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MPOAOIOZ

H mrapouca MNruxiakn Epyacia pe Titho «Mnxavikr Zuptrepigpopd MNMoAupepoug YAIKoU
Karaokeuaopévou atmo Tpiodidotato EKTUTTWTA» €KTTOVAONKE OTa TTAQiOIO TNG
OAOKANPpWONG Twv TIPOUTTOBECEWY yia Tn Afyn TOU TITUXiIOU MAG ATTO TO TUAMO
MnxavoAoywv Mnxavikwv Tou A.T.E.l AYTIKHZ EANAAAZ, pe €0pa tnv 1TOAN TG
Marpag. H avaAnyn g opiotnke Tnv 20-11-2018, pe utretBuvo KaBnynTr TOV KUPIO
lwavvn  Alguavtdko. H  oAokAfpwon TNG TIPAYMOTOTTOINONKE  €viOg  TwV
TTpoBAeTmOpevwy amé 10 A.T.E.l AYTIKHEZ EAANAAAZ, XpPOVIKWV oOpiwv TOV
deppoudpio Tou 2020.

2KOTTOG Jag Katd Tnv dIdpKEIa TNG ouyypa®ng ATav, 1600 n 0pBn, 6co Kai n duvaTdv
TTANpéoTepn avaluon Tou B€upatog. ‘Eyive peydAn TpootrdBela €101 WOTE TO
TTEPIEXOPEVO TNG E€PYOOIiag va €ival katavontd Kal ca@és. MNa tov Adyo autd n
TTapoudiacn Tou B€PaTOC KOl TWV ATTOTEAECHATWY £YIVE HE XPnon TTANBwpPag
Ol0YPANUATIKWY AVATTAPACTACEWY, TTAPAOEIYHATWY KAl CUYKEVTPWTIKWY TTIVAKWY.

Oa BéAape va ekQPACOUNE TIG €UXAPIOTIEG OTOV EMRAETTOVTA KABNYNTA MOG KUPIO
lwavvn Alauavtako yia Tnv BonBeia, TIG XproIYES 1I0EEC TOU, TNV APTIA TTPOETOIUOTIA
TOU, TTAPEXOVTAG YAG TOV TPIODIACTATO EKTUTTWTH, £TO1 WOTE VA PEPOUNE €IG TTEPAG TO
TTEIPAPATIKO KOUMPATI TNG EPYACIiAG JOG KAl TNV OPICTIKA CUYYPOQr TNG TITUXIOKAG MG
epyaciag. @a BEAAUE va EuXAPIOTAOOUNE BEPPA TOUG ETTITNPNTEG KABNYNTEG PAG, KUPIO
Toivétroulo ZTé@avo Kal Tov KUpIo Taoipka ZWTAPIO yia OAES TIG YOPES TTOU OTABNKAV
OTO TTAEUPO POG KAl TTPOCPEPQAV TNV BorBeia Toug.

TENOG, EuXAPIOTOUUE TOUG KABNYNTEG TNG OXOANG PAG TTOU CUVEBAAQV OTNV ATTOKTNON
TWV ATTAPAITATWY YVWOEWV YIa TNV ETTITUXH QOITNON PAG KAl TV €KTTOVNON TNG
TITUXIOKAG MOG £pyaaciag, aAAG KUpiwg TToU evioxuoav TNV aydarrn Pag yia Tov KAAdo
TNG UNXavoAoyiag.

Y1mreuluvn AnAwon Poitntwyv: O1 KATwOI uttoyeypappévol PoITNTEG £XOUNE ETTIYVWAON TWV GUVETTEIWV
Tou Nopou TTepi AoyokAOTTG Kal dnAwvoupe utrelBuva OTI €ipaoTe ouyypa@eic autig TG MNTUXIOKAG
Epyagiag, avahapBavovtag Tnv eubudvn £1Ti OAOKARPOU TOU KEIPEVOU EE iOOU, EXOUNE OE avaPEPEl OTNV
BiBAloypagia pag 6Aeg TIG TINYEG TIG OTTOIEG XPNOIMOTTOINCAUE Kol AdBape 10€€¢ 1] dedopéva. AnAwvoupe
ETMONG OTI, OTTOIOdNTIOTE OTOIXEIO I KEIUEVO TO OTIOIO €XOUME EVOWMATWOEI OTNV E€pyacia pag
TTpogpyouevo amd BiBAia ) dAAeg epyaaieg 1 1O d10dIKTUO, YPOAUUEVO AKPIBWG 1 TTAPAPPATUEVO, TO
EXOUNE TTARPWG avayvwPioEl WG TIVEUUATIKO £pyo AGAAOU GUYYPOQPET KAl £XOUHE avaPEPEl AVEANITTWG TO
6voud Tou Kal TNV TINyR TTPoEAEUCNG.

O1 ®ormntég :
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NEPIAHWH

H epyacia pag aoxoAciTal ge 70 BEPA TNG MNXAVIKAG CUPTTEPIPOPAS TTOAUMEPOUGS UAIKOU
KATOOKEUAOUEVOU aTrd TpIodIdoTaTo eKTUTTWTH. O1 TpiodidoTarol EKTuTTwTég - 3D
Printers, xpnoigotrolouvral yia Tnv TpIodIdoTaTtn ekTUTTWOoN (3D printing) kai v
KATAOKEUN OTEPEWV QVTIKEIMEVWY, TTOU Ba TTpoéABouv atrd éva ynelakd apxeio. 210
TTPWTO KEPAAQIO TNG €£PYAOiag PAG AVOAUOUME TO QVTIKEIUEVO TNG. 2TO OEUTEPO
KEPAAQIO AOXOAOUUAOTE PE TA YEVIKA OTOIXEIA KAl OPIOUOUG TTOU OXETICOvVTAl PE TNV
TPIOOIAOTATN EKTUTTWON KAl PE Tn OXETIKA 10TOPIKA avadpour oTnv €C¢ENIEN TNG
OUYKEKPIMEVNG TeEXVOAoyiag. EmTAéov avaAuoupe TIG OIAPOPES TEXVOAOYIEG TNG
TPIOBIA0TATNG EKTUTTWONG, OTTWG Yia TTapadelyua Tnv Fused Deposition Modeling
(FDM) ka1 Stereolithography (SLA), kaBwg kal UAIKG KATOOKEUAG TTOU OouviBwg
XpnoigoTtrolouvTal, OTTWG yia Trapadeiyya 1a BepuommAacTikd PLA kai ABS. ZTnv
OuVEXEID, 0TO 30 KEQAAAIO peAETROOUE TN doun evog 3D eKTUTTWTH, N OTToia BACIKA
atroTeAeiTal atrd TNV KEQPAAr atrd0e0NnNg UAIKOU, TOV PNXAVIOPO £6wONONG Tou UAIKOU,
TV TTAGKQ €KTUTTWONG, TO TTAQicI0O OTAPIENG, TA CUCTAMOTA Kivnong, KaBwg Kal To
NAEKTPOVIKO KOUMATI TTOU EAEYXEI TN AEITOUpYia TOU eKTUTTWTH. TEAOG OTO 3° KEQAAQIO
TTAPOUCIACOUE KAl AVOAUOUNE TOV TTPOYPAUMOTIONO TOU EKTUTTWTA. 2TO KEPAAaio 4
TTEPIYPAPOUUE TNV KATAOKEUN TWV QOKIMiWY. 2T0 5° KEQAAQIO aoXOAOUUACTE PE TNV
TTEIPAMATIKA O1adIKATia KAl T ATTOTEAECUATA TWV TTEIPAUATIKWY dOKIYIWY. TEAOG, OTO
TEAEUTAIO KEPAAQIO QVAQEPOUME TA OCUPTTEPACHOTA TIOU TIPOEKUWAV ATTO  TIG
TTEIPAMATIKEG OOKIUEG EQEAKUOOU KAl TIG TIPOTACEIS PJAG VIO TTEQAITEPW EPEUVA.

Aé&eig KA&1B14 : TpiodidoTatog ExkTuttwtrg, FDM, PLA, TpiodidoTatn ektuttwon, 3-d
printing, Aokipég EpeAkuopou
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EIZAIrQrH

1.ANTIKEIMENO THZ EPT AZIAZ

21NV Trapouca epyacia PMEAETABNKE N PNXAVIK) CUMTTEPIPOPA TTOAUMEPOUG UAIKOU
KATOOKEUAOHEVOU atrod TPIoBIAoTATO eKTUTTWTH. O OpOog¢ HpNXAVvIK) CUUTTEPIPOPA
AVAQEPETAI OTIG PMNXAVIKES IDIOTATEG TOU UAIKOU, OTTWG TTPOKUTITOUV ATTO TTEIpAuaTa
EPEAKUOOU DOKIMIWVY TTOU £X0UV KATOOKEUQOTEI UE XPrion TPIOOIACTATOU EKTUTTWTI Kal
XPNOIMOTTIOIWVTAG  MIa  OeIpd  atrd  OIOQOPETIKEG  TTAPAPETPOUG  EKTUTTWONG. TO
TTOAUPEPEG UANIKO TTOU XpNnoIhoTToInenke gival 1o PLA dnAadn évag BIOdIOCTTWPEVOG KAl
OpacTIKOG  BePUOTTAACTIKOG  OAEIPATIKOG  TTOAUECTEPAG  TTOU  TTPOEPXETAl  ATTO
AVOVEWOIYEG TINYEG, €VW  TUTTWONKaAv  OOKidIa  XPNOIMOTTOIWVTAG  OIOQOPETIKES
BepuoOKpaaTieg Kal TaXUTNTEG EKTUTTWONG, TEXVIKEG "YENIOPATOS" KAl TTPOCAVATOAIGHOUG.
ApXIK& €EETAOTNKAV Ol TTOPAMETPOI TTOU PTTOPOUME va BIaQOoPOTIOINCOUNE Yia va
BeATILOOOUNE TIG IBIOTATEG KAI TNV CUUTTEPIPOPA TWV BOKIUIWY TTOU XPNOIUOTTOINCAE
oTa TTEIPAUATA PAG KAl OTn CUVEXEID YE TNV BOABEIa Tou TPICOIAOTATOU EKTUTTWTI)
TUTTWOANE OOKIMIa OE DIOPOPETIKEG BEPUOKPATIEG KAl TTPOCAVATOANIOUOUG, TA OTTOIx
gixav oxedlaoTei ye TNV PonBeia Tou oxedlaoTIkoU TTpoypdupaTtog solidworks.  21n
OuVvEXEIa Cuyioape Ta QOKIIa £€TOI WOTE VA PETPNOEI N TTUKVOTNTA UAIKOU, avaAoya PE
TIG TTAPAPETPOUG EKTUTTWONG KAl VA SIATTIOTWOOUUE JETA TO TTEIPANA AV AUTH N 1816TNTA
gival onuavtikl 1 Oxi. Emerta xpnoigotmoindnke unxavry €QEAKUCHOU yia va
epeAKUOOUNE Ta OOKiMIO Kal va TTPOCOIOPICOUNE TN CUMTIEPIPOPA KABE ouddag
OOKIJiWV (UE KOIVEC TTAPAUETPOUG EKTUTTWONG). TEAOG, peAeTwvTag Ta dlaypauuaTa
TACEWV-TTAPAPOPPUOEWY TTOU TTPOEKUWYAV OTTO TO TTEipaua £QEAKUCUOU, eEnXOnoav
OUUTTEPOOHA YIA TO OUVOUAOHO TTAPAUETPWY (TPOTTOG, BEpUoKpATia) O OTToiog odnyeEi
OTIG BEATIOTEG INXAVIKES 1810TNTEG EQEAKUCOU TOU TTAPAYOUEVOU UAIKOU.
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2. 3-D PRINTING -TPIZAIAZTATH EKTYMNQZH

KaBwg 1o 3d printing yivetal d1€Bvn¢ TAon, uttooTnEICOPEVN aTTd TNV KATAVEUNUEVN
TTapaywyr], n TIPOCWTTIKI Trapaywyn Kepdilel €dagog. ‘ETol, n  T1pIodidoTtaTn
ekTUTTWON[1] OlEKDIKEI OUVANIKA TNV B€on TNG WG VEO TEXVOAOYIKO ETTITEUYUAQ,
TPOQPOOOTEI €va VEO TEXVOAOYIKO TTEPIBAAAOV TTOU OUVOEEl KaTEUBEiav Kal Xwpig
OlauecoAdPBnon TNV 1I0€a Tou OXEDIAOTH WE TNV TTAPAYWYH. ZTO TEXVOAOYIKO QuTd
TTEPIBAAANOV OAOI 01 EVBIAPETOI TTAPAYOVTEG HETAEU OXEDIACTUOU Kal TTapaywyng HoIadel
va egapavifovtal. Zuyxpovwe, évag HEAAOVTIKOG aAAG KaBapdg oTdXOG TiBETAI yIa TNV
épeuva Kal TNV avamrtuén: Na 1epdoel atrd TNV eKTUTTWON MEPWY OTNV OUVOAIKN
EKTUTTWON QVTIKEIMEVWV I KOI KTIPIWV, OTTWG YIA TTAPAdEIYUA TTPOTEIVETAI OTOV TOPEQ
TNG KOTAOKEUNG.

O poAog Tou TexvoAoyikoU TrepIBAAAOVTOC gival va ekToCeUEl éva BEAOG oTOV XPOVO,
TTPOG TO PEAAOV Kal va KOAei va To akoAouBriooupe. Eival oxeddv aiyoupo o11 dev Ba
@TAoOUPE OTOV TTPOdIAYEYPAUUEVO OTOXO Tou [PéAoug. Tautdxpova, I10XUPES
O10KAAdWOEIG TOU Ba KAVOUV TNV EUPAVIOT TOUG, KOBWGS n TPIodIACTATN EKTUTTWON Ba
O1EKOIKNBEI atmd piIa «KaBNUEPIVA» OUOTIUNN TTApAYywWYH ME KOIVWVIKN oToxeuorn, O
KaB&évag Ba UTToPEl va EKTUTTWVEI AVTIKEIMEVA, €€APTAMATA TNG KABNUEPIVOTNTAG TOU.

TpiodidoTarn eKTUTTWON, YIa TTAPABEIYUA, €ival N KATAOKEUN OTTITIWV PE TTPOCORKN
UAIKOU. To oTTiTI «KTiCeTaI» PE AAAETTAAANAEG OTPWOEIG UAIKOU, EEKIVIOVTAG ATTO TN BACN
TOU KaI KATAAyovTag 0TNV Kopu®n Tou. EAv uttdpxel TO avTIKEipEVO o€ TPIodIA0TATN
Wynoeiakn Mdopeny (eite péow TPIodIAOTATNG OApWONG €iTe PECW  AOYIOMIKOU
TpiodIdoTaTng oxediaong), n 3D ekTUTTWON €ival 0 TTAéOV €UKOAOG, yPryopoS Kal
OIKOVOUIKOG TPOTTOG VO KATAOKEUAOTEI auTod. XWpIig oXeDdOV Kavévav TTEPIOPIOUS OTNV
MOP®NA Kal TNV YEWMETPIA TOUG, T AVTIKEIMEVA UTTOPOUV VA «EKTUTTWOOUVY Kal va gival
ETolga yia xprion. AKOua Kal edv BEAETE va KOTOOKEUAOETE Mia ouvappoAoynuévn
diatagn (.. éva TTAACTIKO PovTéNO WaAidiou), auTr) PTTOPET va eKTUTTWOET aTTeuBeiag
ouvappoAoynuévn Kai AeIToupyikr, YAITWVOVTAG £T01 XPOVO KAl KOTTO OTTO TNV PETETTEITA
ouvapuoAdynon.

Mpokeigévou va OnuioupynBouv Ta AVTIKEIPMEVA, Ol TPIOBIAOTATOl EKTUTTWTEG
aKOAOUBOUV aAYOPIBUOUG KOTAOKEUNG BACIOUEVOUG OTA TOTTOYPOQPIKA OTOIXEIQ TTOU
TepIhauBdavovtal ota apxeia TpiodidoTatng oxediaong. Me autév Tov TPOTTO, Ol
EKTUTTWTEG TTPOCOETOUV UAIKO OTIC KATAAANAEG TTEPIOXEC KOl TO CUCOWPEUOUV PEXPI Va
OnuIoupynBei 0 dyKog Tou aVTIKEINEVOU. TO TPITOIACTATO YEWMETPIKO JOVTEAO BialpEiTal
oe @éteg (oTpwuata).Mia TTOAU aTTAf} oUyKpion €ival va @avTaoTei Kaveig €va
TEMAXIOMEVO WWHi. BAATE TIC @ETEC DIABOXIKA TNV Mia TTAvw OTnv AAAn Kai
ETTAVOIKOOOUAOTE TO YWHi oag. Autd eival akpIBwg autd Tmou évag TPpIodIA0TATOG
EKTUTTWTAG KAVEI YIA VA XTiIOEI £va AVTIKEIPMEVO.

Ta TTEPIYPAPIKA OTOIXEIA TNG MOPPNG AVTIKEINEVOU TTPETTEI VO OUVOYIOTOUV O€ £va
Wneiokd apxeio, attokaloupevo TpiodidoTaTto apxeio. Mtropei va dnuioupynBei pe T
Xpnoigotroinon €vog AoyiopikoU TpiodidoTaTtng oxediaong r YE TN METATPOTIN OF
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TPIOOIAOTATO €VOG QVTIKEIMEVOU TToUu UTTApXEl AdN (yia TTapadeiypya peE Xprnon
TPI0dIA0TATNG 0Apwong). YTTApxel O1AB€0IuN Yo JEYAAN TTOIKIANIG AOYIOMIKOU, JE
OIOQOPETIKA £TTITTEDA TTOAUTTAOKOTNTAG, AvAAOYQ UE TIG ATTAITACEIG (ATOPA, Blounxavia,
OXeQIAOTAG, K.ATT.).

H 1p10d1ad0TaTN EKTUTTWON KAVEI KIA QUOIKH PETAYPAPT], MIO «UAOTTOINCN» QUTWY TWV
WYNQIOKWY OTOIXEIWV, TA OTToia Augdvouv TIG duvaTOTNTEG dNPIOUPYIKOTNTAG. AUTA N
véa HEBODOG EKTUTTWONG BewpEiTal CUXVA WG ETTAVACTATIKY, KABWGS £XEI MIA ATTOAUTWG
OI0QOPETIKA AoyIKA Kal atrd TIG TTaAAIOTEPESG CUPPBATIKEG HEBOOOUG TTAPaAYWYNG. ZTIG
TTOPAdOCIOKES BIOPNXAVIKEG TTAPAYWYIKEG OIAdIKATIES, Ol UNXAVESG APAIPOUV UAIKO,
EVW N TPIoOIACTATN EKTUTTWON TTPOCOETEI UNIKO.

H e@elpeon TNG TPIODIAOTATNG EKTUTTWONG, £XEI OUO OTOXOUG:

e TN MEIWON TOU XPOVOU aTTOKTNONG TNG TIPWTNG £KOOONG €VOG TTPOIOVTOG
(TTapaywyn TTPWTOTUTTOU) Kl

e TN XEIPAYETNON TTOANWYV TTEPIOPICPWY TTOU CUVOEOVTAI WE TIG TTOPADOCIOKES
MEBOBOUG TTaPAYWYAG.

