1010 onpueio avapopds, o Budzik
[1] mpayupotomoince pa cvykprrikn pedétn peta&d tng Layer jetting of liquid
photopolymer (Jetting Systems —JS), tng Three-Dimensional Printing (3DP), tng SLS,
¢ SLA xot g FDM. H vyniotepn akpifela mapovoidotnke and to povrédo SLA,
axolovBovpevo amd to FDM. Meyahdtepa ocpdipata tpo@il petpndnkav og ypoavalio
Kataokevaopuéva omd JS kar SLS, evd to 3DP frav n Arydtepo axpipng pébodoc. Ta
anoteAéopata Tapovostdlovtar otov [ivaka 5.

A/A Mé£B000¢ exTOTOONG Axpifela ektommong

1 SLA (SL5170 material)




2 FDM (ABS material)

3 JS—PolyJet (Vero material)

4 SLS (PA 2200 material)

3DP (ZP131 + Z-Max
Epoxy material)

[Tivakag 5. Zuykpion akpifelog S10@opeTikdv nefddmv Tp1oddcTaTNG EKTVTMOONG
(otoryeio amd [1])

Ot Michal et al. [59] gpdappocav ™ pébodo DLP yio va cvykpivouv 1o eninedo
axpifelog €vog 000VIMTOL TPOYOD TOL KOTOUCKEVALETOL HE TPELS OLOLPOPETIKOVG
TPOCAVOTOAGHOVG EKTOT®ONG, 0, 45 kot 90 Babpovg. Ta anoteAéopota £deEay 0TI N
KaAOTEPN aKpiPeta emitevyONKe OTAV 1) EKTHTWGON £YIVE GE TPOGAVATOMGLO 45 HOPDV.
Ot1Pohitetal. [61] kotaokevacay TAacTtikd Ypavalia pe pefddovg FDM. Ot draotdoelg
AVTAOV TOV TPUYUATIKOV GTEPEDY HOVTEA®V GUYKPIONKAY e Ta EiKoVIKA Ypavalla o
neppdArov CAD. TTapotnpnOnke 0Tt 01 S1UGTACELS TV TPOY®V Toiplalov opKETA e
T1G 10AVIKES TOVG TIES TOV AAUPAVOVTOL atd TO AOYIGHIKO.



4. XUteuon BepuomAaoTikoU UALkoUu umo Tieon (Injection
Molding)

Ot moAvpepikol 060vImMTOl TPOYOl £X0VV TOAAG TAEOVEKTUATO GE GYECT WE TOVG
TOPAS0GLOKOVS HETOAALIKOVG, OTTMOC UIKPOTEPO PAPOc, KaAvTepn gveMio GYEOIAGLLOV
Kot BeATiopévn kavotnta amoppoenong Kpadacudv kot dovicemv. EmumAéov,
napdyovial €0kolo o€ KaAoOma £yyvong Bepupomlaoctikov vrd mieon (injection
molding) kot cvvendc umopodv vo mapayxfovv palikd pe younAd KOGTOC Kol OF
peydaovg apBuovg. Qotdco, oNUOVTIK TPOGKANGCT] amoTeAel 0 OYEOIOUOG TV
KOTOTOU®OV TOV TPOYOV (OCTE va. avtiotaduiletal 11 cvppikvmorn mov veictotol o
TPOYOG KOTA TNV OlodKacion TG YOTEVONG £T61 MOTE TO TEMKO TEUA)O0 Vo €lval
JOTATIKA ATOdEKTO.

O Tsai oty perétn tov [64] mpoteivel pia oAyePfpikry uéBodo VITOAOYIGUOD TOV
KATAAANAOL pEYEHOVE TOL KOAOLTTLOV EVOG 060VIMTOL TPOYOV LE BACT TOV TPOYUATIKO
pLOUO GLPPIKVOENG TOL TOALIEPOVG VAIKOV puOuilovtag otadiakd TV Yovia KAiong
(rake angle) tov komtikoV gpyodreiov oty KatdAANAN (ZyAua 50). Ta arotelécpata
emPefardvouv 6Tt 1 TPOTEWOUEVT] LEBODOG TOPEYEL L0 OMOTEAECUOTIKY TEXVIKT YO
NV ovTIeTAO I TOL PLOLOL GLPPTKVMOCTG TOV TAUCTIKOV YPaVAlIDV.

