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Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

Iepiinyn

H mopovco Sumlopatikny epyacio emKevipdveTol otnv ovadeln g £Eumvng
CLUTEPIPOPES TOV  TETPAOIAOTOTO EKTUIOUEVOV  OEPUOTAACTIK®OV OOUdV Kol
ovykekppéva and viukod ABS (Acrylonitrile butadiene styrene), péco omd pio
pebodkn mepapatiky oepyosio. Ewduwotepa 10 @ovopevo mov peletdror givor m
teTpadldoTarn ektummon (4D printing), po mponypévn texvoroyia. mov cuvOLALEL
TNV TPLGOACTOTY EKTUTMOT UE TN SVVOTOTNTO TWV LAIKOV Vo dAAGlovv popen Kot
1010t TeC Otav extiBevtal og eEwtepikd epebioparta, 6nmc 1 Beppokpacia, 1 vypacia,
T0 PG N dALeg puoikég ovvOnkes. H cvykekpiuévn €pevva eotialel oy amdkpion
QLTOV TOV TPIOOACTATH EKTVTOUEVOV dopdv and ABS oe Oeppuxd epebicpata kot
OlepeuvaTaL TG OIPOPES TOPAUETPOL EKTOTOONG eMNPEALOVY TIC OLVOATOTNTEG
aALOYNG TOV oYNUTOG TOVG. Lo TNV amhomoinon ¢ TEPUUATIKNG dadkaciog Kot
TNV KOADTEPT KOTAVONGT TOV TOPAUETP®OV TOV €MNPEGlOVY TO EOVOUEVO, EYVE M
xpon ™G uebddov oyedopod mepapdtov Taguchi, n omoio emtpémer Tov
TAVTOYPOVO  EAEYY0  TMOAADV — TAPOUETP®V  HE  Om0od0TIKO TpoOmo. Emiong
TPOYUATOTOMNONKE  OTATIOTIK) avdAivon pe v pébodo ANOVA (Analysis of
Variance) yio TNV TOGOTIKOTOINGT TNG EMIOPACTG TOV TOPAUETP®V TOL GLVERAAY
oV oAlayn oynuotog. Téhog avomtoyOnkav elomoelg mToAvopOUNoNG, 7OV
EMTPETOLY TNV TTPOPAEYN TNG GLUTEPIPOPAS TOV OEPUOTAACTIKMDY SOUDV, dIVOVTOG
™ SVVOTOTNTO Yo PEATIOTOMOINGT TNG TETPASIAGTOING EKTVTMONG KOl OVOTYOVTOG
VEEC TPOOTTIKEG Y10 TNV EPOPUOYN TNG GE APOPOLS TOUEIC.

AEZEIX KAEIAIA

4D extommon, aAlhayr) oynuatog, fepuikd epédiopa, mapaueTpol eKTOTOonG, HEBodog
Taguchi, avéivon ANOVA, e£1odce1c maAtvopounong
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Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

Abstract

The present thesis focuses on the demonstration of the smart behaviour of four-
dimensionally printed thermoplastic structures, specifically from ABS (Acrylonitrile
butadiene styrene) material, through a methodical experimental process. In particular,
the phenomenon studied is 4D printing, an advanced technology that combines 3D
printing with the ability of materials to change shape and properties when exposed to
external stimuli such as temperature, humidity, light or other physical conditions. This
research focuses on the response of these 3D printed ABS structures to thermal
stimuli and investigates how various printing parameters affect their shape change
capabilities. To simplify the experimental procedure and to better understand the
parameters affecting the phenomenon, the Taguchi experimental design method was
used, which allows simultaneous control of several parameters in an efficient manner.
Statistical analysis was also performed using ANOVA (Analysis of Variance) to
quantify the effect of the parameters that contributed to the shape change. Finally,
regression equations were developed, allowing the prediction of the behavior of
thermoplastic structures, enabling the optimization of four-dimensional printing and
opening new perspectives for its application in different fields.

KEYWORDS

4D printing, shape change, thermal stimulus, printing parameters, Taguchi method,
ANOVA analysis, regression equations
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Evyoprotieg

Me v oloxkAnpmon ovthig ¢ epyaciag Oo MBeda va ekppdowm Tig Oeppéc pov
guyoploTieg mPo¢ Tov kobnynt pov, k. Xtvhavoe Tewpyartlivo, kabnyntm tov
Tunpatog Agpodraotnuikng Emotyung kot Teyvoloylag, yio v gukoupio kot v
duVOTOTNTO TTOL WOV TOPEIYE VO OEPELVIIO® EVO KOUUATL TNG TETPAOIAOTOTNG
EKTUTOONG KOl VO TPOUYUATOTOO® TNV TTLYOKN MOV €pyoacia mave G€ ovTo.
EmnAéov Ba nbeha vo ekppdow TG 1Wdwitepec evyapiotiec pov otov K. ['pnydplo
Kwotomovlo, vroynerov Addktopa , yioo TNV omépovtn otnpin, kabodnynon Kou
Bonbewa mov mapeiye kad’ OAn Vv ddpKel EKTOVNONG NG epyaciag. Téhog , éva
EEXYMPLOTO ELYOPIOTM GTNV OIKOYEVELN LLOV KOl TOVG OYOTNIEVOVS OV 0vOp®TOVG Yo
TNV OVEKTIUNTN LITOSTHPIEN TTOV TTOPETYOY GE OAO ALTO TO TOEIOL.
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1. Evoaymyn

1.1 Ewlcayoyikd otoryeia

H tpiodidotarn extonwon ( 3D Printing ), yvoot) Kot ®G TPOGHETIKY KOTAGKELT ,
elvar plo drodkacio KOTOOKELNG TPOTLIOV  TPLCOUCTOTOV OVTIKEWEVOV  omd
ynowkd povtéha  oyediov. H  dnuovpyle 1oL  TPIGOAGTATOV  OVTIKEUEVOD
EMTLYYAVETAL LE TNV TPOSHNKN S10O0YIKOV GTPDOGEDV VAIKOD, UEXPL TNV EMITEVEN TNG

TEMKNG HOPPTG.

[Tapadoociaxd, ot Propmyoviec ¥pPNOYLOTOOVCAY TNV OPUIPETIKN HEBOOO KATUGKELNG
Yo TNV dpovpyia Tpoidviwv, cOLEVa pe TNV omoia ta oyédio okaAilovtay and Eva
ocoumayég pumlok viwkov [1], v dwpdpewon katd tnv omoio éva UTAOK VLAIKOV
voeiotatal aAlayEg oTIC H106TAGELS TOV OTaY ePapUOLETOL SVVOUN ) TNV XOTEVOT) OTOV
TO DMKO a0 GTEPEN LOPPT) MAOVEL GE VYPN LOPPN KoL TO VYPO UETAAAO GTN GLVEYELL
YOVETOL GE £VO. GLUYKEKPIULEVO KOAOVTL Y10 VO OTOKTHOOVE TO avtikeipevo. H toyeia
KOTOOKELT] TPOTOTOTOV NTOV o ond TG TPMOTEC YPNOES NG TMPOGHETIKNG
KaTOoKELNG. ET€Tpeye 0100¢ KATAOKELAGTEG VO ONUIOVPYOHV TPOTOTLTTA TOAD O
YpPNyopa, dtevkoAvvovtag TV aSloAdynon Kot tn O0KIUn TV oyediov mpv and v
TOPUY®YN VO TEMKOV TpoTovTOoC.[2]