Mapadeiypuatog Xapiv, Ye TNV TPICBIACTATN EKTUTTWON, €ival duvaTtd va TUTTwOoUV ol
OUVOETEC YEWMETPIKEG MOPPEC KAl TO cuvapHoAoyouueva pépn dev atraiTolVv Kauia
TTEpAITéEPW epyaoia. Eivar emmiong duvatd va trapaxbolv avTIKEIUEVA, O MIKPEG
TTOOOTNTEG, ME XAUNAO KOOTOC Kal ypAyopn trapdadoorn. Autrp n TexvoAoyia Bondda
eTTiong oTn peiwon TG oTTaTdANg UAIKwyv. ‘ETol n TpiocdidoTarn ekTuttwon Bonbd tnv
eueNICia oTn pon TTaPAYWYNG KAl MEIWVEI TIG BIOPNXAVIKES daTTaves. Aedopévou OTI dev
UTTAPXEI KOMia avAyKn va XTIOTEN aQIiEpWUEVN YPAUUA TTapaywyng, Bonbd onuavtikd
otV MeEiwon Tou XpoOvou TTAaPaYwyAG: n TPIodIAoTATN €EKTUTTWON ETITPETTEI va
KAIVOTOMNOEI yPNyopOTEPA KAl VO UNXAVOTTOICEl YPNYOPOTEPQ.

Aedopévou 0TI N TRI0BIACTATN EKTUTTWON dnuIoupyEi avTiypagpa Twv TpIodIdoTaTtwy
apxeiwv éva TTPoG £va, Ol OIKOVOMIES KAINOKAG dEV UTTOPOUV va Yivouv OTav TTapdayeTal
TO iDI0 APXEIO YIA APKETA PEYAAO XPOVIKO dIACTNPA: AUTO Eival 0aPuig dIAPOPETIKO aTTO
TIG HEBOOOUG KATAOKEUNG OEIPAG TTOU OTOXEUOUV OTNV TTAPAYWYH TWV EKATOUMUPIWY
TWV POVAdWV TwV idIwv avTIKEIYEVWY. AvTIOeTa, n TPIodIAoTATN EKTUTTWON €ival N
TEAEIO HEBODOG IO TTapAywWYr KATOTTIV TTApAyYEAIQG, Kal TIPOCAPHOYRS 0€ AAAaYEG.

H tpiodidoTarn ekTOTTWON BPIOKETAI OTO ETTIKEVTPO TwV PECWV Ta TEAEUTaia xXpovia.
Autri n TpiodidoTaTn  MEBODOC EKTUTTWONG €XEl XpnolyoTroinBei o€ TTOAAG
eTTayyeAPaTIKA TTEPIBAAAOVTA yia oxeddv 30 £€tn aAAd péxpl Twpa Oev nTaV
TTPOORACIUN OTO €UPU KOIVO.

O1 T1pI0dIGOTATOl  EKTUTTWTEG  KATOAAPBAvouv Twpa dIa B€on onuavtikl OTIg
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TTPOTIMMAOEIG TOU KOIVOU KAl AUTO OQEIAETAI KUPIWG OTO Avolyua auTAG TNG TEXVOAOYIOG
oe autd. MNa TOAU Kaipd n TEXVOAOyiO QUTH ATAV TIEPIOPIOPEVN HOVO OTOUG
ETTAYYEAUATIEG KAl OTN Blognxavia, aAAd Twpa TPIoOIACTATN EKTUTTWON TTOU ETTITPETTEI
TNV EKTUTTWON MEPWV I TEAIKWYV TTPOIOVTWYV £XEI YiVEI TTPOCITH OTO €UPU KOIVO.

2.1 l'evikd oToixeia — Opiopoi
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H petatpot) piog 10€éag o€ OXEDIO KAl KATOTTIV O€ QVTIKEIUEVO €ival Pia oUVOETN
O10dIKacia he ANyoTEPQ 1) TTEPICTOTEPA EVOIAUECA OTADIA TTOU ATTOTEAOUCE KOl OTTOTEAEI
QUTO TTOU OVORACOUME YEVIKA TTapaywyn[2]. MNa tnv yetdBaon atd Tov 10eatd KOOUO
TOU 0Oxediou OTOV QUOIKO KOOPO TWV QAVTIKEIMEVWY, OTTAITEITO (TTAAIOTEPA) N
MECOAABNON €vOg apIBUOU €pyaTwV Kal TEXVIKWY, Ol OTToiol XPNOIUOTTOIWVTAS Tn
duvaun, TNV TrEipa, TIG OeEIOTNTEG KAl Ta €pyaAgia Toug, €divav Pop®R Kal UAIKA
uTTéOTOON OTO OXEDIO.

H agaipeTikiy péBodo¢ mrapaywyng (Subtractive manufacturing) opiletar wg n
dladikaoia KaTtd Tnv OTToia éva aKaTEPYOOTO UAIKO KOBEeTal o€ €va €mOuunTO TEAIKO
oxXAMa Kal péyeBog péoa atd pia dladikacia agaipeong UAIKOU (OTTwG oXNMOTIKA
TTapoucidletal oTnv Eikova 2.1). MepihauBavel Tnv KoTT Kal d1dTtpnaon Tou UAIKOU.

Machining

Starting
material

Final product Waste matenal

Eikova 2.1. ApaipeTikn p€6od0¢ Tapaywyns .

AvTIBETWG N TTPooBeTIK pEBOdOG TTapaywyns (Additive Manufacturing) 4 aAAiwg
TpIo0d160TaTN €KTUTTWON (3D printing), (6TTwg oxnuaTIKG TTapoucidletalr otnv Eikdva
2.2) cival pia péBodog TTPOCOETIKAG KATAOKEUNG OTNV OTIoia  KAaTtaokeudlovral
TPIOBIAOTOTA AVTIKEIMEVA PEow TNG dIadoXIKAG evattéBeong Kal évwong eTTAAANAwWYV
OTPWOEWV UAIKOU.

Eival pia d10dIkacia KATOOKEUAG TPIOOIAOTATWY OTEPEWV QVTIKEIMEVWY aTTd €va
wyneiokd TpIodidoTato PovTéAo. Kolve OToIXEIO Twv TEXVOAOYIWV TPICOIACTATNG
EKTUTTWONG €ival n xprion utroAoyioTr], Aoyiopikou 3D modeling (Computer Aided
Design rj CAD), katdAANAOU EKTUTTWTH KAl UAIKOU KOTAOKEUNG.

MOAIg €va povréAo CAD trapayBei, o ekTuTTwTrG dlaBadel Ta dedouéva atrd To ApxEio

(13]



CAD kai TTpooB€Tel dIadoXIKA OTPWHATA UYPOU, OKOVNG, GUAAO UAIKOU ) GAAO, yia ThV
KATAOKEUN TOU TPIOOIAOTATOU AVTIKEIUEVOU.

Printing
inal product

Starting Waste material
material i
— NOZZIe  — O + &

Eikova 2.2. lNpoo6eTikn uéBodoc¢ mapaywyns

XpnolgotrolwvTtag TV apxni Tou layering (SilaoTpwudtwong), o1 TpIocdIdoTATOl
EKTUTTWTEG PTTOPOUV VA ONUIOUPYOOUV VEQ QVTIKEIMEVA ATTO dIAPopa €idn HETAAAWY,
TTAQOTIKWY KAl KEPAUIKWY O YEWMETPIKA OXAMATO Ta oOTroia €ivar aduvarto va
EMTEUXOOUV PE AAAEG TEXVIKEG KATAOKEUNG. ETTEIdN 0 oXEDIAONOGS gival Yn@iakog, Ta
TEAIKG TTPOIOVTA UTTOPOUV va TTapaxBouv atrd otrolovdnTToTe IabEaipo ekTutTwTr 3D.

O1 TpI0dIACTATOI EKTUTTWTEG XPNOIKMOTTOIOUVTAI YIA TNV KATAOKEUR QUOIKWY HMOVTEAWV
Kal TTPWTOTUTTWY, €XOuv Tn duvaTOTNTA VA EKTUTTWVOUV PEPN Kal EQPTAMOTA OTTO
O1G@opa UANIKA, PE DIAPOPETIKEG NXAVIKES KAl QUOIKEG I010TNTEG KOl CUXVA O€ PIA gvidia
d1adIKa0ia KATAOKEUNG.

Edw kai Tpei¢ dekaeTieg TTEPITTOU 0€ TTOANOUG TOMEIG TNV TTapaywyr avaAaupavouv
oAoéva Kal TTEPICOOTEPO QUTOMATOTIOINUEVA OuoTiuaTa Trou  Bacifovial oTn
POUTTIOTIKN. ZAMEPQ, N aVvATTTUEN VEWV HPNXAVWYV KOl TEXVIKWYV TPIodIAoTATNG
EKTUTTWONG avoiyel TOV OPOUO OTO ETTOPEVO OTAdIO EEAIENC TNG AUTOPATOTTOINCNG, TO
otroio Treplypd@eTal w¢g daueon n Taxeia mapaywyn (Rapid Manufacturing) kai
ouvioTtaTal oTnVv atreubeiag YeTdpacn atmd Tov KOGHO Tou Wn@lakou TTAéov axediou i
MOVTEAOU, OTOV KOOHO TWV QUOIKWYV QVTIKEIMEVWV.

O1 ynxavég 1pIodIAoTaTNG EKTUTTWONG XPNOIKMOTTOIOUV Ta OEQOMEVA WNPIAKWY APXEIWV
Ta oTroia €xouv dnuIoupynOei/oxedIaoTel €iTE€ aTTO KATTOIOV PNXAVIKO €iTE €XOuv
TTPOKUWEI ATTO TNV OAPWON €VOG QUOIKOU QAVTIKEIMEVOU, YIO VO KOTAOKEUAOOUV,
TUTTWVOVTAG O€ TPEIG DIAOTACEIG TO YUOIKO AVTIKEIPEVO.

KaBwg n mapaywyn o€ Totrko eTTiredo yiveTal d1eBvn¢ Taon, uttooTnpi{éuevn atmod Tnv
KATAVEUNMEVN TTAPAYWY], N TTPOCWTTIKN TTapaywyrn Kepdifel £0a@og. XapnAWVEl TO
OpI0 KAIJOKOG TTaPAywWYNS TTOU ETTITPETTEI OE IO TTAPAYWYIKH Povada va Bewpndei
Biounxavia. Eivar duvatdov va mTapaxbei ToTKa autd TTou €Xel oxedlaoTei aAAoU Kal
TAUTOXPOVA UTTOPEI VA AVTATTOKPIVETAI OTIG OIOKUPAVOEIG TNG TOTTIKAG CATNONG, XWPIG
€€0da peTagopds. H tpiodidoTtarn ekTUTTWON dI1EKBIKEN duvauikd TNV B€on TNG WG VEO
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TEXVOAOYIKO ETTITEUYMQ, TTOU CUVOEEI KATEUBEIQV Kal Xwpig dlapecoAGBnon Tnv 1I0€a Tou
oxedlaoT YE TNV TTapaywyn egagavi¢ovrag OAoUg Toug €VOIANECOOUG TTAPAYOVTEG
METALU OXEDIAOUOU KAl TTApAYyWYNG.

Xwpi¢ kavévav TTEPIOPIOUO OTN MOPQI KAl OTN YEWWMETPIA TOUG, O€ avTiBeon HE TIG
TTapPadoCIoKkEG HEBOGOOUG TTAPAYWYAG, TA QVTIKEIMEVA PUTTOPOUV VA «EKTUTTWOOUV» Kal
va gival £ToIua yia Xpnon, ME oNUAVTIKA PEIWON Tou XPpOVOU ATTOKTNONG TNG TTPWTNG
€kdoONG VoG TTPOIOVTOG. KabioTaral €11 duvaTtd va TUTTWOO0UV CUVOETEG YEWUETPIKEG
MOP®YEG 1 UTTopEl aTTeuBeiag va eKTUTTWOET AEITOupyIKr) ouvapuoAloynuévn diaTagn,
YAITWVOVTOG €101 XpOVO KOl KOTTO aTTd TV METETTEITA ouvappoAdynon (Forrest &
Cao0,2013).

H kaTaokeur) evOg HOVTEAOU UE OUYXPOVEG EBODOUG UTTOPE VO DIOPKEDEI ATTO PEPIKES
WPES WG KAl APKETEC NUEPES, avaAoya Pe Th JEBODBO TToU XPNOIPOTTIOIEITAl, TO HEYEDOG
KAl TNV TTOAUTTAOKOTNTA TOU JOVTEAOU.

O1 TpICBIACTATOI EKTUTTWTEG PTTOPOUV VA TTAPAYOUV POVTEAQ ocuviBws péoa o€ Aiyeg
WPEG av Kal 0 XpOvog uTTopei va dla@épel onuUAvTIKG avaloya pe Tov TUTTO TOU
MNXOVAWOTOG TTOU XPNOIYOTIOIEITAI, TNV TaXUTNTA KAl TV OKPIREIA EKTUTTWONG TO
MEYEBOG Kal TOV apIBPO TWV HOVTEAWY TTOU TTAPAyOoVTal TAUTOXPOVA.

H tpiodidoTarn ekTOTTWON BPIOKETAI OTO ETTIKEVTPO TWV PECWYV Ta TEAeUTaia Xpovia.
‘Exel xpnoiyotroinBei o€ TTOAAG eTTayyeApaTikG TTeEPIBAAAOVTA yia oxedOV 35 £€Tn aAAG
MEXPI TWpa dev ATV TTPOCRACIUN OTO EUpU KoIVO. Na TTOAU Kaipd n TeExVoAoyia auTh
ATav TTEPIOPICUEVN POVO OTOUG ETTAYYEAMOTIEG KAl 0T PBlognxavia, aAAd Twpa To
Avolyua auTAG TNG TEXVOAOYIOG KAl N TITWON TWV TIMWY TWV EKTUTTWTWV ETTITPETTEI TRV
EKTUTTWON MEPWV I TEAIKWV TTPOIOVTWYV Kal €XEl Yivel TTPOOCITH OTO €upu Koivo. OAa
EeKIvouv pe éva TpIodIAOTATO HOVTENO, TO OTTOIO PTTOPEI VO dnuioupynBei pe TTANBWpPa
TTpoypauudTwy. MTropei n Biounxavia va xpnoiyotroiei To 3D CAD, aA\& utrdpyxouv
Kal TTOAU atrAouoTepeg AUTEIS yia OAoUG Toug GAAoUG. Av dev BEAoupE A Bev £xel vonua
va QTIAEOUPE POVOI POG KATTOIO TPIOOIAOTATO POVTEAO, UTTOPOUME VA KAVOUME KATI
TEAEIWG B1aPOPETIKO. Av auTd TTOU BEAOUME va “TUTTWOOUNE” UTTAPXEI 1O, MTTOPOUUE
va 10 okavdpoupe pe “3D scanner”, amd Tnv otroia diadikacia Ba TTPoKUWEl TO
TPIodIA0TATO POVTEAO TTOU XpelalOpacTe yia TNV ekTUTTwon. OTav yivel kal auto, To
MOVTEAO TTOU TTPOKUTTTEI “KOBETAI” O€ “QETEC” TTPOKEIMEVOU VA TTAPEI JOPPHA TTOU PTTOPEI
va KATAVOAOEl Kal VA O&IOTToINCEl 0 eKTUTTWTAG. O eKTUTTWTAG, OUCIAoTIKA BIaBAadel
KABe “@Eéta’/oTpwon Kal evattoBEéTel avaAdyws Ta UAIKG KaTd Tnv ekTUuTTwon. Kai
OTPWON-0TPWON oxNUaTifetal TEANIKA N TEAIKN EKTUTTWON, TO AVTIKEINEVO TTOU BEAOUUE
onAadn. Ommwg éxouue AdN TTaPATAPENOCEL, N TEXVIKA EKTUTTWONG OEV €ival HOVO dia
KaBw¢ KaBeuid €xel TV 181ITEPOTNTA TNG. ZUV TOIG GAAOIG, UTTAPXEl Kal TTOIKIAIa oTa
UAIK&G TTOU JTTOPOUV va XPNoIYoTToIN@ouv yia Tnv ekTUTTwon. MAAoTIKA, HETOAAQ,
KEPAMIKA, AKOUN KAl AUPOG €ival «éoa oTo TTaIxVidi». 210 oTddlo TG SOKIUAG €ival
aKOuN Mo Trepiepya UNIKA, 6TTwG BioAoyikd UAIKG diapdpwy 10wV, akOUN Kal TPOYEG.
Autd Ta UAIKG BEBaia dev gival akoun diaBéoiya o€ yeydAn kAipaka. MNa autd kai ol
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EKTUTTWTEG TTOU UTTOPOUME VA BPOUME WG KATAVOAWTEG TTEPIOPICOVTAl KUPIWG OTN
XPron TAACTIKWY KAl GAAWV CUVBETIKWVY UAIKWV OTTWG TO nylon. MAavTwg, opiouévol
M0 daIPGVIOl XPAOTEG KATAPEPAV VA TTAPOUV TA TTIO TTPOCITA HOVTEAQ EKTUTTWTWV Kl
va T TIPOCAPHUOCOUV WOTE VA TUTTWVOUV TPOYN XpenolgotrolwvTag (axapn N
OOKOAdQTAQ.

Nai, aAAd TEAIKG TTWG AsiIToupyouv OAa auTd;

Kar 1Tou TTp€Trel va gekaBapiooupe €ival TTwg, O€ avTiBeon PE TNV EKTUTTWON
PWTOYPAPIWY, OTTOU OTTOIO TEXVIKI KOl va XPNOIKMOTTOINCOUPE Egival oiyoupo OT
MTTOPOUME VA TUTTWOOUUE OTI QwToypagia BéAoupe, €dw UTTApXel AOYoG yia TIg
OIOQOPETIKEG TEXVIKEG, APOU TTPOCPEPOVTAI YIa eEicou dla@opeTIKG UAIKA. YTTdpxouv
AOITTIOV  EKTUTTWTEG TTOU XPNOIMOTTOIOUV TTAQOTIKG KAl GAAa UAIKG O€ OKOvn Kal
xpeladovtal B€ppavan yia va “9écouv” ol oTPWOEIS. AvTioTolxa aAAOU XPpNOIUOTTOIEITAI
KATTOIOU €iO0UG GUVBETIKR pNTivn TTOU TTPOPAVWG XPEIAZETAI SIAPOPETIKO XEIPIOKO WOTE
va oTepeotroinBei OTTwG TTPETTEL. AAANOU T UAIKA evaTtroTiBevral PE TN HOpPON
OTAYOVIOIWV EVW O€ AAAEG TTEPITITWOEIG EXOUNE EKTUTTWTEG TTOU AILOVOUV TA UAIKG KOl
TA XPNOIYOTTOIOUV avaAOywe. Mia akOun onuavTiki onuEiwon €ival TTwg Ol EKTUTTWTEG
TTOU UTTOPEI VO ayOopAoEl KAVEIG OANEPO OEV TUTTWVOUV HE TO TTOU BYOUV ATTO TO KOUTI
Kal atraItouv Aiyn TTpoeTolyacia. EmAéov, KATTOIQ ATTAQ QVTIKEIJEVA PTITOPOUV VA
TUTTWOOUV Kal va €ival EToipa yia xpron. MNio ToAUTTAOKa Ouwg, €IBIKA av gival pépn
€VOG OAou, utropei va BEAouv cuvapuoAdynon, QIVIPIOPO Kal AOITTEC XEIPWVOKTIKEG
EPYATieC TTPIV TTAPOUV TNV TEAIKN TOUg Hop@r). NMoAAG eCapTwvTal, TTPOPAVWG, ATTO TN
@INodogia Tou kKaBevdg dnuioupyou.

H évvola tng 1p1odidoTarng eKTUTTWONG ME OTTAG AOyIa PTTOPEi va OpIOTEI WG N
MeTaTpOTT) €evog duodidoTatou oxediou oe éva TPIODIACTOTO AVTIKEIUEVO TO OTTOIO
META@EPETAI OTOV UAIKO KOOMO. H TpiocdidoTarn eKTUTTWON PPIOKETAI OE

e€eNIOOOUEVO OTABIO, KOBWG N TEAIKN TNG HOPYI OV €XEI AKOUA DIANOPPWOEI.