Rake angle ——"~

Zynua 50: Kontikd epyaieio (hob) kokovmiod pe apvntikn yovia khiong (rake angle)



Amotédeopa TG HEAETNG elvar 1 aEnom TG eveMElog TG SLodOIKOGTOG KOTOAGKELG E
™V TOPAAANAN Leimon Tov KOoTovG. EmumAéov, n mpotevouevn néBodog viomoteital
eOKoAOL e ¥PNON AOYIGHIKOV Kol £€T01 TOPEYEL Mo, POAKY TAATEOPUO Yo TOV
OVTOUOTOTOMNUEVO GYESIAGHIO TAAGTIKOV KOAOVLTLOY 030VIMTMOV TPOYDV.

Ot Luscher kotw Houser [66] pelétnoav Tig GNUAVTIKOTEPEG TOPAUETPOVG OVTHG TNG
KOTEPYAOING, Ol OTMOIEG EKTOG TOV 1010V TOV LAKOV 0pOopovV TNV Béon TV onueiov
£yYuong oTo0 KAAOVUTL Kol TNV TESN, MG TPOG TOV OVIIKTUTO TOLG GTNV OLOGTOTIKN
axKpifelo TOL TOPAYOUEVOL 000VIMTOL TPOYOV, EAEYYOVIOG GE OVTOV TO GOAALLO
petadoong (transmission error), Tic anokAoELS TNG EMPAVELNG TOV 00OVI®MV KOTH TNV
devbvuvon tov mhdtovg Twv (lead error) kat to runout. Awmet®dnke 6t o1 0éon TV
OTMV OTO KOAOUTL €Yl HEYAAN €MOPOCT] OTNV ETAVOANYIULOTNTO TOV TOPOTAVED
CQOAUATOV GTOV TPOYO OV Kot 0V EXNPEALEL TO HEYLOTN TIUT TOVG, EVA LE ODENCT TNG
nieong ehatt@vovTon OAa To eEeTalOpEVa YEOUETPIKE GOAANATO.

Ot Williams «xou Kleiss [65] digpgvvnoav v emidpacn mov €xel 1 mpocOnkn
Mravtikov, 6nwg PTFE, oty veiotduevn cuppikvoon tov tpoy®v Katd tnv y0Tevon
KOl GUVETMG TNV TOOTNTA TOVG. ATO TNV épguva Toug Kabiotatar Eekdbapo OTL N
TPOGONKN MITOVTIKOU GE TOAVUEPIKOVS TPOYOVGS, LE EVIGYVGELS 1] YOPIG, LELDVEL TNV
ovppikveon pHe omotéAecpo Evav  HEYOADTEPO 000VIMTO TPOYO VYNAOTEPNG
dtooTactoAoyIknG akpifelag Aappdvovtag v’ OYV SOTACELS OTT®MG TO Ppa TV
006VT®OV, TO TAYXOC TOVG KOl TIS OOUETPOLS TOOOC Kol KEPUANG OAAG Kot
YOPOKTNPLOTIKE GOUTAEENC O™ 1) AmOKALON Ao TNV EMBLUNTY XEPT KOTATOUMY.