H tpwodidotarn extdnwon mapovcidler onuaviikés Piooiueg mtuyxés, Ommg 1
LEWOUEVN OTATAAN DAIKAOV, 1 EAAYIOTN UETOYEVESTEPT enelepyacio Kot TO YOUNAO
KOGTOG KATOOKELNG, OKOUN Kot Yo cuvleta eaptipata. AVt To YOPUKTNPLETIKA
KaO1oTOOV TNV TEXVOAOYiOL OLTH MO TPOOTTIKN Yo TO HEAAOV. AAAEG PrdOYLES
W0 TEG TEPIAAUPAVOLY TN SLVOTOTNTO OVOKVKAMONG KOl ETAVOYPTGLLOTOINGNG
TAUCTIKOV VAKAV, KaOdg Kot TN pelwon Ttov ekmounodv pirov. EmmAéov, n 3D
eKTOTOOT pmopel va mapdyet oxédia e cVVOETEG Kot PEATIGTOTOMUEVES YEOUETPIEG,
ot omoieg cupuParirovy otn dnpovpyia eEapnudtov pe pkpd Papog Kot BEATIOUEVEG
avaroyieg avtoyng mpog Papoc. Zvvolikd, 1 xpNon ™S TPIoOAcTATNG EKTUTMOONG
mpomBel ™ dnuovpyia Procipuwy oyediov.[2]

1.2 TIlpoipo otdd10 ¢ tprodidotatng ektvmmong ( pv and to 1980)

H éa mg tpiodidotatng ektvmwong pnopet va evromotel micw oto 1860, 6tav o
[Moapilidvog potoypaeog Francis Willene epnope ) "unyovikn yAvrtikn". Avt) n
Kavotopio. EMETPENE TN OMNOVPYID TPIOOACTATOV TOPTPETOV YPTCLOTOUDVTOG
QOTOYPAPIKT HUNYOVY, QOTOYPOPI0 KOl TOVTOYPAPO, EMITVYXAVOVTOG UEYUAVTEPT
axkpifela kol petdvovtog Tov ¥pOdvo KaTaoKeVNG o€ HOMG 48 dpeg, GUYKPITIKA UE TIC
Tapadoctokég pnefdoovg mov amortovsav pves. To 1892, o Blancher mpdtewve
onuovpyio Tomoypagtkov ydptn péow e puebodoov dactpopdtmong, Bétoviag v
€VVOl0A0YIKN Baon yio T cOyypovn TPOocOeTIKY Katookevy. Metd and avtég Tic
10éec, dgv vnpée onUAVTIKN TPO0O0G HEYPL T dekaetio Tov 1940, 6tav o Pereyra
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YPNOUOTOINCE o TOPOUOD TEYVIKY Yoo TN ONHovpyio TPLGOEoTUTOV YOPTOV
KOPOVTOG KOl KOMMVTOS YPOUUES TEPLYPAULOTOS GE GUAAN OTO YOPTOVL.

Apyotepa, o Zang (1964) xar o Gaskin (1973) avéntvéav mepartépm v 1d€a,
npoteivovtag T xpnon OlQavdv TAOKOV UE TOMOAOYIKEG €ENYNOES Kot
TPIGOLACTATOV YEMAOYIKMOV SOOKTIKOV GLUGKELMV Yl TO GYESCUO YOPTMOV. XN
dekoetio tov 1960, oto Ivotitovto Battelle Memorial oto Oydio, €ywve m mpd
EPELVA GTN YPNOT| POTOTOAVUEPDV Y10 TNV KOTOOKELT TPIGOIACTATMOV OVTIKEILEV®V.
216Y0G TOV TEPAUATOG NTAV O TOAVUEPICUOG PNTIVIG HEG® TNG dOCTAVP®OTG 600
axTvav Aélep dtopopeTik®dv unkov kopotoc. O Wyn Swainson vréfade aitnon y
dimhopa gvpeotteyviag to 1971 yuo po mapdpoto péBodo pe dumhég déopeg Aéilep,
Vv omoia. ovopoce "eOToyNUK) Katepyacia'. Xtn cvvéyela, 10pvoe TV etoupeia
Formigraphic Engine Company omv KoAipdpvia, oAld avtiy m teyvoroyio oev
KatéAn&e moté o€ EUMOPIKA SLoBEGILO TPOTOV.

Yta 1€An g dekaetiag tov 1970, n Dynell Electronics Corporation avéntvuée )
"oteped owToypagia", o TeYVOAOyio TOL YpNoIOTOloVcE A&WEp N UMyovNh
epelapiopotog yioo va kOPel Slatopéc PACIGUEVEC GE HOVTEAD VTOAOYICTH KOl OTN
ouvéyela va Tig otolfalet yia vo dnpovpynoet avtikeipeva. To 1972, o Matsubara
am6 T Mitsubishi Motors mpdteve o tomoroyikny péBodo vy t dnpovpyia
OTPOUATOTOMUEVOV DMK®OV HE YPNOT QOTOTOAVUEPOVS PNTIVIG, EMUKOAVUUEVIG
nave og mopipayo copatiow. To 1974, o DiMatteo dwomictwoe 6Tt avT 1 TEYVIKY] Oa
UTOPOVGE VO EPOPUOCTEL Kol 6€ dALO VAIKG OV €ival SVGKOAO VO KATOOKEVAGTOVV
pe aideg peBodovE, OTMG Ol EMKEC, Ol OLEPOTOWES, TO, TPLOIIACTOTO EKKEVTPO KOl Ol

uitpec.[1][3]

1.3 To puowo Eexivnua g Tprodidotatng ektvmmong (1981-1990)

H dexoetia avtr] onuatoddtoe v enionun ewcaywyn 600 omd TOLg TO YVOGSTOVS
KOl YPNOULOTOOVUEVOVS  TUTOVG  TPLGOAOTOTOV EKTVOTAOV, TOV EMIAEKTIKOV
mopoocvocopatowons pe Aélep (SLS) wor ¢ poviehomoinong pe evamdBeon
Mopévov vawkod (FDM). H mpot mpocéyyion e Tpiodtdotoatng EKTOT®ong £Yve
tov Mdéw tov 1981 and tov Ap. Hideo Kodama and to Anpotwd Ivetitovto
Buoopnyavikng ‘Epeovac ¢ Naykdywe omv lomwvio, o omolog dnpocievoe
AETMTOUEPELEG GYETIKA LE L0 KOVOTOUO TEXVIKY «ToyElng Onpovpyiog Tp@totOTmVY.
[Topd v aitnon ywa dimhopa gvpectteyviog mov vroPAnOnke to 1980, n tatévta dev
oAoxkANpdOnke. Xta €t 1980 o 1981, donpocievtnkay dpbpo mov mEPLEypaPay TIC
pneBdooVg TOL Yoo TV AVTOUOTN KOTOOKELT TPIOOICTATOV HOVIEA®MY UE ¥PNoM
VIEPLOOOVS  okTvOPoAiog Kol @oTogvaicOnng pnrivg, Omov o pdoko
YPNOLOTOOVVTAV Yo ToV EAeyy0 TG £kBeong oty mnyn UV. Avtég ot teyvikés, mov
TEPILAUPOVOY TN GTEPEOTOINGN AETTMOV GTPOUATOV POTOTOAVUEPOVS, OATOTEAEGAV TN
Baon yio t otepeolBoypagio (SLA).[1,2]