H emoTtAun TG 3d ekTUTTWONG TTEPIOTPEPETAI YUPW ATTO TPEIG BACIKOUG AEOVEG:

a) Tov oxedlaoTIKO TOPE, KOTA TOV OTTOIO ATTAITEITAI N EYKATACTAON KAl XPron
AoyiopikoU TTou e€eidikeveTtal oe 3d oxedlaapd. TETola AoyiouIKG gival yvwoTéd oTnv
Biounxavia wg CAD (Computer Aided Design) kai eTITpETTOUV OTO XpOTN TV TTARPN
OlIOuOPPWOTN VOGS AVTIKEINEVOU KAl OTIG TPEIG OIAOTACEIG.

B) Tn diadikacia TNG EKTUTTWONG, KATA TNV OTTOIx 0 EKTUTTWTAG AABAVEI TIG EVTOAEG TOU
XPAOTN KOl YETATPETTEI TIG TIPWTEG UAEG O€ £va AVTIKEIMEVO TTOU IKAVOTIOIEI OAEC TIG
TTPOdIaYPAPEG TOU apXIKOU oxedlaouou. Autr n oladikaoia artraitei Evav €101k
€EOTTAIOUO Kal PTTOPET VO BIAPKETEI ATTO PEPIKEG WPES MEXPI KAl OPKETEG MEPES avAAoya
ME TO pEYEBOG TOU TTPOIGVTOG.

y)Tnv TeEAIKA @AON TNG EKTUTTWONG, OTTOU O TTAPAYWYOS PTTOPEI VA TEAEIOTTOINCEI TO
TTPOIGV I va eVTOTTIOEI Kal va €TTIOIOPBWOEl TTIOAVES ATEAEIEG.
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Ta évte Kolvé oTadia TTou akoAouBoUV OAEG o1 TeEXVIKEG 3d eKTUTTWONG €ival:
a) Anuioupyia apxikoU wn@iakou poviéAou CAD

B) MetatpoTtA Tou povtéAou CAD o€ poper STL

y) Tepaxiopog Tou apxeiou STL o€ diatouég eAGXIOTOU TTAXOUG

0) Kataokeur) Tou avTIKEINEVOU PE AAANAATTOBECN TWV SIOTOUWY Kal

€) KaBapiopog kai TEAIKOG @Ivipioua Tou TTpoidvToq.

H TtpiodidoTarn ektUTTwon onuatodoTei €va  €TTITEUYPA-OTABUO TOou OUYXPOVOU
TEXVOAOYIKOU KOOWOU. Eival évag atrd Toug TTIo ypriyopa avaTITUCCOUEVOUG TOWEIG TNG
EMOTAPNG Kal £x€I dwaoel epeBiopata ae TTOANOUG £peuvnTEG AAAWY TOPEWY, WOTE OAOI
padi va OUVEICQEPOUV OTNV YEVIKOTEPN avdaTrTugn. Aivel Tn duvaTtoTnNTa KOTAOKEUNG
TTPOIOVTWYV O€ EKATOVTADESG avOPWITTOUG, KOABWG, TTapd To aKPIBO KOOTOC TNG CUCKEUNG,
TO KOOTOG TTAPACKEUAG TTPOIOVTWY Eival onUAVTIKA €AATTWHEVO OE OUYKPION ME TIG
TTapadoaoiakeég neEBOdoUS. AKOUQ, N TEXVIKH TNG TPIOOIAOTATNG EKTUTTWONG divel ocagn
TTPOTEPAMATA KAl OTOV TOMEA TNG TTEPIBAANOVTIKAG AVATITUENG,ME TO OXEDOV UNOAUIVO
1000 aTTOBAATWY TTOU dnuIoUpPYEi. AUTH N TEXVOAOYIKI KAIVOTOMIa £XEl KOI KOIVWVIKEG
OUVETTEIEG, KABOTI avoiyel To OpOPo TnGg OnMIOUPYIKOTNTAG OTOV KaBéva Trou
evola@épeTal. Mg Tov TPOTTO AUTO UTTOOXETAI EVOIQPEPOUTEG TTPOOTITIKES VIO TO JEAAOV.
Eivar ma BéRaio o611 n TpiodidoTarn ekTUTTwon Ba atroteAéoel TN Biopnxavia Tou
MEAAOVTOG Kal Ba TTaitel KaBopIoTIKO POAO OTa ETTOUEVA XPOVIA.

2.3 12TOPIKH ANAAPOMH
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H mpwTn dnuocicuon OXeTIKA Pe TNV TPIOBIACTATN TEXVOAOYia PTTOopEi va BewpnOei OTI
gyive 70 1981 amé tov Hideo Kodama atré 1o IvoTiTouto Biounxavikwyv Epeuvwy Tng
Naykoyia, n otroia €kave Adyo yia TIG duvaATOTNTEG E€VOG OUOCTAMATOG TOAXEIOG
TTPWTOTUTTOTTOINONG TTOU B XPNOIKOTTOIOUCE QWTOTTOAUMEPH YIa VO OIKOOOUNOEl éva
OTABEPO EKTUTTWHEVO QVTIKEIMEVO, XTIOUEVO TTAVW O€ OTPWHATA, KaBEva atrd Ta oTToia
Ba avTioToixoUoE O€ Hia dIOTOMN EVOG HOVTEAOU.

O Charles Hull [ Eikova 2.3] 1o 1986 o o110i0g
ATav ocuvidpuTrG TG eTaipgiag 3D Systems,
epnuUpE ™ 2TePeOAIBoypagia
(stereolithography), wia &iadikacia  TTOU
EMTPETTEI OTOUG OXEDIAOTEG TN dnuioupyia 3D
MOVTEAWV XPNOIUOTTOIWVTAG WYnoloka
oedopéva T OTToid pTTOpoOUV  va  Td
XPNOIYOTIOINOOUV YIa va dnuioupynoouv éva
OUYKEKPIMEVO avTikeiyevo (Matias & Rao,
2015).

Eikéva 2.3. Charles Hull

O Charles Hull dnuocicuoe etmiong €va peydho aplBud SITTAWPATWY EUPECITEXVIAG
OXETIKA pe TNV €vvola TNG 3D ekTUTTWONG, TTOAAG QTTO TA OTTOIA XPNOIUOTTOIOUVTAl KAl
onuepa atd v “3D Systems”.

‘Revolutionary’ To 1987 o Carl Deckard [ Eikova 2.4]
epyalotav oto lMavemoTiuio Tou TEéEag,
onuocoicuce [ia  TTATEVTA  EUPECITEXVIOG
MEBOOOU 3D ekTUTTWONG, TNV ETTIAEKTIKA
ouvinén MeE TNV Xpnon aktivwv AéiCep
) : (Selective Laser Sintering, SLS), n otroia
e ——————re VIRV eatoR (ORI )

device by Carl Deckard, left.

Machine makes 3-D objects from drawings
= =

— - = —
L™ ' r
; - . 4
”
¥

Eikéva 2.4. Carl Deckard
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O Scott Crump [ Eikdva 2.5 ] 1o 1988, epnupe pia GAAn 3D péBodo ekTuTTWLONG, TNV
MovTteAoTtroinon evatrébeong Tnypévou uAikou (Fused Deposition Modeling), n otroia
atroTéAeoe 10 BepéAIO yia TNV ETAIpIA TTOU
idpuoav atrd Kolvou pe TN ouluyo Tou, TN

Aia Crump, éva Xxpovo apydtepa, Tn Opening Remarks
Stratasys kai n péBodog  ekdOBNKe TO N
1992 * Chied Innaustion ﬂlllr::-!li-j:l::::i
To 1989 n etaipeia EOS ypnoigotroiwvtag B wg

MEBODBO eKTUTTWONG, TN CUVTNEN WE AIlEp
(LS) TOUANCE TO TPWTO CUCTANA
(stereos) 1o 1990.

_S_t.ra ‘lﬂ EYE

Eikova 2.5. Scott Crump

Etriong To 1992 trapdxOnke n TpwTn oTEPEOAIBOYPAQIKN Pnxavh atmmod Tnv 3d Systems
(Wohlers & Gornet, 2012). lNpokeTal yia gia gnxavr TTou atroTeAcital ammd éva
uttepiwdng Aéilep (UV laser) TTOoU OTEPEOTTOIEl TO QUWTOTTOAUPEPES UAIKO  Kal
KATOOKEUACel TTOAUTTAOKN doun pe diaoTpwudTwon (layer-by-layer).

Kara tn Oekaegtia 1990 epgavidovral kal AAAeG TexvoAoyieg 3D exkTUTTWONG KAl
d1adikaaoieg OTTWG :

a) n BaANIOTIKA KaTaokeur) owpaTidiwv (BPM) ue diTAwpa eupeoiTexviag amod Tov
William Masters,

B)N ouykOAAnon Aetrtwov UAAwY (LOM) pe dimAwua gsupeaitexviag améd tov Michael
Feygin,

Y) N wpipyavon otepeou £ddoug (SGC) pe dimAwpa gupeoitexviag ato Tov Itzchak
Pomerantz et al kai «TpiodiaoTarng ekTUTTwonS» (3DP) pe diTAwpa eupeaiTexviag atrod
Tov Emanuel Sachs et al.

To 1999 dnuioupyeital TO TTPWTO OPYAVO TTOU €ival KAAAIEpyNUEVO O€ epyacTrplo. Me
TTEIPAPATA AvATITUXONKE ATTd ETTIOTAPOVEG N AVAYEVVNTIKH IATPIKI KAl Avoige dpOUOoUG
yla TNV avamTugn GAAwv oTpaTnyIKWV Yia TNV TPIoOIA0TATN EKTUTTWON OPYAVWV.
Aedopévou OTI XpnolyoTroiouvtal Ta KUTTAPA Tou avBpwTtrou, o KivOduvog Tng
ammopPIYNS atrd TOV opyaviouod, gival eAaxIoTog Ewg undevikog (The Authority on 3d
printing).

‘Emreira, 10 2002 KATAOKEUAOTNKE £va AEITOUPYIKO ve@pO. To veppd autd €ixe TNV
IKOVOTNTA va QIATPAPEI TO Qipa Kal va TTapdyel apaiwpéva oupa o (wo. AuTA n
epevpeon ouveTéAeoe oTtnv dieCaywyn epeuvwov ato Wake Forest Institut yia tnv
EKTUTTWON OPYAVWY KAl IOTWV.
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To 2005 o Ap. Adrian Bowyer oto lNavetmotriiuio Tou Bath 16puel Tnv RepRap [ Eikéva
2.6 ] |JIG TTPWTOROUAIO avoiXxToUu KWOIKA yIa TNV KATAOKEUR €vog 3D eKTUTTWTA, O

- OTTOI0G UTTOPEl VO EKTUTTWVEI T
TTEPICOOTEPA OTTO TA EEAPTAUATA TOU
idlou ToU eKTUTTWTA. TO OpaPa TOU
€pyou autou ATaAv N XaunAou
kO6oToug Olavourp Twv RepRap
govadwv  Otg  1IDIWTEG  TTAVTOU,
divovtag Toug Tn duvatdTnTa VO
dnuioupyrnoouv TTPOIOVTA
KabnuePIVAG Xpnong atrdé  Povol
TOUG.

Eikova 2.6. RepRap

To 2008 ep@avifeTal O TTPWTOG EKTUTTWTAG AUTOU TOU €idOUG.
To 2007 TrwAeiTal o TTpwToG 3D eKTUTTWTAG PE TIUA PIKPOTEPN atrd 10.000 doAdpia.

To 2008 ekTUTTWONKE £va avOpWTTIVO TTPOCBETIKO HENOG KAl CUYKEKPIUEVA Eva TTODI ,TO
OTTOIO €iXE OAQ T PEPN EKTUTTWPEVA XWPIG VA aTTAITEITAI N CUVAPPOASYNOT) TOUG.

‘ETO1 £XOUME TOV TTPWTO AVOPWTTO TTOU TTEPTTATAEI PE TPIODIACTATO EKTUTTWHEVO TTOOI.

Tnv idla xpovid n eTaipgia Shapeways dnNUIOUPYEI PO UTTNPECIO CUVEPYATIAG Kal Hia
KOIVOTATO E€TITPETTOVTAG KOANITEXVEG, OPXITEKTOVEG KOl OXEOIOOTEG VA PETATPEWOUV
OIKOVOUIKA Ta 3D ox£DIA TOUG O€ QUOIKA QVTIKEIPEVA.

To 2009 Byaivouv yia TTpwTn Qopd TTPog TTWANGCN ol TpiodidoTaTol eKTuTTwTEG DIY Kits
ammd Tnv eTaipia Maker Bot Industries. Etiong tnv idia xpovid xpnoiyotroicitar 3D
EKTUTTWTNAG YIO TNV EKTUTTWON TWV TTPWTWV AIJOPOPWYV AYYEIWV.

‘Emeita, 10 2011 oto [lavemotAuio Southampton KaTaoOKEUAOTNKE TO TTPWTO
TPIOOIAOTATO EKTUTTWHEVO [N ETTAVOPWHEVO QEPOTTAAVAKI OE ETTTA NUEPES Kal
TTpoUTTOAOYIONO £5,000. KATOOKEUAOTNKE ME TITEPUYEG EAAEITITIKOU OXAMOTOG, €va
ouviBwg akpIfd xapakTnpIoTIKG, TTou PonBd oTn BeAtiwon TNG agPOdUVAMIKNG
atrdédoong.

ETttiong Tnv idia xpovid dnuioupyHONKE TO TTPWTO TTAYKOOMIWG TPICOIACTATO TUTTWHEVO
autokivnto, 1o Urbee (Kor, 2013). Eivar @IAIKO TTpog TO TTEPIBAANOV, NAEKTPIKO ME
EVAAAOKTIKO KaUuoigo TNV aiBavoAn. EmmmpooBeta £xouue eKTUTTWON O€ XPUOO Kal
aonuI.

H etaipeia i.materialise yivetal n mpwtn utnpeoia ektuTwong 3D oe 6Ao Tov KOGUO
TTOU TTPOOQPEPEI XPUOO 14 KapaTIwV Kal Aoyl wg UAIKA, avoiyovTag €101 JIa vEQ Kal
AlyoTEPO daTtravnen TTIAOYR KATAOKEUAG VIO TOUG OXEDIOOTEG KOOUNKATWY.
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To 2012 £xoupe TNV TTPWTN EPPUTEUCT TPICOIAOTATNG TUTTWHEVNG KATW Olayovag o€
Mia nAIKiwuévn Kupia TTou TTAoXel atro Xpovia Aoipwén Twv ooTwV. AuTr N TEXVOAoyia
EPEUVATAI YIa va TTPowONBEi N avatrTugn véou I0TOU 0O0TOU.

To 2014 o Richard Arm (MSc Smart Design, epguvntig OTO TTAVETTIOTANIO TOU
NoTTivykxau TG MeydAng Bpetaviag) dnuioupyei TRV TTRWTN TPICOIACTATA EKTUTTWHMEVN
KapdId, TTPOKEINEVOU va eviOXUOEl Tn OuvaTtdTNTa €PEUVAG KAl TNV TTEIPAUATIKN
XEIPOUPYIKN).

To 2015 n Google etrevduel 100 ekatoupupla doAdpia otnv eTaipgia Carbon3D.

To 2016 n HP mrapadidel Tov TpwTo 3D ekTUTTWTA TEXVOAOYiag Multi Jet Fusion (MJF)
kal n XJdet Ltd mmapouciaoce tnv TeXvoAoyia NavoowuaTidiwv PE TTiEON aKpPOPUTiou
(NanoParticle Jetting - NPJ).
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2.3.TEXNOAOrIIEZ 3D EKTYNQZHZ
2.3.1 Fused Deposition Modeling (FDM)

FDM i aAAiwg Fused Filament Fabrication (FFF) BacileTal oTnv THEN KaI TNV ETTIAEKTIKN
EVATTOBEON MIAG AETTITAG ivag BEPUOTTAACTIKOU yia TOV OXNUOTIONO AAAETTAAANAwWY
OTPWOEWV Ol OTTOIEG Kal Ba dnuIoupyAcoUV TO TEAIKO QVTIKEIUEVO.[3]

Xapaktnpidetal ammd uywnAr oxéon ammodoonG/TINAG CUYKPITIKA YE GAAEC pEBODOUG
TaXEiOG TTPWTOTUTTOTTOINONG 1 CUMBATIKAG TTapaywyng. Ta TTapayopeva avTIKEIMEVA
gival avBekTIKA KAl ouvABwWG £TOIPA TTPOG XPRON XWPIG va aTTAITEITAI KATTOIA TTPO0OETN
emegepyaoia. YOTEPEi OTO OXNUOTIOPO TTOAU AETTTWV XAPOKTNPIOTIKWY KAl 0TO BaBud
AETTTOPEPEIAG TTOU MTTOPEI va aTTOTUTTWOEL. AOYyw TOu OTI €ival n TTIO €UPEWG
dl0dedopévn TEXVOAOYIO avOTITUOOOVTAlI OUVEXWS VEQ UAIKA TTou TTpoodidouv oTa
QVTIKEIPEVA €IOIKES 1IB1IOTNTES Kl XapaKTnEIoTIKG [4][5].

Kavovikn - 0.3mm

To 1axog kdBe oTpwong pubuiCetal ota 0.3 xINooTd. To atmotéAecua eival €va
avOekTIKO Kal OTIBAPO AVTIKEIMEVO TTOU OPWG €XEl DIOKPITA ETTITTEdA TOOO OTITIKA OCO
Kal otnv aon. Eivalr n 1Mo ypriyopn Kal OIKOVOUIKA €TTIAOYR KAl cuvioTaTal yid
EKTUTTWOEIG TTOU 0AG EVOIAQEPEI TTEPICTOTEPO N AEITOUPYIKOTNTA TTAPA N ENPAVIOH TOU
QVTIKEIMEVOU.

Meoaia - 0.2mm

To TTAXOG TwV OTPWOEWV Eival APKETA AETTTO WOTE va un OlakpivovTal €UKOAQ,
MTTOpOUPE OPWG va TIC VIWOOUWE OTnV a@r. AtroteAei pia péon Auon yia va
ONUIOUPYNOOUNE VA TTOIOTIKA EKTUTTWHEVO KAl OHOPQPO QVTIKEIMEVO O€ KAAN TIUF, XWPIg
MEYAAN avauovi.