Ot evioyvpévol molvpepikoi odovimtoi Tpoyoi mov mapdyovton pe injection molding
YPNOLOTO0VVTOL GE TOAAESG EQPAPLOYES PeTdOOoNS 1oyvOg Kot kKivnong. TIpokeévou
vo 0levpuvlhel M ypPNoN EVICYLUEVOV TOAVUEPDOV CE UETAOOGELS Kiviiomg VLWIMANG
axpiPeiog kot youniod BopvPov, M TOWOTNTO TV YVTELUEVOV TPOYDV TPEMEL VO
avéndel. Agdopévov 01t M modtnTa. ToLv TPOYoL emmpedleTonl oNUAVTIKE amd TN
CLUTEPLPOPE GLPPTKVMOOTG TOV LAKOD, €ivar adnpLTn 1 AVAYKT TG KOTAVONoNG TNG
EMIOPAUONG TOL TPOGUVATOAGHOV TMV VAV GTI| GLUPPIKVMOCT] TOL TEUAYIOV Kol MG €K
TOVTOV 6TNV TOLOTNTO, TOV. 10, VoL To meTvyoLvV awtod ot Senthilvelan ko Gnanamoorthy
[63] yOtevoav un evioyLUEVOLS 080VTWTOVG TPOYOVG LE EVOEIC LETOTIKOVG 00OVTEG OO
Nylon 6/6 kot evicyvpévoug pe 20% vaiovopato HKpoD UNKOLS KOl UNTPOG ETIONG
Nylon 6/6, evd eniong mpocopoimcay TV ¥VTELST TOVS Ue aplBunTiKég peboddovg oe
vroAoyloTikd TepBdAiov (Zynpa 51). Ta amoTeAEGUATO TOV TPOGOUOUDCEMY TNG PONG
070 KOAOVTL TO GLOYETIGAV LE TOV TPOLYUOTIKO TPOCAVATOMGUO TOV VOV OAAL KoL e
LETPNGELG OO TOVG KATOCKEVAGHEVTEG TPOYOVG.

Me v gpfion onTikoh UIKPOGKOTIOL TapatnpONKE O TPAYLATIKOG TPOGOVATOMGLUOG
TOV WAV GTNV KOTOTOUT TV 006vVTv Kot To onpeia yyovong. H evbuypdappon tov
WOV KATO PINKOG TNG KOTATOUNG TOV 000VI®V Teptopilel Tn cuppikvmon TPOKOAMYTOG
pio avIGOTPOTIKY) CLUPPIKVMOGN, M ONoio. UEIDVEL ONUOVIIKE TNV OmOKAMON TNG
TPOYLOTIKNG KOTOTOUNG 0O TNV EEAYUEVT.

H pn evBuypappion tov vev kotd to mwiyog Tov 006vTtog GVUPAALEL 6TV AOENGT TOV
TéYOVG TOV, TNV OALOI®OT TNG OTMOUTOVLEVNG XEPNG KOTATOUMV KOl TNV ERPAVION
OKTIVIK®V KOl €K TEPIGTPOPNG ATOKMGEDV.



Average fiber orientation
Time = 1.346[s]

yuoa 51: TIpoPAemodpeVOc TPOSAVATOMGUOG VAV GE EOIGUEVO LLE DVOAOVILLATO, TPOYO
nolvpepkng unitpag Nylon 6/6

Me autiv TV UEAETN EMTVYYAVETOL O GUGYETIGHOG TOV TPOGOUVATOAMGLOD TOV VOV
OTOV EVIGYLUEVO 000VIMTO TPoYd He TNV mowdtnTd Tov Kol Edyovtor to €ENG
CLUTEPAOULOTOL:

1. Me v gubuypdppuon Tov oV Kotd UKovs TS KOTATOUNG meplopiletor n
oLPPIKVOON Kol ®C €K TOVTOL 1 GUVOAIKN OTOKAICT] TNG KOTOTOUNG OmO TNV
ovopaotikn (total profile deviation) mopotnpeitonr pEOUEV GTOVG EVIGYHVUEVOLG
TOAVUEPIKOVS TPOYOLG. Xtnv (Zynua 52) mapotifevrar ot amokAicelg omd v
OVOUOOTIKY  €EeMypHEV] TV  EKOTEPOOEV  KOTOTOUMV TPLOV  03OVI®V, OTOL
napatnpeitor péytotn omokhon (maximum involute profile deviation Fa) 127.9um
OTOVG U1 EVIGYLUEVOL TPOYOVS, TN oL avtictowyel o katd DIN mowdtta apretd
peyoAvtepn and 12, evd otovg evicyvpévoug 42.2um, dnradn modtnta 11 katd DIN.
Evo, dpmg, pe v mpocshnkmn vov emtuyydvetat oxeddv TEAELN TOVTION THG KOTATOUNG
LLE TNV OVOLLOOTIKT] ETNPEALETOL OPVNTIKE Ol ETLPAVELD TOV KOTOTOUMY LLE ATOTEAEG LN
vo. Topatnpovvrarl peyorvtepa profile form errors 20.6pum (mowdtro 10 katd DIN)
évavtt 5.7um (mrowdtnta 7 katd DIN) mov mapatnpeitor 6Toug pn eVicyLUEVOVS TPOYOVGS
(Exmua 52) Aoym ™ mapovoiog GKANP®V VOV 6TV ETPAVELL. TNG KOTOTOUNG