To 1984, tpeig I'aGArotr unyoavicoi, ot Alain Le Méhauté, Olivier de Witte kot Jean
Claude André, xatéfecav 10 mpOTO diMA®UO gvpectTEYVIOG Yo TN OlOdKOGIo TNG
otepeorBoypapioc.[4] To 1986 o Charles 'Chuck' Hull otic HITA xatéfece 10 1o
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TOV SImA®O EVPESITEYVIOG Y10 TN "GLOKELN TOPAYWOYNG TPIGOACTOTMOV AVTIKEILEVOV
uéow otepeoifoypaoioc" . H dadikacio avtny meptlaupove tm xpnon vaepid@ooug
QMOTOC Y10 T1] CKAPLVGN VYPDOV TOAVUEPDV, GYNUATILOVTOC O1000YIKA GTPOUOTO EVOG
Tprodtdotatov poviéhov . H pébodog Pacilotov oe ynolokd oedouéva Kol oe
VTOAOYIOTIKG EAEYYOUEVN Oéoun QMTOC Yo TN onuovpyio ke otpouatoc. O Hull
avéntuée emiong 1o apyeio Standard Tessellation Language (STL), mov petappalet
YNOLOIKE LOVTEAN OE TPLOOLICTOT EKTVTOUEVA avTikeipeva. Topvoe v etanpeia 3D
Systems, 1 omoio Tapfyaye kol 01€0ece eumopikd pnyovipato otepeoiboypapiod,
CLUUTEPIAOUPAVOUEVOD TOL TIPMTOL eumopkov ektummty SLA , tov SLA-1, 7o
1988.[1,5,6,7]

Ewdva 1 : O npdrog tpiodidortatog ektunmtig SLA-1 (mnyn: 3DINSIDER)

To 1610 étog, o Carl R. Deckard, poirtntg oto [Tavemioto tov Téag, katoyvpwaoe
pe olmiopa gvpeotteyviag v mpodt unyavn SLS, yvoom wog "Betsy". Avt n
UNYoV UITOPOVCE VO GLYYWVEVEL COUOTIOW TANGTIKOD, UETAAAOVL, KEPUUIKOV N
YOOAOD Yio Vo, dNUOLPYNGEL TPLGOACTOTO OVTIKEILEVO, YPNOILOTOIOVTAG A&lEP
vyning evépyetag. O Scott kar Lisa Crump idpvcav v etoupeio Stratasys Kot 1o
1989 katébecav dimhmpa gvpeciteyviag yia po péBodo tayeiog TpOTOTLITOTOINGNG
yvoot] o FDM. Xg avtq t pébodo, €va miaoctikd vAuo 1 HETOAMKO cLpUO
Bepuavotav og éva akpovotlo Kot e€mBeito, e ) dadwkacio va kabodnyeitar and
évav vmoloylotn pe PBaon €va ymewokd poviédo. Ta otpdpota datnpovviav e
Oepuokpacio Alyo kKdtw amd 1o onueio otepeonoinong yo vo eE0c@aAicovY KOAN
npoceuorn petah tovg . H Stratasys avémtvée cvotnupote OeppOTAACTIKOV Kot
EKTUTTOTAOV Y10 TPICOLIGTATT EKTVTIMOT] .
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Yynuoe 1: To apywd dimlopa evpeotteyviag FDM (mmyr: 3dsourced)

To 1989, o Hans Langer ot I'eppavia idpvoe v Electro Optical Systems (EOS), pe
oTOY0 TNV OUECT] TLPOCLOOCOUATOON UETAAA®V HE A&LEP YL TNV KOTOOKELY|
TpLedldoTatev eEoptnudtoy ancvbeiog ond ynelokd poviéha. Avty n TeQvoroyia
YPNOLOTOOV0E TNV EMAEKTIKY aKTIVOPOANGN €vOc Aélep G€ PETOAAIKTY GKOVN Yo
TNV TLPOCLGCOUATOCN ™S VYPNS ¢dong. H EOS mapovciace 10 mpodto 1ng
OTEPEOOKOTIKO cvuatnua T0 1994 kot ofjuepa givol Yvoot Yo TI¢ BlOpnyOvIKES TG
Moelg mpototvronoinong. To 2004, 1 EOS oméktnoe ta dikoidpoto oe OAM To
dumhopata gvpeotteyviag g DTM mov oyetiCovtav pe to SLS.[1,4]

1.4 To otdodo avantuéne I (1991-2000)

Katd ™™ owpxker ovtg g dekaetiog onueiwbnkav mwoAdég eEeAiéelc otovg
VILAPYOVTES TPIGOAGTOTOVS EKTVIMTEG, OTTMG KOl GE VEOUS EKTLIMTEG KOt VAKA. Ot
apyKol EKTLTTOTEG ElYOV OPKETOVG TEYVIKOVS TEPLOPICUOVS KOl EAUTTMUATO, YEYOVOG
mov kafiotovoe OVGKOAN TN YpPNoMn TOvg Yo PadKn TOPAY®YN TPLGOIICTATMV
aviikelévov. Q¢ amotéleopo, vanpée onuavtikn épevva yu TN Peitioon ™G
amdO0oNG TV EKTLTOTMOV. AVTEG 01 BEATIOGES TEPIAGUPavay Kupimg T dnovpyia
OVTIKEUEVOV [E SL0O0YIKA GTPMUATO, TY GKANPLVON G oTEPEd PAom, v dpeon
TOPAYOYT KEADQOV Kol TNV EKTUTMOON Peyaing kAipaxkog pe m pébodo SLS. Emiong,
avantOoyOnKav vEor TOTOL EKTLTOTAOV, OTMG O TPIGOLAGTATOS EKTVIIMTNG KEPLDV, Ol
EKTUTTOTES Z KOt 01 TPLGOLAGTATOL EKTUIMTEG LETAAA®V.

Avt| n mepiodog mepdpPave, emiong,  ONUOVIIKA OPOCTUO KOl EKTANKTIKEG
OVOKOAOWELS, HE OMNUOVTIKEG KOWOTOUES OMMC 1 OVATTLEN NG TPLOOIICTOTNG
EKTUTIMONG OpYAVOV, TEPIAAUPAVOUEVIG UG OVPOOOYXOL KVGTNG TOV OMpiovpynonke
amd ta KOTTOPO TOL 1010V Tov 0cBevovg. [TapdAinia, ot dSLVVATOTNTES CTYESIOGHOV
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EMEKTAOMNKOV Y100 VO EMTPEYOLV TNV EKTVTMOON TOGO GKANP®V OGO KOl UOAOKOV
VAKOV, pe SopopeTIKES aoONTIKEG KO AEITOVPYIKES WOOTNTEG.

H pébodog katackevng pe PoAlotikd copatidln, mov katoyvphinke pe dimimpo
evpeotteyviorg  oamd tov  William  Masters, mepilauPave v ektoOEevon
HIKPOGTAYOVISI®mV MmUEVOL KePov amd pio midaka mov Kiveito og eninedo X kot Y,
InNpovpydvTog Aemtég datopés. H mhatooppo eKTOTMONG UETAKIVEITO KATO PNKOG
0V d&ova Z yio tnv TpocOnkn Kabe GTPOUATOG TOV TPLodIAcTOTOL avTikeévov . To
1993, oto MIT avomtoyOnke po KovoToOHo TEXVIKN TPIGOAGTATNG EKTOTWOONG TOL
Bacilotav og ekTLTMTEG inkjet, OTMG AV TOVS TOV YPTCLLOTOLOVUE Y10, TIG KaONEPIVEG
EKTUTTOGCEL o€  Yoptl. XPNOWOmolOVINS oty Vv  TeRvoroyia 2D 7y va
onpovpyncovv 3D avrikeipeva, n ZCorp kuklopopnce tov tpmto ™G 3D ektummT,
tov Z Corp Z402. Apywd, n texvoroyia ovopalotav Zprinting, aArd mAéov eivon
yvoot)] og¢ Binder Jetting. O mp®T0Og 0VTOG EKTLIMTNG YPNOLUOTOOVGE VMK GE
Hopen OKOVNG, OM®MG GUVAO KOl YOWO, €V YL T OULVOESN TOV VAKOV
YPNOOTOL0VGE £VOL GLVOETIKO VAKO Le Bdiom To vepo.