Méyiorn - 0.1mm

e K&Be YIAIOOTO UWoug Tou avTikeigévou avtioToixouv 10 oTtpwoelc uAikou! Ol
OTPWOEIG QUTEC €ival TOOO AETTTEG TTOU OEV UTTOPOUME VA TIG AvTIANPBOUUE OUTE OTITIKA
ouTe Kai oTnv aen. H emAoyr autr divel capwg To KAAUTEPO OTITIKG attoTéAeoua. H 3D
ekTUTTWON oTa 0.1 XINOO T QTTAITEI ONUAVTIKA TTEPICOOTEPO XPOVO YIa VO OAOKANPpwOEi
oc OX€On ME TIG XAMNAOTEPEG AVOAUCEIC HE QTTOTEAECPO va gival Kal n 1Mo
akpiBn.(Eikéva 2.7)
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Eikova 2.7. 3D exktutTwon FDM

2.3.2 Stereolithography (SLA)

H oTtepeoAiBoypagia eTTITUYXAVETAI PECW TOU QPWTOTTOAUMEPIONOU TTOAU AETTTWV
OTPWOEWYV, €I8IKWYV yia 3D ekTUTTWwon, uypwv pnTiviov. O1 pNTivEG AUTEG €XOUV TN
EexwploTn 1I010TNTA va OTEPEOTTOIOUVTAI OTAV EKBETOVTAI O UTTEPILOON AKTIVOBOAIQ

Me auté Tov TPOTTO TTAIPVEI HOPP KAl EVOWUATWVETAI N KABE pia oTpwon TTavw oTnV
GAAn  oxnuatiCovtag TO QUOIKG avTiypago Tou wn@iakou 3D povrédou. H
oTepeoNiBoypaia  TTOPAYEl  QVTIKEIMEVA  ECQIPETIKNAG  TTOIOTNTAG, OKPIBEIAg  Kal
AeTTTONéPEIOG OE TETOIO PaBUO WOTE TIC TTEPICOOTEPEG POPEG eival OUOKOAO va
OIOKPIVOUME €AV TO QAVTIKEIUEVO E€ival TO TEAIKO TIPOIOV KAl OXI £VA EKTUTTWHEVO
TTPWTOTUTTO. H €mmIAoyn TNS pnTivng TTou Ba xpnoiuoTToinBei TTpocdidel OTO AVTIKEINEVO
OUYKEKPIPEVA  XAPOKTNPIOTIKG OTTwG duvatotnta  XUteuong, auénuévn avtoxn,
eEAAOTIKOTNTA KOK.

YwnAn - 0.05mm To 1réxog kaBe otpwong pubpicetal ota 0.05 xIAI0oTA.

MéyioTtn - 0.025mm To Tdxog kaBe oTpwong pubuicetal ota 0.025 xIAIooTA.

(23]



2.3.3 Zuvtnén Ztpwparog 2kévng (Powder Bed Fusion)

2uvtngn Ztpwuatog 2kovng (Powder Bed Fusion): pia diadikaoia TTapaoKeUng
TTPOCOETWY OTNV OTToIa N BEPUIKA EVEPYEID OUVOEEI ETTIAEKTIKA TTEPIOXEG MIAG KAIVNG
okoévne .(Eikéva 2.8)

H olvinén okdévng civalr pia diadikacia otnv oTroia n BepuIKh evépyeia dIOOUVOEEI
ETTIAEKTIKEG TTEPIOXEG MIOG KAivNG okovng. O1 mmapaAAayéG QuTAG TNG KaTtnyopiag
TepIAauBavouv TNV - eTMAEKTIK  ATTTUVOn  pE  AéiCep  (SLM), Tnv  €TTIAEKTIKNA
TTUPOOUCOWHPATWON ME A€ICep (SLS), Tnv aueon emAekTIKA TAEN AéiCep (DSLM), Tnv
TTUPOOUCOWNATWON e atreuBeiag péETaANo (DMLS) kar v TAEN ME NAEKTPOVIKEG
0éopeg (EBM) 10 avartrtuyuévo eTTitredo Bepuokpaaciag UAIKOU.[7]

M|r$‘ Laser system
Laser beam —
Powder leveling system
Produced structure

L

L
L

. Y

Powder

Eikova 2.8. Powder bed fusion
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2.3.4 Directed energy deposition

H evamméBeon kateuBuvouevng evépyelag gival pia d1adikaoia TTapACTKEUNG TTPOCOETWY
OTNV OTTOoia XPNOIUOTIOIEITAI N BEPUIKE EVEPYEIQ TTOU XPNOIKOTTOIEITAI VIO TNV THEN TWV
UANIKWV pe TAEN katd Tnv evammoBeor toug. Mia déopn A&ICep 11 nAeKTpoviwv
XPNOIMOTTOIEITAI OUVABWG WG TTNY BEPUIKAG EVEPYEIAG KAl PETOAAIKEG OKOVEG 1
ouppata w¢g OopikA UANIKG. H apxni Tng ouykekpipgévng Oladikaoiag Additive
Manufacturing (AM) [7] dnAadn TTapaAlayég diEpyaciwy TTAPACKEUNRG TTPOCOETWY,
(Trapoucidletal oxnuatika otnv Eikova 2.9.)

_______________________________________
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Eikova 2.9. Directed energy deposition

2.3.5 Vat photopolymerization

O pwTtotoAupepIouds Vat, yvwoTdg Kal wg aTepeoAIBoypa@ia, ATav N TTPWTN EUTTOPIKI)
AM diadikaoia atrd Tn dekaetia Tou '80. H Baoikn 10€a autig NG diadikaaiag givail OTi
éva uypoO WTOTTOAUMEPEG UNIKO TTOAUMEPICETAI ETTIAEKTIKG XPNOIUOTTOIVTOG HIO HOPYN
QPWTOG. H pnTivn TTepIEXETAl 0 pIa deCaPEV Kal TO TUAMA €ival OUVABWG XTIOPEVO
avaTroda. LeKIVWVTAg atrd TNV Kopu®r) TNG degapeving. [7]

H 1TnyR @WTOG yIa TNV EvEPYOTTOINON TNG TTOAUPEPIOUOU UTTOPEI Va gival €iTe Eva A&ICep
KATEUOUVOUEVO aTTO KATOTITPA YAABAVOUETPOU €iTE aTTO Biod0 EKTTOUTTAG PWTOG (LED)
TToU eAEyxeTal aTTo TNV TEXVoAoyia Digital Light Processing (DLP).(Eikéva 2.10)

Autr} n diadikacia AM xpnOIPOTIOIEITAI OTOV TOMED TNG QEPODIOOTNUIKAG, YIO VO
KATOOKEUAOEI JOVTEAQ AEPOBUVANIKNG GN)Payyag Kal TUAMATa ETTIOEIENG.
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Eikova 2.10. Vat photopolymerization

2.3.6 Material jetting

2TIG dlgpyaoieg €KTOLEUONG UAIKOU OnpioupyouvTal QvTIKEIYEVA Opola e  €vav
O1001A0TATO EKTUTTWTH WEKAOKOU PeEAAVNG. Mia A TTEPIOOOTEPEG KEPAAEG EKTUTTWONG
MEAGVNG XPNOIYOTTOIOUVTAl YIA TNV ETTIAEKTIKA ammOBeon oTayovidiwv  UAIKOU
KATOOKEUNG Kal TN dnuIoupyia OTpWoewv oOTnV TrePIoX KaTtaokeung. O oTIBAdeg
UAIKOU OTn OUuVvéXela OKANPUVONKav i okAnpuvonkav YXEnOIKOTTOIWVTAG UTTEPILIOES
(UV) owg. Mia oxnPaTIKr aTTeIkOVIoN TPIOBIAOTATNG EKTUTTWONG KE TO UAIKO @aiveTal
o010 oXAMa. Aedouévou OTI TO UAIKO TTPETTEI va €ival 0€ uypr KaTdoTaaon, 0 apiOuog Twv
UAIKWV TTOU gival dlaBéaiuol yia xprion ue ouotiuata AM pe ektdEeuon UAIKOU eivai
TTEPIOPIOPEVOG. Ta QWTOTTOAUMEPA Kal Ta KeEPIA €ival KAtGAAnNAa kKal ouvRBwg
Xpnoigotrolouueva UAIKA, AOyw Tng 1EWA0OUG QuUONG Kal TngG IKavotnTag Toug va
oxnuaTti¢ouv otayoves. Adyw TnG GUONG TWV UAIKWYV TTOU XPNOIYOTTOIOUVTAl PE TNV
eKTOEEUON UAIKOU, T OTToia €ival guaioBnTa oTO UTTEPILOEG PWG, N dladikacia EXEl
TTEPIOPIOPEVN dUVATOTNTA EQAPHOYG OTOV AEPOVAUTIKO TOMEQ.

Me 1n dladikaoia ekTOEeuong UAIKOU, TTOANQTTAG UAIKG uTTopoUV va XpnoIhoTToinouyv
l aKOua Kal va ouvduaoTouv OTo idI0 TUAMA OTav XPNOIUOTIOIOUVTAl KEPAAEG
EKTUTTWONG TTOAAATTAWY akpo@uaiwyv. ‘ETol, utropouv va AngBouv TTpoCapUOCUEVES
UAIKEG 1010TNTEG 1} XpwHaTA.[7]

Em Aoy, éva atrd Ta UAIKA pTTopei va XpnolyotroinBei yia mn dnuioupyia dopwy
UTTOOTAPIENG, €V TA AAAQ XPNOIYOTTOIOUVTAl YIO TNV KOATOOKEUR TOU €6APTAMATOG.
YTTAPXOUV EQAPUOYES EKTOEEUONG UAIKOU OTTOU Ta UAIKG EKTUTTWONG MTTOPOUV va gival
METOAAQ pE TN POPQN aepiou agpOAUPOTOC. QOTOCO, TTAPAUEVEI IO AVOOUOUEVN
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TEXVOAOYIQ TTOU UTTOPEI va €XEl MEYAAEG dUVATOTNTEG OTNV ATTOOOTIKN TTAPAYWYN

agpovauTikwy egaptnudatwy.(Eikéva 2.11)
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Eikova 2.11. Material jetting

2.3.7 Sheet lamination

H eAaopartotroinon @UAAwv cival n diadikacia AM oTnv otroia To TEAIKO TPRAUA
KATOOKEUAZeTal a1Td QUAAG UAIKOU TTOU €ival ouvoedepéva PETAEU TouG. To UAIKO
MTTOPEI va ival €iTe XapTi €iTe HETAANO. ZTNV TTEPITITWON TOU XOPTIOU, Ta QUAAC KOBovTal
oTNV ATTAITOUMEVN MOP®PN KAl N CUYKOAANTIKY oudia XPNOIUOTIOIEITAI YIO Tn OUVOEON
TWV OI0QOXIKWY OTPWHUATWY. Ta PETAANIKA QUAAQ PE TN HOP®R QUAAWV 1 TAIVIWV
OUYKOAAOUVTaI PETAEU TOUG, XPNOIMOTTIOIWVTAG OETMN akTivwy AEICEp | UTTEPAXWV.
21NV apxn TN ueBGdoU eAacuaToTToinaNG GUAAOU OXAMATOGC ATTEIKOVIZETAI OXNMATIKA

(Eikova 2.12)[7]

Eikova 2.12. Sheet lamination
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2.3.8 Binder jetting

21NV PEBOdO auTr XPEnOoIMOoTIoIEiTal £€va UypO OUYKOAANTIKO UAIKO yia Tn dEOoPEUon
OWMaTIdIWV OKOVNG O€ HIa KAivip oKOvNG .To OUYKOAANTIKO UAIKO evaTtroTiOeTal
ETTIAEKTIKA XPNOIYOTTOIWVTAG AKPOPUOIa KEQYAANG EKTUTTWONG inkjet yia va ouykparei
TN OKOvN OTO €mMOUUNTO OXAMA. MoAupEPES, ce-ramic Kal PETAANIKEG OKOVEG gival
OI0BE0IYEG yIa XPron ME PNXAVES TTPITOIVWTA. Agv dNPIOUPYOUVTAI UTTOAEIMPATIKEG
Tdo€IC OoTa OnuIoupynuUéva MEPN, KABWG n eKTOEEUOn OUVOETIKOU UAIKOU Ogv
xpnoigotrolei BepudtnTa Katd TN Oladikacia kKataokeung. EmimAéov, dev uttdpxel
avaykn dnuioupyiag doung oThPIENG, KaBwG Ta TUANATA oTnpifovtal aTtrd Tn XoaAapn
okévn oTo KouTi epyaciag. QoTdé00, Ta METAAAIKA ouoTATIKA TTOU dNUIOUPYOUVTal UE
TITUEPA OUVOETIKOU UNIKOU PETA TN dladikaoia KaTtaokeurg AM atraitolv TRV EQapUoyn
MIag d10dIKaCiag TTUPOCUCOWHATWONG KAl JEPIKEG QOPEG va OIEIodUoOUV 0€ AAANO
UAIKO, avaloya pe Tnv e@apuoyr). H Bepuny 1cootatiky Trieon (HIP) ptropei va
XPNOIYOTTOINGEI yIa TNV €TTTEUEN UWPNAWV TTUKVOTHTWY O OTEPEA PETAAAA. AuTh n
dladikacia AM xpnOIPOTToIEITAl KUPIWG YIa TN dNUIOUPYIa TUTTWHEVWY TTUPAVWY APUOU
KAl KOAOUTTIWYV, €VW, AKOMPN Kal av gival duvaTh N €KTUTTWON METOAAIKWY HEPWYV,
UTTAPXOUV TTEPIOPIOHUEVESG AEPOVAUTIKEG EQapuoyES.(Eikova 2.13)[7]
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Eikova 2.13. Binder jetting
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2.4 YAIKA KATAZKEYHZ

Y1rapxouv TTOANG UAIKA TTOU XPNOIPOTTOIOUV Ol TPIOBIACTATOI EKTUTTWTEG YIA DIAPOPES
EQAPHUOYEG O€ TTOANOUG TOMEIG. A TOUG KOTAOKEUOOTEG KAl TOUG OXEDIAOTEG TO
KATAAANAO UAIKO €ival TO onUAvVTIKOTEPO OTOIXEIO YIOG KATAOKEUNG. AvAAoya Tn Xprnon
yla TO OTTOI0 TTPOOPICETAl TO UTTO KATOOKEUN QVTIKEIMEVO, ETTIAEYETAI TO UANIKO ME TIG
KATAAANAEG UNXAVIKEG, XNUIKEG, BEPUIKES KAl NAEKTPIKEG 1810TATES, AaUBAVOVTAG UTTOWN
TTEPIBAANOVTOAOYIKEG TTANPOPOPIEC Kal BEPATA  QVICOTPOTTIAG TOUu KABE UAIKOU.
2uvnBwg ol diagopeg HEBODOI TPIOBIACTATNG EKTUTTWONG, ouVodeUovTal aTTd CUAAOYN
UANIKWV v ol dhoya pe Tn TexvoAoyia Tng 3D eKTUTTWONG TTPAYMOATOTTIOIEITAI N
ETTECEPYQTia DIAPOPETIKWYV UAIKWV HPE BIAPOPETIKOUG TPOTTOUG YIa T dnuioupyia Tou
TEAIKOU ommITIOU. Ta UNIKG TTOU XPnoIYoTrolouvTal 0Toug 3D eKTUTTWTEG PTTOPET va gival
O€ HOPPI) OKOVNG, UE T CUCCWHOTWHATA EITE VO CUYKOAAOUVTAI JETAEU TOUG PE XPAON
€I0IKAG KOAAOG TTOU WEKACEI O EKTUTTWTAG, €IiTE va AILOVOUV KAl VO OTEPEOTTOIOUVTAI
ETMAEKTIKA. AANAG UTTOPOUV Va gival o€ Jop@ry QUAAOU TIPIV TRV €TTEEEPYATIQ TOUG. Z€
TTOANEC TTEPITITWOEIG TO AVAAWGCIUO UTTOPEI va BpiokeTal A va BepuaiveTal yia va Bpedei
O€ NUI-OTEPEA 1] UYpPr HOPPN, VIO Va £€X0UV KAAUTEPN OUVOXA METAEU TOUG Ol OTPWOEIG
KATA TNV EKTUTTWOT). TEAOG AAG uTTOPOUYV Va €ival o€ uypn Joper ewToguaiodnTa Ta
OTTOIO OTEPEOTTOIOUVTAI ETTIAEKTIKA WETA aTTO aKTIVOBOANGCN. AnAadr avaloya pe Tn
TEXVOAoyia TNG 3D eKTUTTWONG TTOU XPNOoIYoTToIEiTal, Ba €TTIAEYEl KAl TO UAIKO oTnv
KATAAANAN pop@n, n otoia Ba civalr okdvn (Powder), oteped @UAAa (Solid Sheets),
Aciwpévo UNIKO (Molten), ewTtotmoAupepéc uypd (Photopolymer). H okévn (Powder
material) ptropei va gival atré pétaAlo, atrd yuwo, KEPAUIKO, TTAACTIKO ) aTTd oUCTATIKA
Tpo@iuwv. Ta ateped QUAAa (Solid Sheets) ptropei va gival ammd xapTi, atrd PHETAAAO,
KEPAMIKO I atTd TTAACTIKO KAl YTTOPEI va gival eviaia rj okovn TTAvw o€ QIAP-TaIvia.
Peuotd A Actwpévo uAIko (Gel or Molten material) ytropei va gival ammé TTAaoTIKO, {UAO,
METaANO, BiooupBatd fj GAAo UAIKG kal gival ouviBwg oe pop@r VvAPaTtog. To
dwrotroAupepég uypd (Photopolymer liquid ) civar amd Oi1d@opeg pnTiveg UE
OIAPOPETIKES 1010TNTEG.

2.4.1 PLA O¢gppotmrAaoTiké (Fused Deposition Modeling)

To PLA (Poly Lactic Acid) civalr éva BiodlooTTwuevo BEPUOTTAACTIKO TTPOEPXOUEVO
KUPIWG atrd QUTIKEG QVAVEWOIPES TINYEG TO OTTOIO TO KATATACCEl ATTO TA TTPWTA OTN
Aiota pe Ta MO QINKG TTpog TO TTEPIBAAAOV TTAACTIKA UAIKA. To PLA gival okAnpo,
avOekTIKG Kal TTapouciadel peyaAUTEPn okauwia ot ouykpion pe 10 ABS. H
Bepuokpacia oTnv oTToia apxidel va JaAaKWVEl gival TTepiTTou o1 65 BaBuoi KeAaiou. Ze
éva ot eTiayuévo atrd PLA ptTopei va yivel eTre¢epyaoia pe yuaAoxapto aAAd kai
MNXavoUpYIKA Katepyaoia OTTwg TpUTTNPA, TOpveuon kal epeldpioua. Etiong utropei
va Ba@ei e akpuAIKa kal GAAa xpwuaTa.
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Eival To 1Mo koiva 3D eKTUTTWOIPO UANIKO, 10aVIKO YIa OAEG TIG EQAPPOYEG TTOU OEV
ugioTavtal uwnAég Bepuokpaoies. Xpwuata PLA Tkpl, Agukd, Maupo, KOkkivo,
Kitpivo, MNopTokaAi, MTTAg, MNpdoivo, Alagaveg.

2.4.2 ABS OgppotrAaoTiké (Fused Deposition Modeling)

To ABS (Acrylonitrile Butadiene Styrene) cival éva amd 1a 1Mo Koiva €idn TTAACTIKWV
oTn Blounxavia KATaoKEUNG TTPoIovTwyY. Ta yvwoTd o€ 6Aoug pag TouBAdkia LEGO®
gival éva Tétolo TTapddeyua. To ABS éxel reTpeAdikl TTpoéAeucn KATI TTOU TO KAVEI
AiyoTepo "mpdoivo" atmmd 1o PLA. Eival TTOAU avOekTIKO, OKANPO Kal o€ PIKPO Babuod
EUKAMTITO WOTE UTTO TTEPIOPICUEVN TTIECT VA Auyicel avTi oTTael. AiaTtnpei Tn oTIBapoTnTA
ToU €wg Toug 105 Babpoug KeAaiou, dpa eival 1davikd yia EQappoyEG OTTOU aTTAITEITAI
avtoxrn o€ uPnAég Bepuokpaaicg. OTTwg kal To PLA ptTopei va TputtnBei aAAd kai va
AelavBei pe Tpiyigo xwpig TpoBAnua. Xpwuata ABS kpl, Asukd, Maupo, KOkkivo,
Kitpivo, MopTtokaAi, MTTAg, Mpdoivo, uoikd Alagavég.