2. Agdopévou OTL 0 TPOGOVOTOAMGHOG TMV VOV GUUTITTEL e TNV d1evbvvon g
KOTOTOUNG Kot Oyl HE TOL TAGTOUG TOV 0d6via, oty afovikny Oievbuvon dev
neplopiletar n cvppikvoon. Q¢ ek tovtov o opdApata total lead deviation (FB) kot



lead form deviation (fff) mapovoialovv avénon and 28.1 um (DIN modtnta 9) yo
toug un evioyvuévoug og 52 mm (DIN mowdtrta 11) ko amd 11.5 um (DIN mowdtta
9) and 45 um (DIN mowdtnta 12), avtictoyo (Zyfua 53).
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Yynua 52: Atayplppoto amdkAMong KOToTtoudv and v eEEIMyIév KapmoAn o€ a)
un evioyvpévoug Tpoyovg amd Nylon 6/6 ko b) evieyvuévovg pe voloviuoato
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Yynua 53: Awypdappoto lead deviation og a) pn evioyvpuévoug tpoyxovg and Nylon 6/6
Kot b) evieyvpévoug pe varovipata



3. Ady® t0V 0Tl KABe 00OVTAG OmMEYEL SUPOPETIKY] OMOGTOCT OO T OUEi
£YYLONG GTO KAAOVTL TOL GOAALO GTO TAYOG TMV 00OVTMV Ko 6TO PrLa TOVS dlopEPOLY
HETOED EVIGYVUEVAOV TPOYMV Kol U1, KOOMDS N Tapovsio vadv kabiotd Evav Tpoyd mo
OVOLLOLOYEVT] UE OMOTEAEGUO TO UEYIOTO €K TEPLOTPOPNG GOPOALO TOL GTOVG UM
EVIOYLUEVOVG TPOYOVG Ttapatnpeitan 208um va avéaveton ota 28 1um (modtnto 12
katd DIN) kou 1 péytotn amdéxiion tov méyovg TV 0doviwv ond 107um ce 148um
(mowdtnto 12 katd DIN).

a
e —
DIN 3962 Runout Fr
I loouL;J_l_ : '
- . “
100:1 : : :
Pitch Line Runout Pr 208 12 56.0 10
Varfation of tooth thickness Ra 107 12 32.0 10
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1ooub 1

100:1 ¥ : :
Pitch Line Runout Pr 281 12 56.0 10‘
Variation of tooth thickness Rs 148 12 32.0 .10

Zynuo 54: Zedipota run out e @) pun evioyvpévoug tpoyovg amd Nylon 6/6 kat b)
EVICYVLUEVOVG LLE DOAOVT|LLOTOL

Ot Dhaduti, Sarganacharim, Patil ko1 Khan [1] ywo v npofreyn tov katdAAniov
TOPAUETPMV YVDTELGNG 00OVTIOTOV TPOYMV HE EVOEIC LETOTIKOVS 000VTEG TOAVUEPIKNG
untpag Nylon 6/6 pe evioyvon voiovnpdtev o to60otd 20%, 30%, 40%, 50%, 60%
KO Y®PIg TPOYUATOTOINOAY TPOGOUOLDGELS He TV Ponbdela Tov Aoyicpkon Autodesk
Moldflow Adviser 2017 (Zynuo 55) kot katéAnéav og ovtioTolyo GLUTEPAGHOTA Yiol
TNV EMLOPOCT] TOV VOV KOl TOV TPOGAVOTOAMGLOV TOVS GTIV VPLOTAUEVT) GLPPIKVAOGT).
210 YpAENUO TOV ZYNUATOG 56 amOTLIMOVETOL 1] HEIWON 6TV ATOKALGT TOV TTAYOLS
000VTOGg £VOG EVIGYVUEVOL TPOYOV HE €vav [N, EVO Ol JCTOTIKEG OTOKAIGELS TV
SWUETPOV KEPOANG Kol TPOUpHOTOS dgv emnpedlovior amd v mpocHnkn TV
OUYKEKPIUEVOV EVICYVCEMV.
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Yynua 55: cvuppikvoon evieyvpévov tpoxov pntpag Nylon 6/6 pe vaiovipata og
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Yymua 56: AlooTac10A0YIKES AmOKAIGELS AdY® GLPPIKVOOTC TOV VAIKOD GE
EVIGYLULEVOLG KOl 1T TPOYOVG