Ewova 2: Z Corp Z402 (mmyn : 3dsourced)

Tnv B ypovid, to 1993, gupaviotnke ommv ayopd pi GAAN Kovotopog AVoM
tprodtdotatng ektinwons. O Royden Sanders idpvoe t Solidscape (apyikd yvoot
o¢ Sanders Prototype Inc.), m omola avémTvée TPIGOAGTATOVS EKTLRMOTEG TOL
ypnoonoovcay kepi. Avtol ot ekTLOTEG dgv dnuovpyovoay To cuvnOiopuéva
TPOTOTUTO. OO AAAEG TEYVOAOYIES, AALL avTIOETOC Tapnyaryay KaAoVTo omd Kepi.
Ta koloOmia avTd PN GILOTOVVTAY 6T YOTEVOT) EXEVOVGE®V Y10, VAL O1LLiovpynoodv
avtikeipeva and mo avlektied vikd. To 1994, n Solidscape mapovoiace Tov Model
Maker, Tov TpdTO TPIGOIACTOTO EKTLIMTY 7OV YPNCUOTOOVCE KePl, Kot £Yve
Wwitepa  OMUOPIAG OTOLG  KOGUNUOTOTMOAEG 7oL MNBehav  vo  dNUIOVPYOLV
TPIOOIIOTATO EKTVTOUEVO KOoopuata. Méoa oe Mydtepo amd Oéka ypovia, 1M
TPLOOIIoTATY EKTOTOON €EEAYONKE QO Lo 1060 O Ol TPOKTIKY ETAOYN Yo TNV
Kataokevn oe pukpn KApoka. To 1995, o Michael Feygin katéBece dimiopa
gupeECITEYVIOG Yl M0l TEYVIKY KOTOAOKELNG ME OMOVOTO OTPOUATO, T OToin

K. Mapvépag

18



Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

YPNOUOTO0VGE AVTOUOTY KON TOU®MV od VAKE QOAL®V, BOCIGUEVN GE YNELUKO
Tp1eotdoTato poviéro. Ta otpdpata 6Tn cuvEyeld oTolPAlovtay Kot GLYKOAAOVVTAY
Yl vo oynuoticovv 1o oteped avtikeipevo. H texvikn oxAnpuvong oe oteped Paon,
mov epevpédnke amd tov Itzchak Pomerantz, ypnoyonolovce €va ontikd cvuoTnua
pdokag ywoo TV emMAEKTIK) £€kBeon oTtpopdtov  eotogvaicOntmg pntivng. To
evamopeivay vypd agaipeito ko avtikabiotato pe kepi, To omoio ot GLVEYXELN
epeldpetar yo va dnpovpyndet éva enimedo vrdoTpmpa yio to endpevo otpopa . To
1997, dnuovpynbnke n Arcam, pio etoipeion mOL EWOIKEVETOL GTNV KOTOOKELY|
TPIGOLACTOTOV EKTUIOTOV HUETAAAOV, YpNnoomoldvtag v texvoloyia Electron
Beam Melting (EBM). Avtf 11 1€0000g KOTAGKELNG OVTIKEWEVOV YIvVETOL LEGM TNG
xpong déounc niektpoviov. [3,4]

Ewova 3: Electron Beam Melting 3D printer ar6 v Arcam (znyn: 3dsourced)

1.5 To otddo avintuéng 11 (2001-2010)

Avt| m dekaetio yapokmpiotke omd onuoavtikég eeAiEelg Ommg M eveMéia
Aertovpylag, m palikn mwpocapuoyn, m akpifela, n vynAn avdivon, ot otkiokol
TPOCMOTIKOL EKTVTTOTESG, 1 EVKOALN YpNoNG kot 1 oA tpocPacipodtnta. [HapdAinia,
vpée P oNUOvTIK ®Onon oty épgvva yuo TNV avATTUEN VE®V VAMKOV UE
wpoywpnuéva yopaxtnpotikd mpoioviwv. To 2001, n Envisiontec mapovciace 10
Perfactory Machine, 1o omoio &ixe v woavoTta vo mopdyel TOAD peydAa
eCopiuata e vymAn tovLTNTO Ko okpifela. Xta emOpEVA XPpOVia, EUPOVICTNKAY
cvotnuote Om®G TOo eUmopkd cvotnua T™ENG MHE OEoUN MAEKTPOVIOV AMDVOVTOG
UETAAMKY] OKOVN] KOl O TOAVYPpOHOG Tprodidotatog exktunotg ™ Z Corp. Tov
Ampidio tov 2001, 1 3D Systems e&aydpace v DTM (Desktop Manufacturing),
EVIGYDOVTOG ONUOVTIKA TN B€om TG OTNV ayopd TNG TPIGOACTATNG EKTVTTMOONG. AVTN
n &layopd kabiépwoe tv 3D Systems mg myétdoa etopeion o€ dVO Pacikég
TEYVOAOYlEG, TNV EMAEKTIK] Tupocvoowpdtoon pe laser (SLS) wor 1
otepeoMBoypapio (SLA), emtpémovidc g vo mopayel ovTikeipeva pe peyoAvtepn
axpifeto Kot Aemtopépera.
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Ewova 4: 'Evag omd toug tpdtovg extunmtés SLS g DTM . (IInyn:3dsourced)

Mia ond 1ic mo kovotopeg 1Wéeg g oekaetiog Mtav 1o mpdtlekt RepRap, mov
WpvOnke amd tov Adrian Bowyer, avatepo Aéktopa unyoavoroyiog oto Iavemomo
tov Bath. To npdtlext avtd €pepe TV TpLodIdoTaTn EKTHTOON GTO GTiTIL LEG® EVOC
avoLTOL KMOKO KOl NG OLVOTOTNTAG OCLTONVOTOPAY®OYNG TOV  EKTLTOTMV.
INUOVTIKEG VMKEG KOWVOTOMES OVTAG TG TEPLOOOV TEPAAUPAVOLY TO TPMTO
Tprodldotate  ekTumouévo veppd amd Kwélovg epesuvntéc, éva  TprodidoToto
EKTUTOUEVO  QLLOQOPO  ayyelo, TPOGOHETIKG ywpic avaykn GuVOPUOAOYNONG
eCoptNudteV, TNV TOPAY®YN KOTOVOA®TIKOV TPOIOVI®V, TO TPAOTO £VOLUN
(Tp1od146TATO EKTUAIMUEVO UTIKIVL), LOPLOVETES Y10 TOVIEG KIVOLUEVDV GYESImV Kot
Tplodtdotato ektumopéva Emumia. ‘Eva, e&icov, onuovtikd yeyovog e dekaetiog
nrav n AEN ™m¢ motévrog g peBodov FDM, yeyovog mov dievpuvve v
TPOGPLACILOTNTA TNG TPLOIAGTATNG EKTOTOGNG. XIMAdeS AvOpmTOL 6 OAO TOV KOGLO
dpyoaV Vo YPNOIUOTO0VY TNV TEYVOAOYiD avTY] €0KOAN Kou dueco. EmumAéov, m
ONUOVTIKY avATTTUEN TOV DAMK®OV KOTA TN OdpKeEL QTG TNG TEPLOOOV KoL 1 gvpeia
vwoBéton ¢ TervoroYiog 00NyNCAY GTNV OVATTTVEN TOV TPATOL TPoTLoLv ASTM
Yo T0 TPOGOETIKA KATAGKEVACUEVE, TPOTOVTA, TPOGPEPOVTAS L OVOPOPA TOLOTNTOG
Kot oporoyiog.