2.4.3 MNMoAupepn UAIKG

To AkpuAoviTpidio Boutadiévio ZTupoAio (Acrylonitrile Butadiene Styrene - ABS) kai 10
MoAuyaAakTiké OEU (Polylactic Acid - PLA) eival atmé Ta 1o d1adedouéva EUTTOPIKA
UAIKA. MTTOpOUVE va ETTECEPYOOTOUV PE AKETOVN PETA TNV EKTUTTWON YIA VA TTAPEXETAI
éva yuahioTepo @ivipiopa. Katd tnv atrobrikeuon TTPETTEN va gival 0TEyavog KAEIOPEVQ,
KaBoTI attoppo@ouv Tnv uypaacia. To ABS cival TTapdywyo TreTpeAaiou kal eKAUovTal
MIKPEG avaBupidoelg KaTd Tnv ekTUTTWonN. Eival Aiydtepo eU8pauoTo Kal 1o OAKIUO e
MEYAAn OeppoKpaOIaKr) avTioTaon ZuviOTATAlI VIO TTO OTTAITNTIKEG €QAPUOYEC Kal
TTPOTUTTOTTOINGN MOVTEAWV. [N va «TUTTWOEI» £va avTIKEIUEVO aTTaITouvTal UPnAOTEPES
Bepuokpaciec (Oeppokpacia akpo@uaiou petatu 220- 235 o C ) amd 10 PLA
(©epuokpacia akpoguaiou uetatu 185 - 210 o C ). Ze avriBeon ue 10 ABS, 10 PLA
gival BIodIACTIWHUEVO, TIPOEPXETAI OTTO TNV ETTEEEPYATIA  QUTIKWYV TTPOIOVTWV,
oupuTTEPIAQUBAVOUEVWY KOAQUTTOKI, TTATATEG 1 {aXapOTEUTAA Kal Bewpeital UNIKG TTIO
QINKO TTpoG TO TTEPIBAAAOV. YTTokaTtnyopieg Tou PLA, cival Ta Soft PLA 1} 10 Flex
EcoPLA ta oTr0ia €ival TTI0 EUKAPTITA KAl EVEPYOUV 0av AAOTIXO Kal To To PolyMax PLA
TO OTTOIO €ival avaoxedIQOUEVO PE EEQIPETIKN UNXAVIKI) avTOXH.

H MoAuBivulikii aAkooAn (Polyvinyl Acetate — PVA), kaBwg kai 1o High Impact
Polystyrene — (HIPS) €ival udpodiaAuTtd UAIKG Kal XpnNOIYOTTOIOUVTAl OTIG KOTAOKEUEG
WG UNIKO UTTOOTHPIENG, KOTA TNV EKTUTTWOT), OTA ONUEIA EKTUTTWONG TWV QVTIKEIMEVWV
ME MeYAAeS KAioelg. To PVA givail un 1ok kai BlodiacTrwpevo JOAIG S1aAuBei aTo vepod.
2uvnNBwg diaAueTal o€ KPUOo vePd aAAd n dladikaagia eTTITaxUVeTal 0TO (EOTO VEPO.
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To HIPS 10 UAIKG €ival diadedouévo oTn Blounxavia Tpoigwy Kal TN CUCKEUOOIA,
dloAueTal o€ éva axpwuo uypo udpoyovavBpaka Aipovevio (hydrocarbon Limonene).

To vaidov (Nylon r} Polyamide- PA) Eival yvwoTo yia Tn ueydAn Bioouppartdtnta Tou,
TO OTIOIO XPNOIUOTTOIEITAlI EUPEWG OTNV 1ATPIKN Blounxavia. H 1TAciovétnTa TWV
QAVTIKATOOTACEWY XOVOPOU KOl EVOG APKETA EYAAOU apIOUOU TWV TTPOCOETIKWY HEPWV,
yivovtal pe Tn Xprion autoUu Tou UAIKoU. YTTapxouv OIAQopol TUTTOI VAIAOV TTOU
xpnoiuoTtrolouvtal otnv 3D ekTUTTwon OTTwWs 10 Nylon 618, TO OTT0I0 £X€EI PUOIKO AEUKO
Xpwpa, To Nylon 645, 10 o1T0i0 €ival APKETA dIAUYEG, AANG DUOKOAO OTNV YETAXEIPION
Tou Kal To Nylon PAG6Polymer 1o oTroio €ival TTOAU avBEKTIKO UNIKO, hME UWNAR avToxn
0€ €QEAKUCHO, OTIATTVOTNTA KAl EAQCTIKOTNTA KAl XPNOIUOTIOIEITAI YIO TNV EKTUTTWON
€CAIPETIKA OTIBOAPWYV ECAPTNHATWV.

To NylonX cival kai autd évag TUTTOG TOU VAIAOV TTOU €XEl TTPOOBRKN MIKPO VWV
davBpaka (carbon) yia peyaAutepn akapwia. ANa avBekTIKA UAIKG 0Tn KaTnyopia auTr)
eivar To Carbon, to Kevlar kai 1o Fiberglass. To Polyether ether ketone (Peek) civai
eANa@pU BepUOTTAACTIKO TTOAUPEPEG KOl QVAKEI OTAV KATNyopia Twv BIOPNXAVIKWY
UAIKWV JE TN MEYAAUTEPN XNMIKN, BEPUOKPATIOKA avTioTaon, KabBwg Kal avTioTaon KaTd
NG uypaciag. To Alumide kataokeuddetal ammd €va peiyua TToAuauidiou (vaiAov) Kal
éva TTOAU XauNAS TToo00TO YKpI 0KOVNG aAoupiviou. To Alumide eival éva 1oxupd,
KATTWG AKOUTITO TTAQOTIKO UAIKO TTOU UTTOPEI va avTEEEl MIKPEG KPOUOEIG Kal va
avTioTadei oe KATTOlO TTiEon evw egival Auyiopévo. H emi@dvela €xel pia apuwdn,
KOKKWON €UPAvion Kai gival EAaQpwg TTopuwodng.

To MoAuaiBuAévio (Polyethylene terephthalate - PET) (yvwoTté atrd mn xprion Tou ota
TTAAOTIKG pTToUKAAIQ) €ival pia dNUOPIARG evaAAakTIK Auon 3D ekTUTTWONG VIAUATOG,
AOGyw Tou OTI ouvOUAlel TNV eukoAia xprong Tou PLA pe Tn duvaun kal avtoxr tou ABS.
Eivar eykekpiyévo amd tov Opyaviopd Tpogipwy kal apudkwyv (FDA) yia doxeia
TPOPIMWY Kal €PYOAEIQ TTOU XPNOIKPOTTOIOUVTAI YIO TNV KATAVAAWON TPOPIWV Kal
EPYOAEIa TTOU XPNOILOTTOIOUVTAI VIO TNV KATAVAAWGCN TPOQipdwy. € avtiBeon pe 1o ABS
0¢ oTpeBAwvel Kal dev TTapdyel oouEG 1 avaBupIdoelg KAaTa TV eKTUTTwOoTN. Agv gival
BiodiacTrwpevo, aAAd gival 100% avakTtrioiyo. Eival eTriong eUkoAa diaxelpioiyo otnv
EKTUTTWON TTPOCQEPOVTAG KATTOIA  XOAPOKTNPEIOTIKA OTnv  atmmodoon  eKTUTTWONG
TTapopola e 1o PLA. ZTnVv apxIkr) Tou KaTdoTaon gival éva axpwuo Kal TTEVTakadapo
UNIKO aAAG OTav BeppavBei i wuxBei To UAIKG aAAGdel Tn dia@dveld Tou. To UAIKO €xel
TTEPICOOTEPO KPUOTAAAIKI) SOMN OTAV KPUWVEI apyd JETA TNV EKTUTTWON. TO vAua gival
APKETA OKANPO Kal avBekTIKO OTa XTUTTAUATA, £€TOI WOTE va TO KABIOTA 1©avikd yia
eAa@pid avTikeipeva. To PET cival n TéAgia €mmiAoyn yia BAKES TNAEQWVOU 1} nxavika
MEPN TTOU OTTAITOUV EAACTIKOTNTA KAl AVTIOTAON KPOUONG A avOeKTIKOTNTA.
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YTtrokatnyopieg Tou PET amoteAouv ta PETT/ G / XT / N-Vent.To BepuotrAacTikd
ehaoTtopepéc (thermoplastic elastomer — TPE), n BgpuotrAacTikry TTOAUOUpPEBAvVN
(Thermoplastic Polyurethane - TPU) kai 10 O¢puoTTAAOTIKO OUPTTOAUECTEPQ
(Thermoplastic copolyester - TPC) eivalr eUkapTTa UAIK&G Kai dpouv oav €UKAPTITO
KAoUToOUK. MrTropei va xpnoigotroinBouv yia Trwuata, CWveg, eAATrpla, ORKeg
TNAEQWVOU, Kal TTOANG dAAa. MTTopouv va dnuioupyrioouv 3D eKTUTTWOEIS TTOU Ba
EXOUV TIG 1010TNTEG €VOC POAAKOU €AACTIKOU, YEYOVOG TTOU Ta KOBIOTA OKOPN TTIO
ehaoTika amo 1o Soft PLA. To NinjaFlex kai to FilaFlex €ivar GAAa eUKauTITa UAIKG,
€Xxouv Beppokpacia ekTUTTWONG TTou KupaiveTal atmo 220 €wg 230 °C, eival pun TogIka
KAl avOEKTIKA o€ akeTOVN, Kauoipa kai diaAuTikd. To PCTPE (Plasticized Copolyamide
TPE) civan €vag ouvduaopdg atmo vaulov kal TPE. Otav ekTuttwOEi, gival eUKAUTITO
oav Kavovikd TPE, aAAd 1o 1rpooTiBéuevo Nylon TTpoo@Eépel peyaAuTEPN AVTOXH).
Mtropei emriong va Bagei pe otrolodnTrote Xpwua Bdoews oféws. To FPE (Flexible
PolyEster) civali kai autd €UKAUTITO UAIKO MEIYMOTOG GKAWTITOU Kal  PaAakou
TTOAUPEPOUG HE BepuoKkpaoia eKTUTTWONG TTou Kupaivetar amd 205 éwg 250 °C.
YTtrokatnyopieg Tou ABS, gival To Polycarbonate - PC/ABS.

To MNoAukappuTtrovikd (Polycarbonate — PC) gival éva e€aipeTikd 1I0XUp0, avOeKkTIKO OTA
XTUTTAUATO  BEPUOTTAAOCTIKO  UAIKO TO OTTOI0O  XPNOIYOTIOIEITAl  EUPEWG  OTNV
auToKIVNTORIOMNXAVia, OTAV AEPOBIACTAMIKI, OTNV IOTPIKA, O€ BIOPMNXAVIKEG EQAPUOYES
O€ OIKIOKEG OUOKEUEG, OTTWG TNAEOPAOoEIG, TTEPIBANKATA UTTOAOYIOTH, QKOPN Kal O€
TTaIBIKA TTaIXVidla.

‘Exel HEYAAES PNXaVIKES 1010TNTEC KAl avToX OTn BepudTnTa KABWG Kal T deUTEPN
uYnASTEPN AVTOXI O€ EQEAKUCHO PMETAEU OAWV TWV UAIKWYV TTOU XPNOIKNOTTOIOUVTAIl OTIG
MEBOBOUG €EwBNONG UAIKWV. To UAIKG gival eTTiong Bioouuatd Kai PTropei va eivai
ATTOOTEIPWHEVO. 17 auTod cival eEQIPETIKA dNPOPIANG YIA TIGC AVAYKESG TTPWTOTUTTWY, O€
AEITOUPYIKEG DOKIPEG, EpYaAEiwV Kal oUvBeTa €pya. To UAIKO TTPETTEl va €6wOnBei o€
Beppokpacia Tavw atd 300 °C. To EUAva uAikd éTtwg To LayWood (LAYWOOD3), 1o
Woodfill kai To Timberfill kataokeudlovTtal amd €va peiyya PLA Kal avoKUKAWPEVO
EUNO, €xouv TTapoOpoIa XOAPAKTNPIOTIKA eKTUTTWONG ME TOo PLA, aAAd ep@avion
TTapopola pe 10 §UAO. MTtopouv va KoTrouv, va TpIPToUv KAl va BagTtouv
ONMUIOUPYWVTAG QUOIKA QVTIKEIMEVA yIia TR OIAKOOWNON OTNTIOU, Kal YIa AAAEG
epapuoyES. Emeaveiokd diaBétouv xapakTnEIoTIKG TTAPOUOIa HE KOKKOUG EUAOU Kal
ME TNV auéopeiwaon TG Bepuokpaaiag e€wBnong dnuioupyouvTal Ol ATTOXPWOEIG TOU
¢UAou. To Laybrick avamtuxOnke yia va pigndei Tov appoAiBo. Mepi€xel éva peiypa
UTTEPAETTTAG OAEOUEVNG KIMWAIOG Kal co-polyesters yia va trapdyel pia emedaveia
QUPOAIBoU, OTTWG oUVAVTATAI OTA APXITEKTOVIKG JOVTEAQ, YAUTTTA, A TOTTIA.

Aev TTapouoiddel TTAAOTIKA aicOnon Kal UTTopouV va eKTUTTWBO0UV PE Agia 1 TTOAU TpaxId
ETMPAVEIOKA XAPOAKTNPIOTIKA, avAdAoya Pe Tn pubuion TnG Beppokpaciag cwbnong.
MOAIG OAOKANPWOEI N EKTUTTWON, TO AVTIKEIMEVO TTAPAPEVEL VIO 2-4 WPEG YIa ETTITTAEOV
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oKAfpuvon. H e@Aveia TOU UTTOPEI OTN CUVEXEIDQ VO XPWHATIOTEI i} va o@upnAaTtnBei
WOoTE va dnuioupynBouv pia ogipd aTrd TTPOIOVTA ATTOUINNONG TTETPAG.

To AkpuloviTpiAiou ZupTroAupepEg akpuAikoU (Acrylonitrile Styrene Acrylate - ASA)
givar €va UNKO ME peyAAn duvaun Kal ammapdpiAAn  dlathpnon Twv  QUOIKWY
XOPAKTNPIOTIKWYV. Eival etmiong €EaipeTik& avOeKTIKO O KAIPIKEG OUVOAKES Kal O€
XNMIKA, £€TO1 WOTE VA UTTOPEI VA AVTEEEI TIG ECWTEPIKEG TUVONKES OAWV TWV EIBWV HE
ATTapApIAAN avToxn).

To TMoAutrpottuAévio (Polypropylene - PP) éxel éva eupu Ttredio e@appoynig. O
OUVOUAO OGS TWV XAPAKTNPIOTIKWY TNG KAARG eueAIGiag, TNG KOAAG XNUIKAG avTioTaong,
Kl TNG Ao@AAOUG XProng yia TpO@IUa KAVOUV auTd TO UAIKO PIa CAIPETIK ETTIAOYN yia
d1Gpopa doxEia, CUOKEUATIES, KATTAKIA Kal GAAA TTOAAG. To TToAuoguueBuAeviou (POM,
Acetal), etmiong yvwoTr wg akeTdAn (Acetal) 3 TToAuakeTtdAn (Polyacetal), €ival éva
TTAAOTIKOG YyIa BIOUNXAVIKES EQAPUOYEG TTOU ATTAITOUV TUNMATA aKpiBelag. To @eppoudp
gival To o mOavoé va yiveralr arré POM TAacTikG. Adyw TnG akapyia Tou, To XapnAod
OUVTEAEDTN TPIRNAG, TNV €EAIPETIKA EAAOTIKOTNTA KAI AVTOXH OTH @BOPA, €ival ECAIPETIKO
UAIKO yIO €COPTAMATA PE INXAVIKES AEITOUPYIES, OTTWGS YPaVAlIa KOl POUAEUAV.

2.4.4 Pnriveg
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2TIG EBOOOUG 3D eKTUTTWONG PE ATTAITHOEIG PWTOTTOAUUEPIOHOU, BEV UTTAPXEI APKETA
euplu QACHA KATOOKEUAOTWV TTapaywyns UAIKWV. O1 KaTaoOKEUAOTPIEG ETAIPEIEG,
ouviRBwWG oUVOBEUOUV TOUG EKTUTTWTEG PE TIG BIKEG TOUG pNTiveS. Me Tnv €icodo, oTnv
ayopd, XapnAou KOOTOUG EKTUTTWTWY QVATITUOCETAI Eva EUPOG ATTO PNTIVEG O€ dIdgopa
XPWHATA KAl YIa OIOQOPETIKEG XPOEIG.

H Pnrivn MevikoU ZKOTToU TTPOCOMOIWVEI T BACIKA TTAACTIKG 0T dIdpavn KaTdoTaon
N oe didgopa xpwuara, aAAd esivar Kdmwe eUBpauvoTa. H AvBekTikr) PnTivn €ivai
oxedlaopévn yia uwnAf avtoxr oTtn @Bopd, YE ATTOTEAECUA Ta PEPN va UTTOPOUV va
Auyioouv Xwpig va otrdoouv. H akauwyia Kal n uynAf avroxr otnv Kpouon, eival
TTapOMOoIa YE aUTH Tou TTOAUTTPOTTUAEVioU (PP) Kal €xel OMaAd, YUOANIOTEPO QIVipIoUQ,
KaBIoTwvTag To KATGAANAO yia TNV TTPOTUTTOTTOINCN i TN cuoKeuaaoia. H ZkAnpr PnTivn
gival n TTpooopoiwon Tou TTAACTIKOU ABS, e OUYKPIOIUN QVTOXI) OTOV €PEAKUCO.
Eivail 1idavik) Auon yia AeIToupyIKA TTPWTOTUTTA KOl CUVAPHOAOYNOEIG.

H YwnAAg Oepuokpaaciag Pnrivn utropei va avté€el uwnAég BEpUOKPATIES. ZUVETTWG,
MTTOPEI va XPNOIMOTIOINGEN VIO EQAPUOYES, OTTWG TTAPAYWYH KOAOUTTIWVY yIa XUTEUON,
yia BepUIKES BOKIPEG OTTWG PO OTa KAVAAIQ TTOU €XOuV oxedIaoTei yia (e0TO agpa n
uypa Kal dnuioupyia epyaAciwy yia Bepuodiaudpewaorn.

H xutevoiun (Castable) Pnrivn kaiyetal kaBapd Xwpic UTTOAEIUPO KOl OTTOTUTTWVEI
EUKPIVEIG, AKPIPEIG AETTTOUEPEIEG KAl Agieg €TIQAVEIEG. TA KOOUNUOTOTTWAEIQ Kal Ol
oXedIOO0TEG UTTOPOUV va 0dnynBouv atr’ eubeiag atmmd pia 3D oxediaon o€ €va PovTéAo.

H EUkaptrtn PnTivn gival e€aipeTikd UAIKOG yia TTPOCOUO0IWOT KAOUTOOUK HE DIAPOPETIKA
ETTITTEdA OKANPOTNTAG KAl AVTIOTAON OTO OXioINOo. XpNOIUWOTIOIEITAI VIO TNV TTapaywyn
€CAPTNATWY TTOU ATTAITEITAI VO CUPTTIEGTOUV Kal va Auyioouv. H BioouuBath Pnrivn
OoTOXEUEI OTNV 0OOVTIATPIKN Blopnxavia aAAd Kal oTnv 1aTpIKr. XpnOIYOTIOIEITAl YIa TNV
TTaPAYWYr] OBOVTIKWY TTPOIOVTWY, XEIPOUPYIKWY 0dNYywV Yia TIG ETTEUPRACEIS KAl VIO
0KOUOTIKG PBapnkoiag. H Kepauiky Pnrtivn €ival éva olvBeTo UAIKO KEPAUIKOU-
PWTOTTOAUHEPOUG, KATA TO OTTOIO0 TO PWTOTTOAUUEPEG DECHEUEI TA KEPAUIKA CWHATIOIA.
MeTd TnVv ekTUTTWON OdNyeiTal o€ KAIBavo yia va oAokANPpwOEi N KaTaokeun. YTTApPXEI
TENOG N PnTivn avtidpaong oto ®dwg tng Huépag, n otroia dev avtidpd OTO UTTEPIWDES
PWG, aAAG 01O ouvnBIoPEVO QWG TNG NUEPAG, TTeplopidovTag €101 TNV AvAykn yid
oTApIEN o€ uia TTNyR ewTog UV katd tnv 3D ektuttwon. Avt 'autou, pia o6évn LCD
MTTOpEl va xpnolgoTroinBei, peiwvovtag evdexouévws 10 KOoTog Tng DLP 3D
EKTUTTWONG.