5. Juunepaopata

Yuvoyilovtog, ot TOAVUEPIKOL 000VTMTOL TPOYOl £XOVV TOAAG TAEOVEKTILOTA EVOVTL
TOV UETOAMKOV TPOY®V, OTwS YounAn adpdvela, oxeddv Kaborov avaykn Aimavong,
oA eninedo Tohovtdcewv Kot Bopvfov. ‘Eva and ta facikd PEIOVEKTANATO TOV
dev emTpémel axkopo TV gupeia 0140001 TOVg Ge POUNYOVIKES €QPAPUOYES gival 1
Jl0OTAGIOAOYIKY OKPIfElDl TOL EMTVYXAVETOL KOTE TNV KOTOOKELT TOVG Omd TIC
puefOd0LE TOPAYWOYNC.

Ao T1c HEBASOVG TOPAYMYNG TOAVUEPIKAOV 000VTIMTMV TPOYMV 01 o PactkES Eivar TO
Injection molding kou 1 tpiodidotorn ektvnwon. To injection molding yoti eivon 1y o
KaBlepopévn SladKacio oNIeEPO Kol 1 TPLOOACTOTY EKTOTMON Y10TL OVOUEVETOL VO
elval 1o 1010 1 kol TEPLocOTEPO KAMEPOUEVT] OTO €YYOG HEALOV. ATO TNV OVOALTIKN
épevva mov £yve ot debvn PiAoypaeio Kot HETA amd TNV OVOAVOT| TELPALATIKOV
AMOTELEGLATOV Ko peTprioemv Ppédnke 6t1 tdoo to injection molding, 6co (ko axdpo
TEPLGGOTEPO) 1M TPLGOHOTOTN EKTUTMON OV umopel vo @Tdoel T emimeda
JoTAGIOAOYIKNG akpifetag mov pumopodv va emtevyfolv pe TG KAUGGIKES HeBOd0VGS
TOPAYOYNG TOV UETAAMK®DV 000VIWTAOV TPOYDV.

ENUOVTIKY EMOpAcT £X0VV Ol TAPAUETPOL KATA TN SOOIKOGIO TOPAY®YNG, Ol 0ToioL
TPENEL Vo PEATIOTOTTOMOOVV Yo TNV ENITELEN TOL KOAVTEPOV OMOTEAECUATOC. AKOLA
Kol €tol Ouwg M péylomn okpifela mov pmopel va emtevybel oty TproodoTOTN
ektonoon kotd 1ISO givar IT10 evod pe to injection molding IT6.

H ovveyng e€éMén g teyvoroyiag kar 1 emitevén OAO Kol GTEVOTEP®V AVOYDV LE TO
TEPAGUO TOV TEAELTAlOV YpOVEOV delyvel OTL cLVTOH T emimeda oakpifelag TV
TOAVUEPIKAOV 0d0VIOTOV TpoYdV Ba pmopel vo elvar cvykpiowo pe ekelva tov
avTioToly®V HETOAMK®V. [0 0vTd KoL 1 LEAETT TOV TOAVUEPIKMY 000VIWTAOV TPOYDV,
1660 o€ BepnTikd eninedo Povtelomoinong Kot oxedcoD, 0G0 KOl GE TEIPAUATIKO
elval eSo1peTikd ONUOVTIKY], HOG Kol O Afyo HOVO YpOVIOL OVOUEVETOL VO
YPNOUOTOOVVTOL KOL GE EQUPUOYEG 1O0UTEPA OMOUTNTIKES, OM®MG O KIPAOTIH
OLTOKIVITOV KOl GUGTHLOTO 00T YNONG OEPOTALV®V.
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