O mpwtog ektvmwtg Tov RepRap, o Darwin, kukiopdpnoe to 2007, evd o debtepog,
pe to 6vopa Mandel, o 2009. Ot yprioteg pmopodcav vo Katefdcovv ta apyeia yio
TNV KOTOOKELT] TOV TAACTIKOV LUEPDOV TOV EKTVTMTY], EVM TO OTAPOITNTO HETAAMKA
péEPN NTOV EVKOAN SLOOECIN GE KATOGTILLOTO VAIKOV.
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EXTRUDER PCB

STEPPER PCB

COMMS PCB

Ewova 5 :01 mpoteg unyavég RepRap (IInyn:3dsourced)

Q061660, aVTOl 01 TPAOTOL EKTLRIOTEG NTAY OVGKOAO VO GUVAPLOAOYNBOVV Kol dEV
Nrav wévto admortol ot Asttovpyia tovg. To Prusa Mendel, mov xvxhopdpnoce 10
2010, amotélece o amhomompévn €kdoom mov Pondnce oy avantuén KaAVTEP®V
HOVTEADV eKTUTOTAOV. Tehkd, 0 61dY0g &yve M onpiovpyio. OAOKANPOUEVOV KIT
EKTLUTOTOV Tov Ba MoV gokoAa ot ¥pnomn omd Tovg KatavaAwtés. To mpdTo
dwbéoo kit Paciopévo oto RepRap ftav to BfB RapMan, mov kvkAo@dpnoe tov
Iavovdpro Tov 2009, akorovBovuevo and to MakerBot Cupcake CNC tov Ampilio
tov 2009 kot to MakerBot Thing-O-Matic to 2010.[1,3,4,5]

Ewova 6 :BfB RepMan (Mnyn:3dsourced) Ewova 7: Cupcake CNC (Mnyn:3dsourced)

To Fab@Home, mov avantiydnke amd tov Evan Malone, vroymeto dddxtopo 6to
[Mavemoto Cornell, kot tov Dr. Hod Lipson, enikovpo kabnynt punyovoloyiog kot
OEPOSIOGTNUIKNAG UNYOVIKNG OTO 1010 TOVEMGTAMU0, €lye TAPOUO0 OTOYO HE TO
RepRap, dniaon v avantuén younAod KOGTOUG TPIGOACTOTOV EKTUTOTOV UE £PYA
avolytov kmowKa. o vo Tpowbnocovy Ty KOWOTNTA TV YPNOTAOV, ONHOVPYNCUV
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évav 10TOTOmO e AemTopepelg odnyieg Kot Aoyiopuikd, kabmg kot £vo d1od1KTLOKO
@Opovl Yy TN dtevkoOAvvon Tov cuntoemv. Katd toug mpdrtovg €& puniveg, o
10TOTOTOC O0&YONKE TAVED 0O 4,3 EKATOUUOPIO OUTHUOTO OO TEPIGGOTEPOLS OO
150.000 yproteg. Avti N TEXVOAOYia YPNCILOTOMONKE OE TOAAEG EQOPUOYES, OO TV
EKTUTIMOT) GOKOAATAG KOl TUPLOV £MC UTATOPIES Kol oYY KaAdoto. A&loonueimto
elvar 011 10 épyo Fab@School avamtoydnke yio ) xpron TpiodldotoTOv EKTUTOTOV
oe Onuotwkd oyolela, pe vVAkd Omwg T0 play-doh. To épyo Fab@Home
oAoKkANpdONKe 0 2012, KOOMG 01 TPIEIACTUTOL EKTVIWTEG EYIVAV EVPEWMS dlaBEGIOL
OTOVG KOTAVOAMTEG, EMTVYXAVOVTOS TOV 0pYkd 6TdY0 Tov TPpdTlekT.[1,8]

1.6 H €£éMEN g Tp1odidoTatng EKTOTOONG Kot 1 KOPOOMOT TNG OTNV
GUYYPOVI ETOYN

Avt) 1 mepiodog yopakmpiletor and ™ peiwon Tov KOGTOVS TV TPLGOIACTATOV
EKTUTIOTOV, KOOIGTOVTOG TOVG OIKOVOUIKE TTPOGITOVG KOl EMLTPETOVTOG TN YPTOT TOVG
oe po gvpelol YKAUO €QOPUOYDV, OO TPOCOMIKE avTIKEIUEVE £mG Bropmyovikd
npoidvta. H teyvoroyio a&tomombnke yio v mapoywyn dSlo@opmv VAIK®V, Le Yp1on
o€ TopElg OMWG TOL TPOPIULA, TO ToyVIOLD, TO KOGUNLOTO, TO QVTOKIVITA, T KTipLa, To
AEPOGKAPY, TO POvYA Kol TO. 0EEGOVAP HoOdaG, Tn ProtaTpikn kot T pourotikr). To
KOGTOC TOV TPGOAoTAT®MV EKTVIIOTOV TeXVoAoyiog FDM peiddnke dpactikd to
2012-2013, néptovtag amd TEVTOYNOLO GE TETPAYNOLOL KOl OKOUT KOU GE TPLYN L
TOG(, KAVOVTOG TNV TEXVOLOYIO TPOGITN GE MEPIGGOTEPOVG AVOPAOTOVG,.

Av ko to dumhopoto gvpectteyviog yo ™ XtepeoibBoypoapio eiyov AnEel mévte
xpOVIOL TIPLY, dEV VINPYE aKOU TPOotTd ekTu®TNG SLA 3D oty ayopd péypt tov
Iobvio tov 2012. [MAatedppes ypnuatoddTnong and to Koo, onwg to Kickstarter,
dtevkolvvay TV Evopén VEOV ETUPEIDV TPIGOIICTATNG EKTOTWOONG, EMITPEMOVTOG
OTOVG EMYEPNUOTIEG VO AVTATIGOVV YPTUATOSOTNON HEG® TG ONUOGLOG VITOCTNPIENC.
To 2012, pe ypnuotoddtom and to Kickstarter, xvkiopopnce o B9Creator,
Baciopévog oty teyvoroyio DLP, eved akorovBnce o extummtig otepeoBoypapiog
Form 1, mov ovykévipwoe oyeddv 3 exatoppipia doAdpia. To 2013, o Buccaneer,
évag ekt mov Paciletor o viparto, cvykévipmoe mepinov 1,5 ekatoppvpla
dordpro péow tov Kickstarter. And tote, MOAAEC OYETIKEG WHE TNV TPLOOUCTOTN
EKTOMMOOTN  KOUTAVIEG Kol TeYVOoAoyies &yovv Ppel emtvyic o€ avtyy NV
mAateopuo.[1,6]

To 2014 frav KaboploTikn ypovid yuo TV TpLodtdotorn ektinwon, kabmg 1 NASA
YPNOUOTOINCE TO TPMOTO TPLGOIACTATO EKTLIMUEVO OVTIKEILEVO GTO OACTNUA, EVD
EMEav ONUOVTIKE OUTADUOTO EVPECITEYVIOG OV EMETPEYOV TNV avATTLEN O
TPOGITAOV EKTVTOTAOV SLS o SLA. [3]
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“1 , COMPUTER
Vry 3 ConTROL

SHSTEM

Yynupa 2: To dimlopo gvpectteyviag yio To Zympa 3: Ot apywég matévreg Tov SLA
SLS mov éAnée to 2014. (IInyn:3dsourced) nov €én&av to 2014. (IInyn:3dsourced)

[Mopdiinio, n Formlabs katéAnée oe ovupwvia pe v 3D Systems yia mAnpoun
dkawpdtov 8% ot toAncelg . EmmAéov avt) n mepiodog yopaktnpicmke and
évtovn dpaoctnpotnta eEayopmv amd T 3D Systems ko Stratasys, oAAd Kot omd TV
eupavion véov avtayoviot®v omwg ot Ultimaker, Lulzbot kot Prusa otmv ayopd
EMTPOTEQ®V EKTUTOTOV, KaOOS Kot gtoupeldv émwc n Desktop Metal kou 1 Carbon
3D otov Pounyovikd topéa. To 2014, n etarpeioa Carbon 3D 15pvOnke amd tovg
Joseph ko Philip DeSimone otnv KaAipopvia, pe v emovoactatikn teyvoroyio CLIP
(Continuous Liquid Interface Production), spumvevopévn amd v touvia "Terminator
2", Méypt 1o 2017, nn Carbon 3D eiye amotyundei ota 1,7 dicexatoppdplo doAdpia,
vrepPaivovtog Tig Stratasys kot 3D Systems. Tov Mdptio tov 2015, o Joseph
DeSimone mapovciace oto TED Talk v 3D ektomwon 100 @opég mo ypryopn,
YEYOVOG TTOL TPOGEAKVGE TAYKOGLO £volapépov yia tnv Carbon 3D.