2.4.5 Aiagpopa UAIKA
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Ta kepapikd UAIKG ouvavTiouvTal o€ JopP VAUATOG, TaIViag, AETTTAG oKOVNG 1 Kal o€
ETTITTEOO VAVOOWWMATIOIWY N OTToid EVWVETAI PE €va OUVOETIKO UAIKO, KaiyeTal Kal
TTEPVIETAI PE Eva AOUOTPO. EKTOG TOou OTI €ival ao@alr] yia TpO@IUQA, €ival AVOKUKAWOIPO
Kal avOekTIKA oTn BepudTnTa. Eivar 1idavikd yia méra, AT{avia, akoua Kal ayaAuara
Kal e1dwAia. Eival Trupipaxa otoug 500 oC. To KUpPIO PEIOVEKTNUA TOUG gival OTI gival
eUBpauoTa. Mepikég 1816TNTEG TOUG €ival N avioxy O€ UWNAEG BePUOKPOTIES, Ol
MOVWTIKEG 1010TNTEG, | N NUIAYWYIUN CUPTTEPIPOPA HE OIAPOPES PAYVNTIKEG Kal
OINAEKTPIKEG IBIOTNTEG, KAI N AVTIOTOCN OTNV TTAPAPNOPPWOn.

Ta ynelakd UNIKA gival véa ouvBeTa UNIKG TTou TTapdyovTal, Pe IDI0TNTEG TTou JeV gival
O108€01ueg oTa eTPEPOUG cuoTaTIKA. O1 SIAQOPETIKEG PNXAVIKEG KOl QUOIKEG 1010TNTES
dnUIoUPYoUV Hia TTOAETA UAIKWV KOAUTITOVTAG OAEG TIG ATTAITACEIG.

To peBakpuAikd TToAupeBUAIO (Polymethyl methacrylate - PMMA), eupéwg yvwoTd wg
QKPUAIKO, cival éva eCaIPeTIKA Ola@aveéG UAIKO TO OTToio €ival TTOAU AKAPTITO Kal
avBOekTIKG. H Beppokpaacia ekTUTTwoNG Kupaivetalr atoug 235 €wg 250 °C.

O T1oAUXpwWHOG aupoAIBog (Full color sandstone) gival 1davikd yia @Iyoupes Kal GAAa
TIPOIOVTA TTOU TTPOCQEPOVTAl O TTOAUXPWHUN, UWYNANG TToIOTNTAG, €KTUTTWON. Ta
MovTEAQ OnuioupyoulvTal ammd Tnv eKTUTTWON TOU OUVOETIKOU UAIKOU Kal atmo €va
XPWHOTIOTO PEAQVI, TTITTEDO UE TTITTEDO, OE MIA TTAATPOPPA UE BACN TO YUWO € OKOVI.
MeTd TNV eKTUTTWON, Ta HOVTEAQ OAOKANPWVOVTAI PE £VO KUAVOOKPUAIKO CPPAYIOTIKO
(E€aPETIKAG TTOIOTNTAG KOAAQ) yia va dIaC@AAIOTEI N avOeKTIKOTATA Kal Ta (wvTavd
xpwpata. To TeAIKS TTpoidv gival éva okANPO, eUBpauaTo UAIKG TTou AsiToupyei 1Idavikd
yIa Ta OTITIKA TTPOTUTTA, AAAG Ogv ival KOTAAANAO yia AEITOUPYIKA TUAPATA.

Ta Bpwolga UNKA o€ popery okOvNG 1 TTAOTAG, KOBWG KAl CUCTOTIKA OTTWG Ol
TTPWTEIVEG XpnolyoTroliouvtal OTIG 3d  EKTUTTWOEIC @aynTou, &vw PIOCUUPATIKES
udpoyéAeg (hydrogels) xpnoigoTtrolouvTal oTnv BIoegwONnon yia Tn dnuioupyia ICTWYV Kal
OpYAvVWV.

2.4.6 MeTtaAAIKa UAIKA
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To kpdapa Titaviou (Tie4 ) TiAl4V) cival éva atmé Ta ouvnBEoTEPA XPNOIUOTTOIOUPEVA
METOAAQ yia 3D ekTUTTWON Kal €ival giyoupa €va atrod Ta TTIO €UEAIKTA, dedoUEVOU OTI
gival 1o0Xupo Kal eAa@pu. XpnOIYOTIOIEITAl OTOV 1aTPIKO KAAdO (Yo €CATOMIKEUMEVA
TTPOCOETIKA MPEAN) Kal oTnVv agpodlaoTnUIKA/ auTtokivnToiounxavia/ Biounxavia
epyaAeiwv (yia avTtaAAaKTIKA Kal TTPWTOTUTTA). TO JOVO JEIOVEKTAMA gival OTI Eival TTOAU
OpaOTIKO, TTOU onuaivel OTI UTTOPEI EUKOAQ va eKpayei OTav gival oe popen okovng. I
'autd n 3D ekTUTTWON TTPETTEI VA TTPAYHATOTIOIEITAI O€ KEVO ) O ATHOOPAIPA apyou
agpiou. O avogeidwTog xaAuBag (Stainless Steel) €ival atrd 1a MO TTPOCITA HETAAAQ
yia 3D exktOTTwon. Tnv idia oTiypn, €ival TTOAU 1I0XUpO Kal JTTOPE va XPNOIPOTIoINBEI o€
MO HEYAAN TTOIKIAIG BIOPNXAVIKWY AAAG KOl KAAANITEXVIKWY / OXEDIACTIKWY EQAPHUOYWV.
‘Eva €idog kpadpatog XAAuBa, To oTToio TTEPIEXEI £TTIONG KOBAATIO Kal vikéAIo (cobalt and
nickel) €ival 1810iTEPa DUOKOAO va OTTACEl, €V TNV idIa OTIYUN €XEl TTOAU uWnAég
ENAOTIKEG 1ID10TNTEG.

To koBaATIO xpwpiou (Cobalt Chrome ) €xel pia TTOAU uwnAn €18IKr 10XU (n oTToia ival
n Ouvaurn OIAIPOUPEVN ME TNV TTUKVOTNTA TOou, N oOTroia OgiXVEl OUOCIAOTIKA TNV
armmaitouyevn  duvaun avd povdada  em@aveiag  yia  atrotuxia). Mo ouxva
XPNOIYOTTIOIEITAI YIO TNV TTApAywyrl TOUPMTTIVWY, OOOVTIKWV Kal 0pBoTTEdIKWV
EMQUTEUPATWY, 0€ OAOUG dnAadI Toug TouEig 6TTou N 3D eKTUTTWON HETAAAOU YivETAI N
TTPOTIMWHMEVN PEBODOG KATAOKEUAG. XPNOIYOTTOIEITAI OXEOOV  OTTOKAEIOTIKA yIa
BIOMNXAVIKEG EQAPPOYEG.

To aloupivio (Aluminum) éxer avioxy otnv diIGBpwan, XaunAd €idIKO BApog o€
ouvOUAO MO PE avBeKTIKOTNTA, TTOAU KAArR avakAaoTIKOTATA. Eival un payvntiké uAiko
ME TIOAU KaAR OepuIkry KAl NAEKTPIKA aywyiuotnTa, adiaTméPacTo OTrd  TOUG
MIKpOOPYaVIOPOoUG & TO Qwg, €ival eAaTd, OAKIYo Kal 100% avakukAWaIuO.

O xaAkog (Copper), o opeixaAkog (Brass) o Mtrpouvt{og (Bronze) kai 0 cidnpog (iron)
XPNOIKOTTOIoUVTAI KUPIWG o€ dIadIKaoieg XUTEUONG 1) WG VA TTEPIEKTIKOTATAG TTEPITTOU
80%, evw 1O uttéAoITTO ival atd PLA. Agv gival 18avikKd yia BIOUNXAVIKEG EQAPUOYES
KAl XPNOIJOTTOIOUVTAI TTIO CUXVA OTIG TEXVEG KAl OTN BIoTeEXVia.

O xpuodg (Gold), o Aeukdypuoog (platinum), To acrjui (Silver) xpnoipgotroiouvtal 660
otn Zuvinén Ztpwpatog 2kovng (Powder Bed Fusion), 600 kai oe O100IKOOiEg
xUteuong. H TpdkAnaon gival T6oo n d1a1ipnon Twv aioBnNTIKWY IBIOTATWY TWV UAIKWV,
0600 Kal N BeATioToTToiNON TNG dlaXEipIoNG TNG TTOAUTIUNG OKOVNG. Ta TTOAUTIUA HETOAAQ
XPNOIKOTTOIOUVTAI YIA KOOUAUATA, I0TPIKEG KAl NAEKTPOVIKEG EQAPMUOYEG.

3. 3-D ekTuTrwWTéG FDM
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O1 TpiodidoTaTol eKTUTTWTEG dlaipouvTal CUVABWG O€ 2 KATNYOPIEG: TOUG OIKIOKOUG
TPIOBIAOTATOUG EKTUTTWTEG KAI TOUG ETTAYYEAUATIKOUG. AUuTHh n didkpion BERaia dev eival
TTAVTA {EKABAPN: PEPIKEG ETTIXEIPAOEIG XPNOIYOTTOIOUV OIKIOKOUG EKTUTTWTEG VIO T
TPWTA OTAdIA €VOG TTPWTOTUTTOU OAAG OKOUQ KOl TO €UPU KOIVO MTTOPEI va EXEl
TTPOOPBACN OE £TTAYYEAUATIKOUG TPIODIACTATOUG EKTUTTWTEG Péow Twv Fablabs i o€
ammeuBeiag ouvdeon ME ETAIPEIEG TTOU TIPOCPEPOUV  TPIOOIAOTATEG UTTNPETIES
EKTUTTWONG OTTWG TTX. N Sculpteo. EvrouTolg, TTpETTEl va ava@EPOUE OTI N TPICOIA0TATN
TEXVOAOYIO €KTUTTWONG €ival onuavTiK& OIAQOPETIKA METALU TOU ETTAYYEAUATIKOU
EKTUTTWTI] KAl TOU TPIOBIAOTATOU EKTUTTWTH OIABECIPOU YIa TO EUPU KOIVO (OIKIOKOG).
O1 repioodTEPOI TPIOBIACTATOI EKTUTTWTES XPNOIKMOTTOIOUV TN PEBOdO atmméBeong vV
eupeiag xpriong (FDM) kai Ta mrpoidvTa avTiTiBevral oto UAIKO ABS evw o1 TTAAOTIKOI,
ETTAYYEAUATIKOI TPIOOIAOTATOI EKTUTTWTEG XPNOIMOTTOIOUV ouviBws UAIKO PLA kai
MTTOpOUV VA TUTTWOOUV TIOAAG UAIKA pE TTOAU uwnAOTEPO E€TTITTEDO OKPIPEING.
Y1rdpxouv TTOAAG €idn EKTUTTWTWYV EITE YIA ETTAYYEAPATIKY XPNON E€ITE YIA TTPOCWTTIKI)
TToU &eKIVOUV atro 10 TTood Twv 1000 eupw (aTTAGG EKTUTTWTAG OIKIAKAS XPAONG) Kal
PTAVOUV O€ TTOOA TTOAU PEYAAUTEPQ TTOU APOPOUV KUPIWG ETTAYYEAUQTIKA XPNOonN.

3.1 KaraokeuaoTik dopr €vog 3d eKTuttTwTh TUTTOU FDM

O1 Tp1I001G0TATOI EKTUTTWTEG TTAPOUCIACOUV MIa KOIVE) dOUH WG TTPOG T INXAVIKA hEPN
ammd Ta oTroia atroTeAoUvTal KaBWS Kal WG TTPOG Ta dOMIKA Toug oToixeia. Autd
MTTOPOUV VA UTTOUV OTIG TTAPAKATW KATNYOPIEG:

Kegpahn atrdéBeong uAikou
Mnxaviouog e€Wwnong UAIKou
MAGKa eKTUTTWONG

MAaiolo otApPIENG

YAIK& KATOOKEUNG

200TNUa Kivnong Kai EAEyxou

VVVYYY

3.1.1 KepaAni ardé0eong UAIKOU

H ke@aAf atréBeong UAIKOU gival aTTd TA TTI0O ONPAVTIKA JEPN TOU EKTUTTWTA. AUTH €XEI
TTapdAANAa TTOAAOTTAOUG pOAoug. Eival éva atmd 1a 1To KPioIga HEPN TOU EKTUTTWTH,
OTTOU O PNXOVIONOG €wBNnoNG TTpowbei To VAUQ €iTe Aueca €ite Jéow evOg OWARva.
To KpUuo VAPQ €I0EPXETAI O€ €vav OIATPNTO KOXAIO O OTToiog €0PACETAl OTOV «UTTAOK
Bépuavong».

To teAeuTtaio pe Tn BorBeia piag avrioTaong avamTuooel uwnAr Bepuokpaacia Pe OKOTTO
TNV TAEN TOou VAPATOG. AIQUETPIKA TOTTOBETNUEVO BpiokeTal 1o akpo@uaio. O
MNXaVIOPOG £€WONONG UAIKOU wBEi To KpUO viua péoa atov BaAauo BEpuavong, 6TTou
ME TN ocIpd Tou wOei To peUcTOTTOINUEVO TTAEOV UAIKO va £EEABEI ATTO TO AKPOPUUIO.
2TIC TTEPICOOTEPEC TTEPITITWOEIG, OTNV KEQPOAN €EWwONONG UAIKoU edpdletal €vag
aloONTAPAg yia Tov EAeyx0o TNG Bepuokpaaciag. Mia evOeIKTIKN KEQAAN attéBeong UAIKOU
atroTeAeiTal ammd 10 akpoPuaio, Evav dIATpNTO KoxAia Kal To “UTTAoK” B€puavong, To
OTTOI0 ATTOTEAEI KAl TOV OUVOETIKO KPIKO TwV TTponyouuevwy. H cwaoTh €mAoyrn Twv
OTOIXEIWV €ETTNPEACEl ONPAVTIKA TRV TTOIOTATA GAAG Kal TO XPOVO €KTUTTWONG. To
QKPOQPUOIO aTTOTEAEI ONUAvTIKG OTOIXEIO 0TN dladIKaCia TNG EKTUTTWONG.
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Eikova 3.1 KepaAn armé6eonc uAikou

3.1.2 Mnxaviouog eEwlnong UAIKou

O unxaviopég e€wBnong UAIKOU AgIToupyei oav Tpo@odOTNG YIa TNV KEQAAR atroBeong

UAIKOU. XpnOIPOTTOIWVTAG OUCTNUA PE ypavadia KAaTta@épvel va 10Ayel TO KpUO viua
Méoa 0oTo BAAauo Bépuavong. ZnuavTikd poAo Traiouv n ocuxvoTnTa TTPOoWwOnong Tou
UAIKOU 0€ ouvapTtnon Je Tnv Bepuokpaacia, Ta otroia kaBopiouv TV TaxutnTa 600U
TOoU peuaToTTroinuévou VARATog. Or 1o dladedouéveg dIATALEIC yIa TO PNXAVIOPO
TTpowOnNoNG Tou vAUATog gival ol €EAG: A) ZTnV TTPWTN O PNXaviouog €dpAadeTal oToV
idlo @opéa TToU PBpiokeTal Kal N KEQAAR ammoBeong Tou UAIKoU. O @opéag Kivei
TAQUTOXPOVA Kal TNV KEPAA] OAAG Kal TO PNXQVIOWO TTpowlnong TTpog OAEC TIG
Kateubuvoelg. 'ETo1 aTo Qopéa, uTTapxEl OXI HOVO KaAr Tpogodoaia, aAAd kal onuavTiké
aug¢nuévo Bapog. B) Ztnv deutepn dIATAEN O PNXAVIOPOG BPIiOKETAI TOTTOBETNPEVOG
MakpId atré Tov QopEa Kivnong Kal oTaBEPOTTOINUEVOG O€ KATTOI0 onuEio TG Bdong Tou
eKTUTTWT). 'ETOI, KaTagEpvel va diatnpei XapnAd BApog oTov @opéa TTou BPIioKETAl N
KEQAAN EKTUTTWONG KAl JEOW €VOC TOEOEIBOUC CWARVA TO VAU 0BNYEiTal GTNV KEPAAN
améBeong UAIKOU.

3.1.3 H TAdKka eKTUTTWONG

H TTAGKa eKTUTTWONG €ival N WEENIUN TTEPIOXN OTNV OTTOIA TTAIPVOUV UAIKH HOp@r) TO
QVTIKEIMEVA TTOU €XOUV OXedIaOoTEl. AUTr) QTTOTEAEI TO OPICOVTIO ETTITTEDO OAAG Kal TO
OnuEio eKKivnong MECW TOU OTTOIOU YIVETQI N EKTUTTWOTN KAl N vatto0eon Tou UAIKOU.
Y1rdpxouv dIAQopeS €TTIAOYEG yia TO UAIKO Xprong. Ta 1o diadedouéva gival TO YUaAi
Kal 10 METaAAO. ETTiong, XopakTtnpioTikh €ival n  duvardotnta  pubuiong  Kai
euBuypdpuiong Tou emTTédOU, KATI TO OTTOIO TTPAYUATOTTOIEITAI JECW TWV TECOAPWY
KOXAIWV OTIG ywvieg TnNG TTAGKAG. Aev TIPETTEl va TTapaAneBei n onuacia Twv
BepualvopevWV TTAOKWY, Ol OTTOIEG TTAPEXOUV ONUAVTIKA BoNBeIa yia TNV ATToguyr| Tou
@aivopévou TnG atmrokOAANoNG Tou UAIKOU atrd Thv TTAGKA AGyw TnNG atmmdTouns aAAayng

NG BepuoKpaTiag Kal TG TAENG TOU VANATOG.
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3.1.4 MNMAaiolo oTAPIENG

H koA Asitoupyia Kal n atmodoTIKOTATA TOU EKTUTTWTH €TTNPEAlovTal Aueca aTrd Tnv
MNXaVIKA avtoxXh Kal T oTifapdtnta Tng Bdaong tou. O owoTog OXEDIAONOG Kal O
€AeyX0G TNG AsiToupyiag atroTeAOUV BACIKOUG TTAPAYOVTEG YIA VA aTTOPeUXBoUV TUXOV
aoToxieg 1 GuoAelIToupyieg Tou ekTUTTWTA. Q¢ TTAQICIO OTAPIENG TOU EKTUTTWTA opileTal
TO CWHA TOU EKTUTTWTH, HE GAAA AQyIa TO 0aCi Tou. Baoikd pépn Tou TAaigiou oTApIENS
atmmoTeAOUV: n TTAGKA €KTUTTWONG Kal n KEQAA ammdébeong UAIKoU. Ta pEAN Tou
OUCTIUATOG CUUTTEPIPEPOVTAI WG OTEPEAN CWHATA.