M 6AAN onpavtikn startup ftav 1 Desktop Metal, mov 10pvOnke tov Okt®dPpro tov
2015. H etoupeia ovykévipmoe maveo ond 200 sxoatoppdpla dordapta Kot 1 agio g
Eemépaoe 10 1 doekatoppvplo dsordpia. H texvoroyia tng, Bound Metal Deposition,
EMTPEMEL TNV EKTOHTOON UETAAA®V TOAD PONVOTEPO Omd TIC Tapadoctlakes pebodovg,
yeYovOg OV TPOGEAKVGE emeVOVTEG Owg M Ford, 1 Google koun BMW.
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Ewdva 8: O1 ektvnmtég tov Carbon 3D ypnoonotovv teyvoroyior CLIP, n onoia givan mapdpoa pe
v SLA. (mny": 3dsourced)

[MopdAinio, o mpmdTOG TPLodidotatog exktvnwtg ¢ 3D Systems, o SLA-1,
avayvopiotnke og opdonuo Iotopikng Mnyavoroyiog amd v Apepikavikny Etapeia
Mnyavorloyov Mnyoavikav, delyvovtag v €&EMEN g 3D extimwong oamd 1
dexaetio Tov '80. Emiong, véeg teyvoAoyieg kan startups, 6mwg m Markforged, m
Formlabs, kot  Xact Metal, tpokdiecav 10 volaQEPOV TV ENEVOLTOV, eAmilovTog
va gmtdyovv TV o emtvyio.[4]

O t6te Tpdedpoc twv HITA Oundauo avakoivooe pia emyopniynon 30 exotoppvpiov
dorapiowv oto EBvikd Ivetitovto Kawvotopiag IpocsOetikng Kataockevng oto Oyduo,
Y vo. TpomBncel v €pevva oTNV TPOCHETIKN KOTAGKELY] Kol TNV TPLGOIIoTIT
EKTUTIMOT), KOTE TN SdpKew TG OMUMag Tov Yoo TV kotdotoon g Evoong. To
2011, to meprodwcd Time cvuneprédafe otic S0 KaAdTEPES EPEVPETELS TNG YPOVIAS TO
TPLOOAGTATO EKTLTMIEVO EVKOUTTO POpepa G Iris van Herpen.

‘Eva. épBpo tov Guardian yopaxtipioe tov Chuck Hull og tov "matépa" g
TPIGOLAGTOTNG EKTOTMOONG, CNUEWDVOVTOS OTL TPoEPAeye TS 1 £pevPeEST TOov Oa
ypewlotav mepimov 30 ypdvia yio v yivel kaOnpePV] GE OIKIOKES EQPAPULOYES.
YHuepa, ot dLVOTOTNTEG TNG TEXVOAOYiag Qaivovtal ateAeimTeg, He TOAAD axOua
EKTANKTIKA emtedypato va ovapévovtat. o mapddetypa, to 2016, o Matsuzaki et
al. mopovciacav TproddcTate  ekTVTOWREVO cLVOETO LAKG pe ouvveyn iva,
npocBEToviog duvaTOTNTEG Yo TN PUOUICT] TOV PNYOVIKOV 1010THTOV  TOV
EKTUTOUEVOV eCOPTNUATOV, EMTPEMOVIONG TNV KOTOOKELT TOAVTAOK®OV VAIK®V GTO
péALov.[3]

To 2016, n Ultimaker kvkiopdpnoe tov ektvmmty Ultimaker 3, evioybovtag ) 0éom
G otV ayopd Kol TpomBmdvTag TNV TEXVOAoYia avolkTov Kodwo. H avarntuén g
TPLOOIICTATNG EKTUTMONG OTIC KATAOKEVEG Apyloe va kepdilel €dapoc, e v Apis
Cor va Kataokevalet £va omitt o€ 24 dpeg KoL VoL TPOYWPE GE LEYOADTEPA £PYOL, OTMG
éva tepdotio ktiplo 6to Ntovpmd to 2019.
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Ultimaker* i

Ewdva 9 : O Ultimaker 3. (mnyn: 3dsourced)

Yvvoyilovtag, ot e&grifelc oty 3D ekTOMMOOT 00N YNCAV GE CMUOVTIKEG EMEVOVGELS
KOl TEYVOAOYIKEG KOLVOTOMIES, €VA VEEG €TOlpeleg €Kavav TNV €UEAVICT TOLG,
JEKOIKAOVTAG EVaL KOUUATL amtd TNV aryopd.[4]

Birth and development of the 3D printing

Advanced 3D printing techniques for

|
|}
Molding dominated manufacturing I Beginning of low-cost ¢, ah1e and smart manufacturing;
| 3D p'l'i't"’ safety and sustainability concemns
1
——
19005 | 19205 1940% liss0s 19705 19871 20005 I 2010 2020’5 (Present)
AT STl
' Invention of additive Invention of 4D printing
1 manufacturing (SLA) -
'
! I
| Manufacturing innovation || Volumetric 3D printing
: for composites |
' Advanced polymers for functional
'
'
'

_ and sustainable manufacturing
|

Polymer development for 3D printing

Yynpa 4 : Iotopucd 3D ektdimmong kKot avantuén moAvpepdv yio ektonwon 3D (wnyn : www.cell.com)
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2. Teyvohoyieg Tproorwdotatns Extinmong

2.1 Topeig Tp1od1AoTATNG EKTUTTOONC

Agpodwastnuiki Bropnyovia

H teyvoroyia ¢ tpiodidotatne ektdmmong mpoopépel eEopetikn eveMéio oTov
OYEOOCLO KOl TNV KOTACKEVT EE0PTNUATOV. TNV aepodacTNUKN Propnyavia, oot
N texvoAoyia emtpémel TN OonuUovpyion EAaEPOTEP®V €LOPTNUATOV UE TEPITAOKES
YEMUETPIES, YEYOVOC TOV UTOPEL VO, LEIMOEL TIG OTTOLTIOELS GE EVEPYELD KOl TOPOVG .
EmnAéov, m ypnon 1tpodidotatng ektdmmwong ovuPdiier otnv  eotkovounon
KOVGipov, Kabmg LEDMVETOL 1] TOGHTNTO VAIKOV TOV OTOLTEITOL Y10 TNV KOTOGKELN
aEPOOLACTNIIK®V  e€apTnUATOV. ‘Exer epappooctel evpéwg oty mopaywoyn
OVTOAAOKTIKOV Y10, SIAQOPO 0EPOJACTNUIKA eEopTUaTa, OO Ol Kvntipes. Ta
HEPN TOV KNTNpwv, TOL oLYVE voeictovior @Bopég Kot ypeldlovior TOKTIKN
avVTIKATAGTOON, Hmopohv vo mopayxbodv amoteleopotikd pe T Ponbewa g
TPIGOLAGTATNG EKTOTMOONG . TNV 0EPOSAGTNUIKY, TO Kpdpata wov Paciloviol 6to
vikéMo etvar 1dtaitepa ONUOPIA] AOY® TV EEAPETIKOV PUNYOVIKOV TOVG O10THTOV,
™G AVTOYNG TOLG TNV 0EEIBMOT Kot T SPpwon, Kabdg Kot TG KavOTNTAS TOVS Vol
avtéyovv o€ PAAPES .

Avtoxivntofropnyavia

H teyvoroyio ¢ Tplodidotatng eKTOIMONG EXEL QPEPEL ONUOVTIKEG OAAAYEC OTNV
avtokwnroflopnyavio, ETITPENTOVIAG TOV OCYXEOCUO KOL TNV KOTAGKELY, VE®V
TPOIOVTOV LE KOVOTOLOVG TPOTOVS. XTOV TOUEN QVTO, £XEL OLEVKOAVVEL TN dnovpyia
eEAAPPOTEPOV KOl MO TOAVTAOK®V OOUMV O WKPOTEPO Ypovikd drdotnua. [a
napadetypa, n etapeion Local Motors Katackehooe T0 TPOTO NAEKTPIKO OVTOKIVITO
péom tpiodidotatng extvnwong to 2014. Extéc and to avtokivnrta, n Local Motors
éxel emiong emektabel ot Omuovpyio GAAov oynudtov, 6nwg to OLLI, éva
TPIGOLAGTOTA EKTVITOUEVO AE®POPEID TOV givarl MAEKTPIKD, OVOKVKADGULO, YOPIS
001My06 kot eanpetikd EEvmvo. [Tapdiinia, n Ford éxel mpotoctatiost 6t xpromn g
TPIGOLAGTOTNG EKTOTOGCNG Y10, TNV TOPOYMYN TPMOTOTOTMV Kol EE0PTNUATOV KV TP
H BMW ypnowomotet eniong avt v teyvoAoyio Yo TNV KOTAGKELN €PYUAEimV
YEPOG OV YPNCLULOTOOVVTOL OTIS OOKIHEG KoL T GUVAPUOAOYNGT OLTOKIVITMV.
Emniéov, to 2017, n AUDI ocvvepydotnke pe v S Solution Group AG yw v
TOPUYMOYTN OVTOAALOKTIKOV KOl TPOTOTOTMV.

YUVOMKA 1M ¥PN|OT TG TPIOOAGTOTNG EKTUIMONG GTNV avToKIvNnToPtopnyavio divet
dvvatdtrto otTic eTopeieg va e€etdlovv d1apopeg EMAOYEG Kot va €6TIALOVV aKPIPOC
OTIS OMOITOVUEVEG PeEATIOOEL, TPO®ODOVTOG £ToL TOV 100VIKO KOl OTOS0TIKO
oyxedlacpd. Emmiéov, avtn n texvoroyia fondd ot peiwon g omatdAng VAKOV Kot
™G KATOVOA®ONG TOP®V, EVA TALTOYPOVO HEUDVEL TO KOGTOG Kol TOV YXPOVO
TOPAYWOYNG, EMTPETOVTOS TV Taxelo oK VE®V GYedimV.
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Buopnyavia tpogipov

H r1eyvoloyioa ¢ tprodidotatng ektommong oev  meplopiletar povo oty
aepodlaoTNIKY Propnyavio, oAAG emeKTEIVETOL KOL OTOV TOUED TOV TPOQPIL®V.
Yrdpyer p  ovfavopevn mmon ywo v ovamtuén  Tpoeinmv  mov  ivan
TPOCUPUOGHEVO GE GUYKEKPIUEVES SLOTPOPIKES OVAYKES, OTMOC AVTEG TV aOANTOV,
TOV TV, TOV EYKVOV YOVOUIK®OV KOl TOV 0c0evmdVv, oL omottodv S1opopeTIKa
enminedo OPENTIKOV GLOTATIKAOV, HEIOVOVTOS TAVTOYPOVO TO TEPITTE GVOTUTIKG KOt
evioyvovtag to vylewad otoyeio . H omuovpyla avtdv tov e£atopikevpévmv
TPOPIU®V omottel TPOGEKTIKY Kol KOWVOTOUO TPOGEYYIGT, KOl €0 1) TPLOIACTOTY
EKTUTIMOT) TPOPIL®V TPOGPEPEL GNUAVTIKE TAEOVEKTILOTA.

H dwdikacio, yvoot| ©¢ Tpiodldotatn EKTUTMOOT TPOPILMV, KATUOKEVALEL TPOPLUO
pécm G TomofETnong  OdO(IKOV  GTPOUATOV, YPNOLULOTOUDVTOS OESOUEVOL
oyxedlacuéva pe ™ Pondeta vroroyioty. H teyvoroyio avtn emtpénet t dnpovpyia
oVVOETOV doUMV Kol GYNUATOV HE TNV avAMEN GUYKEKPIUEVOV VAKAOV. ZAayopn,
COKOAUTA, TOATOTOMUEVO TPOPILO Kol EMITEdQ TPOPIUA OTTS {LpopiKd, TToo Kot
KpAKep ivol pePKd mov Pmopovv vo xpnotpomoinfovv yio ) Snuovpyio Kavotopmy
TPOPIU®V LE EVOLPEPOVTA GYEILOL KO GYTLLOLTAL.

SOUTEPACUATIKA 1 TPIGOLACTATY EKTUMGN TPOPIUOV OmMOTEAEL MO EVEPYELOKE
OTOOOTIKY] TEYVOAOYiD, TTOL TPOGPEPEL TOLOTIKO EAEYYO, TEPIPOALOVTIKY GIMKOTNTO
Kot YoUnAo k6otog mapaywyns. Emmiéov, avtn 1 texvoloyia emtpénetl T dnuovpyio
VYIEWVOV TPOPIL®V TPOGAPUOCUEVOV OTIG OTOUIKES TPOTIUNGELS Kot avaykes. Mécm
NG OVTOUOTOTOMUEVIG TPOGAPLOYNS TOV GUGTUTIKMY GOUPM®VO LE TIS TAPOPOPIES
TOV  KOTOvoA®TY, €lvar dvvaty 1 dnuovpyia STpoedV TOL  pmopolv  va
KOVOTIOUGOVV TTPOGMTIKES OVAYKES YOPIC TNV avaykn Yo doknon .

Topéag vyeiog ko woTpkn fropnyavia

H tpiodidotot extdnwon £xet Ppet mMOALEG EQOpPLOYEG OTOV TOpEN TNG VYELNG, OTMC
TNV EKTOTOGCN OEPUATIKAOV 10TAV, TNV OVOITTLEN QOPUAK®OV KOl QOPUAKEVTIKMOV
TPOIOVIOV, KOOMS Ko TNV Tapoymyr] 06T®OV Kol xovopwv. EmmAéov, ypnowonoteital
YL TNV KOTOOKELT] VTOKOTAGTOTOV 10TMV, 0PYAVAV, Y10 TNV £PEVVA. GTOV KapPKivo,
OAAG Kot Yoo T OMUIoLPYio EKTOOEVTIKMOV HOVTEA®V Kot Tn OlELKOALVOT NG
EMKOVOVING.

To  mAeovekTRuoTo THS  TPLOOAOTOTNG  EKTLTOONS  oto  [Blolotpikd  mpoidvto,
nepauavouv:

Extonwon dépuatoc: H tpiodidotarn extdnmon umopel va dSNUIOVPYNoEL dEPUATIKG
avtiypoeo pe YounAd «O6GTOoG, TOL E€ivorl YPNOIHO Yoo TN OOKIUN (QUPUAK®V,
KOAADVTIKOV KO YNIKOV TPOTOVI®V, amo@edyovtag £1ot T (pron (oo dEpUatog.
Av16 Tpocpépel o akpiPn aroteAéouaTa.