2UhQWVa PE auTd, yiveTal n paBnuaTikg avdAuon Twv OOWIKWY CUuoTNUATWY JE
ATTOTEAECUA VA ETTITUYXAVETAI IKAVOTTOINTIKI OKPIBEIA OTAV XPAON OUYKEKPIMEVWV
UAIKWYV, Ta OTTOoia OEXOVTAI TTOAANEG TTAPAPOPPUWOEIG.

3.1.5 YAIKA KOTAOKEURG

Q¢ UANK& KATOOKEUNG MTTOPOUV va XpnoigotroinBouv didgopa UAIKG Ta oOTroia
ava@EépovTal Kal avaAUovTal o€ TTPONYOUHEVN EVOTNTA TTAPATTAVW.

3.1.6 Z0oTnpa Kivnong Kal EAéyxou

MNa v dnuioupyia Tpiwv agdvwy X, Y, Z PTTopE va XpnoIPoTToINBEi pia atro Tig
TTOPAKATW ETTIAOYEG 1} KAl O OUVOUOOHOG TOUG:

» 2TpOyyulol AEoveG OTOUG OTTOIOUG "TPEXOUV" YPAPMIKA POUAEPAV yia va
ETTITUYXAVETAI N OUAAOTEPN Kivnon.

» Pd&ouAa 1 Poukepdyv t0tTou U 1) TUTTOU V | pOUAEUAY e TTOTOUPO 1 POUAEUAV
atrAd Ta oTroia Ba TpEXouV aTnV KATAANAN paya yia va TTiTeux0el opuaAn Kivnon
XWpPig OUOKOAIO Kal Xwpig KeVA.

Mo TNV Kivnon Twv KIVATWY PEPWYV PTTOPEI VO XPNOIKMOTTOINGEN pia atro TIG TTapaKATW
ETTIAOYEG 1 Kl O CUVOUACHOG TOUG:

» lpyavrag odoviwTtog (timing belt) oe ouvduaoud pe Tpoxalia (pulley)
"XpnolyoTrolgiTal cuvnBwg yia TV PeTddoon Kivnong otoug déoveg X, Y".

» TpameCoeidng aréppovag (Trapezoidal Leadscrew) pe TrepikdxAio  (Nut)
"Xpnolyotrolgital ouvrnBwg yia TRV eT@ddoon kKivnong otov déova Z".

» KoxAieg pe auhakwozelg (ballscrew) pe epikdxAio (ballnut).
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2TOUG TTEPICOOTEPOUG EKTUTTWTEG TPICOIAOTATWY QVTIKEIMEVWY YIa TNV "nAekTpIkn"
Kivnon Twv KIvATWV JEPWV ETTIAEyOVTaI BNPATIKOI KIVATAPES (Stepper Motors).

HAekTpOVIKA

MNa Tov €AeyXO TwV KIVACEWV XPNOIUOTIOIEITAI KEVTPIKA TTAQKETA OTNV OTTOIx
ouvdEovTal:

» TAakETEC EAEyXOU BnuaTikwyv KIvNTApwYV (stepper drivers).

» [poaipeTik@ aAAa ouvABwG eTTIAéyeTal, 0BOVN ATTO TNV OTTOIO EAEYXETAl UE
ETTIAOYEQ Kal PE TTANBWPEA OTTITIKWY TTANPOPOPIWY N KATACTAON TOU EKTUTTWTH)

» YT000X£a KAPTAG MVAMNG, YIO TNV @OPTWOTN TwV TPIOOIACTATWY AVTIKEINEVWY,
TA OTTOIA ETTIBUPOUNE VA eKTUTTWOOUV (OTa TEAEUTAIO HOVTEAQ 0BOVWV UTTAPXEI
EVOWMOTWHEVOG O UTTOOOXEAG KAPTWYV UVAKNG).

» TeppaTikoi BIAKOTITEG (UNXAVIKOI, OTITIKOI) YIO VA TEPPATIOOUV TNV Kivnon Twv
KIVNTWV JEPWYV, OTAV GBACOUV OTO PEYIOTO ) EAAXIOTO onuEio Kivnong.

3.2 MPONrPAMMATIZMOZ 3-D EKTYNQTH

270 TAQicld TOU  TTPOYPAMMATIONOU  TOUu  TPIOOIAOTOTOU  EKTUTTWTH,  TTOU
XPNoIJoTToINenke oTa  TrAQicla TG Trapoucag epyaciag, OokiydoTnkav  Tpia
O10QopPETIKA Aoyiouikd. Ta Aoyiouikd rav 1o IDEAMAKER, 1o Repetier Host kail 10
Cura 3.6.0.Ta duo TpwTta AoyiouIKG atroppipTnkav €1eldr) dev e€aydtav o gcode
(kwdIKag yia TNV uAoTtroinan TG ekTUTTWOoNG ). MeTd atrd S1APOPES TTPOCTTABEIES KAl
OOKIUEG €TTIAEXONKE TO AoylopikO Cura 3.6.0, yiati aviatmmokpivotav KAAUTEPA OTIG
EVTOAEG TTOU divape Kal ATav TTI0 KaTavonTd Kal eUXpnoTo yia Atopa TTou Oev Eixav
TTPONYOUNEVN ETTAPH UE TO AVTIKEIUEVO.

To Cura gival yia epapuoyn avoixtou kwdika 3D Tepaxiopou TPIodIAoTATWY JOVTEAWY
TUTTOU STL, WOTE va PTTOPOUV va XpnoigotroinBouv o€ 3d eKTUTTWTH. Anuioupynonke
até Tov David Braam, o o110i0g apyoTepa atmacXoAnnke atrd Tnv eTaIpEia TTApaywyng
3D extutrwTwyv Ultimaker, yia tn ouvtipnon 1tou AoyiouikoU. To Cura diatibeTal pe
adeia LGPLv3 .To Cura kukAo@opnoe apxika pe tnv avolkt mnyn Affero General
Public License ékdoon 3, aA\& oTig 28 ZemrrepPBpiou 2017 n adeia YETATPATINKE OE
LGPLv3. H aAAayr) auTr) eTTETpEWe PeEYaAUTEPN evoTroinon pe epappoyéc CAD Tpitwv
KataokeuaoTwyv. H avamtuén @ihogeveitar oto GitHub. To Ultimaker Cura
XPNOIMOTTOIEITAI ATTO TTAVW OTTO £€VA EKATOUMUPIO XPrOTEG TTAYKOOMIWG, ETTEEEPYALETAI
1,4 eKATOPUUPIO €PYyOOieg €KTUTTWONG TNV €BOoudda Kal €ival TO TTPOTIMWHEVO
Aoyiouiké 3D ekTUTTWONG yia ekTUTTWTES Ultimaker 3D, aAAG utTopei va xpnoigoTroinoei
KAl JE AAAOUG EKTUTTWTEG.

To apxeio Tou YnPIoKoU POVTEAOU TOU QVTIKEIMEVOU TTOU TTPOKEITAI VO KOTOOKEUQOTEI
(OTnVv TTPOKEIPEVN TTEPITITWON TOU OOKIMIOU €@eAKUCUOU) €xel dnuioupynBei oTO
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oXedlaoTIKO TTpoypauua solidworks (6mmwg TTapoucialetar otnv Eikova 3.2). To
MOVTENO aTtroBnkeveTal o€ popPn «.STL», WOTE va PTTOPEI va eTTECEPYQOTEI Kal va
el0ayx0ei oTo TTPodypauua Cura.
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Eikova 3.2 lNepiBailov oxediaons dokiuiwv

MNa va eicayBei To apxeio oto Cura, YETA TNV €vapgn Tou TTPOYPANMPATOG, ETTIAEYETAI
ammd 10 pevou file To open file, emAEyeTal TO apxeio TOU YNPIOKOU POVTEAOU TTOU
TTPOKEITAI VO XPNOIWOTToINOEi Kal aTnv ouvéxela open. To apxeio €xel eicaxBei oto Cura
KOl OTnV OUVEXEIQ TIPETTEI va Yivel n puBuion Twv dIaQOpwV TTAPANETPWY TNG
EKTUTTWONG. APXIKA, €TTIAEyeTal OTNV  TTOPAPETPO material T0 UAIKO TTOU Ba
XpnoigoTtroinBei otov 3D ekTUTTWTA, PpuBpiCeTal To TTaxog oTpwong (layer height), Ta
XOPAKTNPIOTIKA TOU KEAUQOUG, N TTUKVOTNTA TOU YEUIOPOTOG TOu avTikeigévou (infill
density) ka1 0 TPOTTOG dnuIoUPYiag TOU yEUiIoPATOG Tou avTikelyévou (infill pattern). tnv
OUVEXEIa, ETTIAEYOUNE TIG BEpUOKPATiEg EKTUTTWONG KAl TTAGKAG eKTUTTWONG (printing
temperature ka1 built plate temperature) kai £mreITa TG TAXUTNTEG EKTUTTWONG Kal
yepiopaTog (print speed kai infill speed).O1 TINEG TWV BEPUOKPATIWY KAl TWV TAXUTATWV
emAéyovTal pe Bdon TG 1810TNTEG TOU UAIKOU Kal UOTEPa aTTd dIa@opég dladikaaieg
EKTUTTWONG. ETTITTAé0V TO TTpOYpappa divel Tn duvaTtdTNTa YIa TTEPETAIPW PUBUICEIS £TOI
WOoTE avaloya MPE TIG OTTAITHOEIC TOU QOKIYIOU va OAOKANPWVETAI N eKTUTTWON TOU.
TéNOG pe TO TIAAKTPO prepare oOTO0 KATW Oe€lad PEPOG TOUu TTAPABUPOU TOU
TTPOYPAUUATOG YivETal O TEUAXIOMOG (slicing) TNG yewpueTpiag Tou OOKIPiou Kal
UTTOAOYICETAI O XPOVOG TTOU XPEIAZETal yIa TNV eKTUTTWON. Na va ¢ekivAoel n dladikaoia
TNG EKTUTTWONG ETTIAEYETAI TO KOUUTTI Print via USB. (O01Twg TTapouciddeTal oTig Eikoveg
3.3 ka1 3.4).
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4. AHMIOYPTIA KAI EKTYINQZH AOKIMIQN
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4.1 Kataokeun SOKIJIwY

Katrd Ttnv TIpaypartotroinon TN KAToKeung Twv OOKIPIwy n peBodoloyia TTou
xpnoiyotroincape givar n FDM n oTroia gival pia TeEXVIKN TRIOBIA0TATNG EKTUTTWONG N
OTTOIO TTEPIYPAPETAI AVOAUTIKOTEQA O€ TTPONYOUMEVO Ke@aAalo. H FDM Aeitoupyei
Aappavovtag Eva KopuaTi TTou £xel oxedlaoTei pe povréAo CAD (CAD) TTou e€ayeTal wg
apxeio otepeoypa@ikng AiBoypagiag (STL) kai @optwbnke o€ €va TTPOYpPAPUaA
TEPOXIOPOU. To TTPOYPANUA TEPAXIOMOU KORBEI TO POVTEAO O€ EEXWPIOTA OTPWHATA
KaBopIoPEVOU UWPOUG KAl JETATPETTEI TO ETTIBUUNTO UWOGS Kal GAAEG puBuioEIg o€ KWAIKA
G 1Tou diaBaletal atmmd Tov eKTUTTWTR. O eKTUTTWTAG d1aBddlel Tov Kwdikd G, Bepuaivel
évav uypoTroINTr) oTNV €mMOuUNTA BEpUOKpPaTia yia va AIWOEl TO TTOAUNEPES VIUa TNG
emMAoOYyNG Kkal &ekivd Tnv €€wBnon Tou UAIKOU. Ta vnudaTia eKTUTTWONG TTOU
XpnolyoTtroinénkav yia 1n JEAETN auTA ATav TTAaoTiko PLA 1,75 upe TTukvotnta o€ 21,5
C :1,25gr/cm3.[8]

4—————— Build Material
Filament

Drive
Wheels

Extrusion
<4— Head

4—— Liquefier

Extrusion B
Nozzle —————p Deposited
<+— Material

Build Platform

Eikova 4.1. 2xnuarikn arreikovion tng diadikacia¢ FDM

To PLA 1} ToAuyaAakTikO o&U TTapackeudleTtal amd de€Tpdln ({axapn) TTou eEAyeTal
atro QUTIKNAG TTPoEAeUoNG UAIKA. Eival 1O 1m0 dNPo@IAEG BIOTTAACTIKO 1 BIOTTOAUPEPES
Kal To uOvo TToU TTaPAYETAl QUTA TN OTIYUA O€ TTayKOOMIAG KAiyakag epyooTtdoio. Qg
TTPOG TIG BEPUIKEG 1810TNTEG, TO PLA €x€1 Beppokpaaia uaAwdoug peTdmtwong T g TTou
KupaiveTal petagu 52-65° C, evw n Beppokpacia TENS Tm gival OXETIKA XauNAR Kal
TTaipvel TINEG peTagu 130-180° C. Qg TTPOoG TIG NXAVIKES 1810TNTEG, TO PLA TTapouciddel
METPO eAaoTikOTNTOG 2-3.2 GPa, 6pio diappong oy 53-70 MPa kai avtoxr oTtov
eQPeAKUONO 44-66 MPa

H yewueTpia Twv SOKIYiWY TTOU KATAOKEUAOTNKAV KAl OOKINAOTNKAV OKOAOUBOUV TIG
TTpodiaypagég TTou Treplypd@ovTtal oto TTpoTutto ASTM D-638, tmou agopd Tov
TTEIPAPATIKO XAPOKTNEIOKO TTOAUMEPWY UAIKWV Ot €QEAKUCPO. O TUTTOG OOKIWioU
EQPEAKUOOU TTOU £TTIAEXONKE ATAV O TUTTOC IV, 01 Do 0TACEIG TOU OTToIOU PaivovTal OThV
Eikéva 4.2 (ASTM International 2004 - ASTM International 2011).
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(a)

Eikova 4.2.2xnuartikh avamrapaoracn tou o€iyuaro¢ epeAkuouot ASTM D638 Turmou
\Y

To poviéAo Twv OOKIYiWV €QEAKUCUOU dnuioupyndnkav apxikd oTo oXeOIOOTIKO
TTpoypauua  Solidworks®. 210 ouvéxela eCayovial O HOPPH OTEPEOYPOPIKNG
AiBoypagiag (STL) kai TEAoG el0ayovTal o€ KATAAANAO AoyiouIkd TePaxIOUoU (slicing)
Tou 3D printer yia va dnuioupynBei o Kwdikag G (G-code) TTou XpNOIKYOTIOIEITAl yIa TNV
EKTUTTWON KABE dOKIpiou.

YoTtepa a1 KATTOIEG OOKIMEG EKTUTTWONG KAl XPNOILOTTOIWVTOG  DIOPOPETIKES
TTOPANETPOUG, OTTWG OIAPOPETIKEG TAXUTNTEG YEUIONOTOG, BEpUOKPATieC TTAGKAG Kal
UAIKOU KaTaAfRgape o€ dUOo KATNYOPIEG, CUPPWVA WE TIG OTTOIEG OXEDIOOTAKAV Ta SOKilIA
TTOU Ba XPNOIYOTIOINCOUUE OTO TTEIPAPA TOU €PEAKUCHOU. ApXIKG Ba yivel €Aeyxog
avapeoa OTIGC dUOo KaTnyopieg yediopatog (cubic kai line) kal pe OIOPOPETIKEG
Bepuokpacieg UNIKOU Ba eTTIAEYET TO DOKIMIO PE TNV KOAUTEPN CUUTTEPIPOPA GPA Kal N
avtioToixn Bepuokpacia (200-210-220°C). Auth n €mAoyr Ba yivel ye Tn diadikaoia
TPIWV TTAPOUOIWY BOKIYIWY O€ TPEIG DIAPOPETIKES BeppoKkpaaies (cuvoAika 18 dokipia-
18 Treipdparta epeAKUCHOU).

2Tn ouvexeia a@ou emmAeyei n KataAAnAoTepn Bepuokpacia Ba eAéyEoupe Tnv
TTAPAUETPO TNG TaxUTNTag (print speed and infill speed)ue Tpia TTEIpdUATA, TPIWV
OIaQOPETIKWV TaXUTATWY. A@OU emmIAeyei n KAtdAANAn Taxutnta oTn ouvexeia Oa
OTPOPOUNE OTN TTAPAPETPO TOU TTPOCAVATOAICHOU CUM@WVA HE TIG TTPOdIAYPAPES TTOU
QIETTOUV TNV avaAoyn TTAPAPETPO .
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Eikova 4.3. Karnyopieg yeuiouaro¢ OoKiuiou

O1 duo kartnyopieg yeuiopatog(infill patterns-6mmwg @aivovrar otnv Eikdéva 4.3) 110U
emAEXTNKAV gival n cubic kal n line. ZTnv cubic TO AVTIKEIPEVO TUTTWVETAI JE POPPOEIDEIC
KIVI|o€IG evw oTnv line o1 Kiviioeig akpouaiou Tpatrediou eival ypapuikés. OAa Ta
dokipia TTapouciafovTal OTOV TTAPAKATW TTivaKa Kal gival opadotroinuéva pe Béon Tnv
Katnyopia, Beppokpaacia, TaxutnTa Kal TTPOCAVATOAICHO.

Katd tn diadikaoia ekTUTTWONG KaTtaokeudoTnkav 35 TTpoTutra SokKiuia opliopéva €K
TWV OTTOIWV XpnaolyoTroinenkav yia puBuioTiké okottd. Ta kupia dokiuia gival 28 kai
QaivovTal OTOV TTAPaKATW TTIVAKA 1.
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CUBIC LINE
200 °C 210 °C 220°C 200°C 210°C 220°C
A-21 A-11 A-31 A-14 A24 A-34
A-22 A-12 A-32 A-15 A25 A-35
A-23 A-13 A-33 A-16 A26 A-36
TAXYTHTA

A-40(35-45 mm/sec)

A-41(45-55 mm/sec)

A-42(55-65 mm/sec)

MPOZANATOAIZMOZ(LINE 210°C, 45-55 mm/sec)

A-43 [0/90]kaTtakdpu@a
A-44 [-45/+45]kaTakopuga
A-45 [+45/-45]

A-46 [+30/-60]

A-47 [+15/-75]

A-48 [0/90]opigbévTia
A-49 [+45/-45]opiCdvTia

MNivakag 1.Kardraén dokiuiwv
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Z Printer bed orientation

Printed up-right

Printing raster direction
[0/90] upright +45
Printing \
raster 1 5 X
direction
Printed on-edge

= W Printed flat Printing
T e TaSter direction
R >

(0/90] on-edge [0/90] flat

.
..

[+45/-45] upright

.....
P henes

[+45/-45) on-edge

-

o

Eikova 4.4 [ pagikn avamapaoracn Twv mpooavaroAIouwy 1ng KAivng Tou eKTutTwTn
(erritredn, akpn Kai avw 6£1G) Kai TpooavaroAiouoi paortep ([+ 45 /-45] [+ 30 / -60],
[+ 15/90])
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S5.MEIPAMATIKH AIAAIKAZIA

5.1 APXH AEITOYPIIAZ MHXANHZ EQEAKYZMOY

H pnxavr yevikwyv dokiywyv Instron 8802 (1Tou @aivetal kail otnv Eikdova 5.1) gival éva
oUoTNUA PNXAavIKwy OOKINWY MPEyIoTou emmialAdpevou goptiou 250 kN, 1O OTTo0iO
IKQVOTTOIE TIG ATTAITACEIG TOOO OTATIKWY 000 Kal OUVAMIKWY dOKIJWV. Ta cuoTApaTa
8802 trepIAauBavouv pia TTOIKIAIQ dIGUOPPUOEWY, YIa TNV TTAPOXI OAOKANPWHEVWV
AUCEWV QOKIYWV YIA TNV IKAVOTTOINON TWV AVAYKWY TWV €EEAIYMEVWY UAIKWYV Kal
dokipywyv. O oxediaoudg Tou TTAaigiou 8802 1o KABIOTA 18AVIKO YIO £yKATAOTACON PECQ
o€ epyaoTnPIokO TTEPIBAAAOV, YEVIKA XWPIG TNV avAykn yia TTapdBupa i avwuaAo Uyog
opoeng.[9]

To 8802 cival epodlacuévo pe Evav Yynelako eAeykTr) 8800MT 1Tou TTapEXEl TTARPN
¢AEYXO TOU OUCTHAUATOG, OCUMTTEPIAGUPBAVOUEVOU TOU EAEYKTH] OUVTOVIOUOU TTOU
BacoiCeTal oTn duoKauwia, Tov EAeyxo TTAATOUG, TNV TTpooTACia OEiYUATOG, TRV avAAuoh
19-bit oge 6A0 TO QACHUQ TWV HETATPOTTEWV KAl TNV TIPOCAPUOCTIKI TEXVOAOyia
eAéyxou. Emriong, emTpémel Tnv TpooPacn oe WaveMatrix ™ Dynamic AOKIPEG
Aoyiopikou , Bluehill AoyIopIKO yia OTATIKEG DOKIPEG, KAl AAAQ AOYIOUIKA .

XapaKTnpIoTIKA
AITTAG ZepPoUdpauAiko €uBoAo pe e@apuolouevn duvaun Ewg + 250 kN (£ 56 kip).

YynAn akauwia, eubuypappiopévo TTAiolo akpiBeiag kar didupeg oTAAES Kal €UBOAO
oTnv Katw Baon.

150 x1ANlooTd (6 ivioeg) diadpoun epBOAou.

EmAoyry udpaulikAg Oiaudpewong Kal OuvauikAg ammdédoong oUu@wva HE TNV
egappoyn.

Avw TTAqiolo puBuICOuEVO UE UBPAUAIKA £UBOAA Kal KAEIDAPIES TTOU gival OTABEPQ .

Texvoloyia Dynacell TTponyuéviv KUWEAWY @OPTIONG yia TaxuTtepn dleCaywyn
QOKIJWYV KOl JEIWON TWV ECWTEPIKWY TPAAUATWY .

YOpauAikd £uBoAo pe €dpava uWnAnNg avioXAG OTO TTAEUPIKO POPTIO VIO £EQAPUOYEG
OTTWG N OAIYOKUKAIKR) KOTTWON .

ZUuhBaTd pE I PEYAAN YKAPO  apTTraywy, 180100UCKEUWY, BOaAdpwy, OTITIKWV
ETTINNKUVOIOUETPWY, TTPOCTATEUTIKWY Kal AAAWV ageaoudp.
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https://www.instron.us/en-us/products/testing-systems/dynamic-and-fatigue-systems/8800-upgrade
https://www.instron.us/en-us/products/materials-testing-software/wavematrix
https://www.instron.us/en-us/products/materials-testing-software/wavematrix
https://www.instron.us/en-us/products/materials-testing-software/bluehill-universal

Eikéva 5.1 . Mnxavn epeAkuouot (INSTRON 8802)
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5.2 NpoéTuTtro TeIpduaTog

Kard tnv Treipatikr) diadikacia kai oUPgewva pe 10 TIpoTuTTo ASTM  D-638[6]
dokiydoTtnkav 3 dokiula yia KABe kKatnyopia yia Tov €AEyXO TNG TTAPAMETPOU TNG
Bepuokpaaciag, TNG TaxUTNTAG Kal Tov TPOTTO dnuioupyiag Twv dokiyiwyv (cubic, line).
Mpiv atrd Ta TEAIKA TTEIPAUATA TTPAYHATOTTOINBNKAV SOKINAOTIKA TTEIPAPATA EAEYXOU
Kal puBuiong TG pnxavng e@eAkuopou INSTRON 8802 yia TRV owoTth Kal
ATTOTEAEOHATIKA UAOTTOINON TOU TTEIPANATOGC.

H Taxutnta Tng SOKIPNAG €ival 0 OXETIKOG pUBPOG Kivnong Twv apTTaywV TG MNXAVAS
Kata TN dl1apkela TG SOKIPNAG. H TaxutnTa dOKIUAG ETTIAEXTNKE ATTO TTIVAKEG CUMQWVA
ME To TTPOTUTTO ASTM Kai gival 5 mm/s (0,2)+-25% (speed of testing).

OAeg o1 dokiuég dienxOnkav e TIG idlEG ouvOnkeg TTePIBAAAOVTOC (BepuoKkpaaia,
uypaacia). MNpiv Tn diadikaoia yia 6Aa Ta dokiula peTpriBnkav ol dlaoTdoelg (TTAGTOC,
oyog, Taxoc) ue akpiBeia 0,025mm pe tn BonrBeia kKAipakag BepviEpou (TTaxUuETPO).

Katd tnv 1o1mo0£Ttnon Twv doKIiwy oTIC apTTdyes TNG MNXAvhSG euBuypaupicaue Ta
QOKiMIa yIa VA UTTAPXEI OMOIOPOP®N KATAVOUT QUVAUEWY CUYKPATNONG WOTE va PNV
onuioupyouvTal TAoEIG AuyIouoU, oAioBnong | KaTaoTpo@rg Tou dokipiou.(Eikéva 5.2)

‘ETeita Katd TNV TTEIPAMATIKAG O1adIKaoiag KATaypdWaue TNV KOAUTTUAN @OpPTiou-
ETTINAKUVONG WOTE va dnuioupynBouv Ta KatdAAnAa diaypduuaTa Kal va TTpoKUWouv
Ta avaAoya atroTeAEopara.

Eikbéva 5.2 2uykpdrnon dokiuiou 1Tpiv TNV TTeipauarikn diadikaoia

5.3 AtroTeAéoHaTA TTEIPAMATIKWY SOKINWYV
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Katd tnv e€aywyr Twv ammoTeAeOUATWY Kal pOooV €101XONoav oTo AOYICUIKO EAEyXOU
TNG MNXAVAG TA ATTOPAITATA YEWMETPIKA OTOIXEIQ EKTINABNKAV SIAPOPES PNXAVIKES
IOIOTNTEG TOU UAIKOU, OTTWG QVTOXI O €QPEAKUOUO, ETTIMAKUVON, TTAPANOPPWON Kal
METPO eAAOTIKOTNTAG. H avTox o€ epeAKUOUO TTPOKUTITEI ATTO TN dIAipEC TOU QPOPTIOoU
(N) pe Tn diatoury Tou dokiyiou (Mm?) kal €101 TTPOKUTITEl TO JIAYPANMA TATEWV
TTOPANOPPWOEWV. H TTapapopwaon avriotoixa gival To TTNAIKo NG emmurnkuvong (Al)
TTPOG TO apXIKO PNKOG (1). Qg pETPO €AAOTIKOTNTAG OpideTal TO TTNAIKO (O/€) TAONG HE
TTaPANOPPWON Kal deixvel TNV KAion TNG €uBeiag oTo dIAYPAUMA EQEAKUCUOU(TACEWV
— TTOPANOPPWOEWYV), Jovada péTpnong cival To Pa (Pascal) kal Ta TToOAaTTAdoIG Tou
(MPa,GPa).

To dIGypauua QOPTIOU-ETTINAKUVONG TTOU TTPOEKUWE YIa KABE SOKIWIO JETATPATINKE O€
Sldypauua TaoNG —Tapapopewaong (S1aypaupa eQeEAKUCHUOU) Kal atrd auTtd €yIVE n
eCaywyl TOou pETpou eAaoTikéTNTag. 2TV Eikdva 5.3 Ttapoucidletar  éva
XOPAKTNPIOTIKO SIAYypAPHa TAONG-TTAPAUOPPWONG Kal Ol BACIKEG PNXAVIKEG IDIOTNTEG
TOU UAIKOU TTOU TTPOKUTTTOUV aTTd QUTO.

Strain at Failure &
I Breaking Strength |
4

Ultimate Strength

Yield
Strength

Young's l

& L Modulus, E

=

2

& -+ Etram

= nergy
<2 E Density 9

Strain, & (%)

Eikova 5.3. Emeéniynon twv OXETIKWYV I01I0TATWV TAONS EPEAKUOUOU-KATATTOVNONG TTOU
aéloAoynbnkav kara 1 dIGPKEIQ QUTAS TNSC UEAETNC
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5.3.1 Emidpaon Tnc Oepuokpacia.

MapakdTw TTapoucidleTal n emidpacn TnG Beppokpaciag atTdéBeong UAIKou(200-210-
220 °C) yia TIG dUO KATNYOPIEG YEUIOPATOG TWV QOKIYIWY JAG KAl N JEON TIPA QUTWV

WwoTe  va  KaTaAnéoupe OTa  OUPTTEPAOUATA.
5.45.5,5.6,5.7,5.8,5.9,5.10,5.11,5.12,5.13

Auté  @aivetal

onig  Eikéveg

D
o

w1
o

IS
o

N
o

TAZH EQEAKYZIMOY (MPa)
w
o

=
o

o

0,5 1 1,5 2 2,5

o

3 3,5

MNAPAMOP®QZH ZE EQEAKYZMO € (%)

s \ ) 3

Eikéva 5.4 Karnyopia cubic o€ Bepuokpacia 200 °C
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S 25
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0 0,5 1 1,5
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Eikova 5.5 Méon niun yia tnv karnyopia cubic og Bspuokpaaia 200 °C
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Eikova 5.6 Karnyopia cubic o€ Bspuokpacia 220 °C
200
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3
a.
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o
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0 0,5 1 1,5 2 2,5 3
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Eikéva 5.7 Méon niun yia tnv Karnyopia cubic o€ Bgpuokpacia 220 °C

40 — 14

30 Al15

20 Al6

O T T T T T T T 1
0 0,5 1 1,5 2 2,5 3 3,5 4

€ (%)

Eikéva 5.8.Karnyopia line o€ Bgpuokpaaia 200 °C
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€ (%)

Eikéva 5.9. Méon niun yia tnv Karnyopia line o€ Bspuokpaaia 200 °C

I e 25

£(%)

Eikéva 5.10.Karnyopia line o€ Bspuokpacia 210 °C

o(MPa)
& &

1,5 2 2,5 3
€ (%)

Eikova 5.11 Méon niun yia tnv karnyopia line o€ Bgpuokpaaia 210 °C
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Eikova 5.12 Karnyopia line o€ Bgpuokpaaia 220 °C
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Eikova 5.13 Méon niun yia tnv karnyopia line o€ Bgpuokpaaia 220 °C
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5.3.2 Emidpaon Tn¢ TaxuTNTOC

2TIG TTapakatw Eikéveg 5.14,5.15,5.16,5.17 @aivetar n emidpaocn NG 1aXUTNTAG

YEMIOPATOG KAl EKTUTTWONG TWV OOKIMiwWV pag .AnAadr o puBudg yeRiopaTtog aAAd Kal
EKTUTTWONG .

EdvBeTo NAaoTikd PLA

Neiypa 1 2wg 1

1zZ00

1000

=00 =

s00 ff

/, Agivpo #
400 /
200 ’/ T T T
ot

0.0 0.2 0.4 0.6 0.2 1.0 1.2 1.4 1.6 1.8 2.0 2.2 2.4 2.6

popTio (N)

-

Emprjguwvan {mm)

Eikova 5.14 Amreikbvion goprtiou — emiunkuvong (A-40)

A-40

£(%)

Eikéva 5.15 Taoswyv — mapauoppwoswy e taxornta 35 — 45mm/s
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A-41

Eikova 5.16 TGdoswv — Tapauop@uoswy ue Taxurnta 45 — 55mm/s

o(MPa)

A-42

60

50

40

30

20

10

0 -

%

3,5

4

Eikova 5.17 TGdoswv — mapauopewaoswy ue taxurnta 55 — 65mm/s

(57]




5.3.3 Emridpaon Tou TpooavaTOAICUOU:

21IG EIkdveg TToU akoAouBouv TTapouaiadeTal N TTidOpACN TOU TTPOCAVATOAICHOU TWV
OOKIMiWV OXETIKA e TV TTAGKA eKTUTTWONG .O TTpOocavaToANIoHOG auTdG aTTEIKOVICETAl
Kal otnv Eikéva 4.4

A-43

15 e

0 I T T T T T 1
0 0,5 1 1,5 2 2,5 3

€ (%)

Eikéva 5.18 Taoswyv — mapauoppwoswy e mpooavaroAioud 0/90 karakdpuea .
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©
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o
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0 T T T T 1
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€ (%)

Eikova 5.19.TGdoswv — Tapauoppuwoswy Ue TpooavartoAiouod -45/+45 karakopuea .
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o (MPa)
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o

A-45

€ (%)

Eikova 5.20.Tdoswyv — TapauopPuoswyV LE TpooavaTtoAiouo -45/+45

[EEN
o

o (MPa)
O R N WM ULO N 0 VO

A-46

0,2 0,4 0,6 0,8 1
€ (%)

o A

Eikova 5.21Tdoswyv — mapauoppwoswy e mpooavaroAioué +30/-60
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A-47

€ (%)

Eikova 5.22 TGoswyv — TapauopPuoswV e TpooavartoAioud +15/-75.

A-48

€ (%)

Eikova 5.23 Tdoswyv — mapauoppwoswyv ue mpooavaroAiouo 0/90 opilovria.
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KepdAaio 6

6.1 Zuptrepdopara

6

2TO UTTOKEQAAQIO QUTO Ba PEAETAOOUPE TNV ETTIOPACT TWV TTAPAUETPWY EKTUTTWONG
OTO METPO EAACTIKOTNTAG KAI OTNV AVTOXI O EPEAKUTUO KAl N JEAETN AUTOU TTPOKUTTTEI
OTOUG TTAPAKATW TTIVAKES. OI TTIVAKES AUTOI TTEPIEXOUV TO HETPO EAACTIKOTNTAG KAl TNV
avTOXI O€ EQEAKUCHO TNG KABE KaTnyopiag We TNV HEYaAUTEPN aKpiBela €101 WOTE va
Exoupe BEATIOTA atroTeAéopara. ETmiong dnuioupyAoaue paBdoypdupoTa yia KABe
TTOPAUETPO OXETIKA PE TIG DUO IDIOTNTEG TA UAIKOU Kal TTAPOUCIACoVTal TTI0 KATW OTIG
Eikdveg 6.1,6.2,6.3,6.4,6.5,6.

METPO EAAXTIKOTHTAZ

KATHIOPIES E(MPa) AKPIBEIA R? EMIAOTH
CUBIC (200) 18,433 0,9937
CUBIC (220) 22,394 0,9938
LINE (200) 18,395 0,9934 LINE 210
LINE (210) 25,49 0,9937
LINE (220) 24,861 0,9942

lMivaka¢ 2.METpo eAaOTIKOTNTAS yIa KaTnyopieg cubic kar line.

METPO EAAZTIKOTHTAS
NAPAMOP®QZH
ggﬁ,\'\/ﬂgi T(f\\/lzp':l)" £(%)=1(TPAMMIKH | E=o/e (MPa) | YTKPIZH
NEPIOXH)
A-40 27,68786 1,000609 27,67100836
A-41 28,26631 1,00007 282643315 A-41
A-42 25,14233 1,00061 25,12700253
A-43 23,23218 1,001729 23,19208089
A-44 28,09802 1,00061 28,08089066
A-45 18,69329 1,001188 18,67110872
A-46 7,975245 0,5012344 15,91120841 A-44
A-47 14,5442 1,000154 14,54196054
A-48 20,00202 1,003873 19,92485105
A-49 23,44215 1,0007 23,42575197

livakag 3.METpo eEAQOTIKOTNTAC yIa KATNYOPIES TaXUTNTAS KAl TTPOOAVATOAIOUOU.
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AvToxn o€ EpeEAKUOUO OU O¢epuokpaaia °C E (MPa)
42,993 cubic (200 °C) 18,531
53,698 cubic(220 °C) 23,250
43,098 line (200 °C) 18,614
57,458 line(210 °C) 27,643
56,680 line (220 °C) 26,478

lMivakac 4.Emdpacn tn¢ BepuoKpaaiag oTnv avioxn o€ EPEAKUCLO Kal OTO LIETPO

eAaoTikoTNTAC

30,000
= 25,000
[=%
2
20,000
g
I
S
2 15,000
i
W
s
& 10,000
o)
[-%
|—
w
2 5,000

0,000 T T T T 1
cubic (200 oC)  cubic(220 oC) line (200 oC) line(210 oC) line (220 oC)

Eikova 6.1.Embpacn Bspuokpaciac ue 10 UETPO EAAOTIKOTNTAC
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Avtoxn oe epeAkucpo ou (Mpa)
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Eikova 6.2 Emidpaon Bspuokpaociac ue tnv avroxn EQEAKUCUOU

METPO EAASTIKOTHTAS E(Mpa)
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Eikova 6.3 Emidpaon raxutntag e 1o UETPO EAQOTIKOTNTAC
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Eikéva 6.4 Emidpacn raxurnrag Ue TNV avioxy & EQEAKUTLO
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Eikova 6.5 Emidpaon tou mpooavartoAiouou e 10 UETPO EAQOTIKOTNTAC
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Eikéva 6.6 Emmidpacn tou mpooavaroAiououU [E TNV AVToxH O& EQPEAKUCLO

2UMQWVA PE Ta aTToTEAéOPATA TTOU CUAAECAPE aTTd TO TIEipaUa TOU €QEAKUCHOU
OUPTTEPAVANE OTI TO KATAAANAOTEPO DOKIUIO yIa £TTEEEPYATIQ KAl VIO VO OUVEXIOOUUE
TOV €AeyXO €ival To dokipIo TNG kKaTnyopiag LINE 210 °C.AuTo TTpdeKUYE OTTWG PAiIVETAI
KAl OTNV €IKOVA 6.2 dnAadN £xel TNV MEYAAUTEPN QVTOXN O€ EPEAKUOHO OTTOU Eival Kal
N KUpIa 1810TNTA TOU UNIKOU pag aAAd Kal JEYAAUTEPO PETPO EAACTIKOTNTOG .

2TN OUVEXEIQ JEAETACANE TNV CUPTTEPIPOPE OTIC DIAPOPETIKEG TaXUTNTES KAl ETTIAEXONKE
n Taxutnta 45 — 55 mm/sec ( infill speed — print speed). AuTo aTTelKovi(eTal KAl OTNV
Eikova 6.4 1Tou atrodeIkvueTal OTI N TaxUuTATa OEV TTaidel onuUavTikO poAo otn diadikacia

‘ETTEITa HEAETWVTAG TOUG OIAQOPETIKOUG TTPOCAVATOAICHOUG KATOAALAPE OTI O TTI0
ATTOTEAEOUATIKOG €ival 0 -45/+45 katakopu@a AOKiUIo 44 a@ou €xel TNV PMEYAAUTEPN
avtoxrn o€ ePeAKUOPO (Eikdva 6.6) aAAG Kal TO PEYAAUTEPO WETPO €AaoTIKOTNTAG E
(MPa) (61Twg TTapouaciaderal otnv Eikéva 6.5)
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6.2 MNMpoTdoeig yia TTEPETAIpW EpEUva

MapakATw ava@EéPouPE KATTOIEG TTPOTACEIG VIO TTEPAITEPW EPEUVA :
» Xpnon aAAwv eKTUTTWTWV
» Xpron aAAng Texvoloyiag ekTUTTWoNG

» Xpnon aAAou uAikou
» AMEG 1010TNTEG TT.X. O€ DIATUNON/OTPEWN
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