Extonowon @appdkov: Avti 1 tegvoloyio EMITPEMEL TV TOPAYOYY QOPUAK®V LE
akpin €leyyo G 060MG KOl TOL HEYEBOLG TV JoKIMV, TPOSPEPOVTOS LYNAN
AVOTOPUYOYILOTNTO KO  duvaTOTNTO  SNUOVPYING (QOPUOKEVLTIKOV HOPO®OV UE
ovvOeTa TPOPIA amelevBEépwonC.
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Extonoon ooctov  xow  yovopwv: H  teyvoloyla emutpémer v mopoymyn
OVTIKOTAGTOTMOV Y10 OGTIKA KEVA 1| KATEGTPOUUEVOLS YOVOPOUG AGY® TPOLUATICU®Y 1|
acOEVELDV, TPOGPEPOVTOG U0 EVOALAKTIKT OTIC TOPUOOGLOKES LETAUOGYEVCELG.

Iotol oaviwkatdotaong: Ot tpodidotato  EKTLIOUEVOL  10TOL  pmopoldv  va
OVTIKOTOGTHOOVV 1 VO OMOKOTOGTHOOVV TN AETOLPYIL TOV QUOIKAOV 10TMV,
TPOCPEPOVTOS BrocLUPaTOHTNTO KOt KATAAANAES UNYAVIKEG 1OLOTNTEC.

Extonwon opydvev: Mmopet va ypnowomombel yio ) dnpovpyio opyavemv mov
aVTIKOO1GTOOV TO PUOTKE, TOL £X0VV LITOoTEL PAAPN amd AcOEVEIEC 1] ATV LOTOL

‘Epegvva kapkivov: H tpiodidotarn ektdmmon emitpémel ) onuovpyio HOVIEA®V
KOPKIVIKOV 1GTOV Y10 TNV EMTAYVVOT TNG £PELVAG KOl TNV amdKINoN 7o aKpPov
dedOUEVDV.

Exmodevticd povtéda: Ta tpiodidotato eKTummpéva LovTELD XPTGLLOTOIOVVTOL Y10l
EKTOLOEVTIKOVG GKOTOVS, Bonfdvtag Toug vevpoyelpovpyons va e€acknBovv Kot va
BEATIOGOVV TIG YEPOVPYIKEG TOVG TEYVIKEG, EMTPEMOVTOG TN UEI®OM TOL YPOVOL
EKTTOLOEVOTNG KO TNV TPOGOUOI®GCT TPAYLATIKAOV L0TPIKOV KOTAGTACEMV.

APYITEKTOVIKI], KOTUOKEVES KO KATUOKEVAOTIKT fropnyavia

H tpiodidotatn ektommon amotelel pio QUMK 7mpog 10 mePIPAAAoV TEXVOLOYi,
TPOCPEPOVTOS OTEPLOPIOTEG OLVOTOTNTEG GTNV LAOTOINGT GUVOET®V YEMUETPUDV.
2TOoV TOPEN TOV KOTAGKEVMV, QLT N TeXVOA0Yia umopel va ypnoponombel toco ya
TNV KATOOKELT] OAOKANP®V KTIPIOV OGO KoL Y10, TNV TOPAY®OYT] LEUOVOUEVOV JOUKMV
otoyeiov. H yprion tov Building Information Modeling (BIM) ocvupdiier ot
BeAltimon g €QoproynNs ™S TPLOOECTOUTNG EKTOTOONG, TOPEXOVTOS L0 YNOLOKN
VATOPACGTACT TOV QUOIKAOV KOl AEITOVPYIKAOV YOPOKTNPOTIKOV £vOg kTipiov. To
BIM Aettovpyel o¢ a&idmot mnyn minpo@dpnong kot yvoons kad' 0An ) odpkela
Long tov KTipiov, amd Tov apyikd oyedlocHd HEYPL TNV KATEdAPLoN, fondmvtag ot
Mym amogdoemv kot o1 Pektictomoinon g Olayeipiong tov  dounpévov
nepPEALOVTOG.

H tpiodidotatn ektommon emtpénel ot €Toupeieg va oyeddlovv Kol vo, VAOTO00V
TNV OTTIKY] OMEKOVIOT EVOG KTIPIOV YPNyopo KOl HE YOUUNAO KOGTOG, OmOPEVYOVTOG
kaBvotepnoelg kot evromilovtag mpoPAnuatikég meployés. Beltuover emiong v
EMKOWVAOVIOL LETOED UNYOVIKAV, KOATACKEVACTOV KOl TEAATMV, ETITPETOVTAG TN COPN
ATEKOVIOT] TOV WEDV TEPQ ATO TIG TAPAGOCIOKES HEBOGOOVE TYESOGHOV LE XoPpTl Kot
LOADBL.

[Mopadeiypato €Pappoyng TPOOICTOING EKTVTIMONG OTNV  KOTUOKELT KTIPimV
neptroppdvouv to Apis Cor Printed House ot Pwoia kow 1o Canal House oto
Apotepviop. AVTEG 01 KATAOKEVEG OeiyvouV g 1 TpIoddoTatn eKTHTOCT UTOPEL Vo
LETATPEYEL YPYOPO. KOl OIKOVOLLLKA LIt 1OE0L OE TPOLYHOTIKOTNTOL .
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Buopunyoavio vpaopdtov ko podog

H tpiodibotomn extdinmon €xel apyioet va emnpedlet  Propnyovio Mavikng, pe v
EUPAVIOT TPOIOVI®MV OTMG TOTOVTCI0, KOGUUOTO, KATOVIAMTIKA oyafd Kot povya.
H ocvvdvacpévn ypnomn ovtng g texvoroyiog pe ™ pdda pmopel vo unv eoivetot
apyIKd ®g EVOIKY cLVOTTOPEN, OAAG OTASIOKA YIVETOL KON TPAKTIKY TOYKOGUIMC.
Meydreg etoupeiec, O6mwg ot Nike, New Balance xoi Adidas, e&epevvodv v
duvatodomto  polikng  TOPOY®YNS  TPLOOIOTOTO  EKTVIOUEVOV — TOTOVTGILMV,
INpovpydVTOS €101 Yo 0OANTES, KT TopayyeAio Kot aBANTIKA TomovToia.

[Ipocpépet véeg OMOVPYIKES OLVATOTNTES GTOV GYESIOGUO TNG LOOOS, EMITPETOVTOGC
TNV KOTOOKELT] TPOTOTLTI®V CYNUATOV YOPIG TNV ovAayKn KoAovmi®v. Avti 1
teyvoloyio umopel va  ypnowomombel yw TV TOPAY®OYN EVOLUATOV HECEH
CLOTNUATOV TAEYUATOG KOL YO TNV EKTUMGN OKOGUNTIK®OV CTOWEIMV TAV® Of
napadoctakd vedopata. H ypriion g tprodidotatng ektommong dev meplopileton
uoévo oy €vovor, OALG EKTEIVETAL KOL OTNV KOTOOKELY OEPUATIVOV EW0MV Kot
a&ecovap, OTMC KOGUNLOTO, POAOYLO KOt AL

Ot oyedlaotég kol oL AOVOTOANTEG PAEmovv Ty  TEYVOAOYio TPLGOAGTATNG
EKTOTOONG Ol WG LEGO Y10 TNV OVTLYPAPT] VIOPYOVI®V TPOIOVI®V, AALL MG EPYOAEiD
vy Vv Peitioon TV oxediov, TPOCEEPOVTAS HOVAOIKA Kot eEOTOPIKELUEVO
npoidvta 6tovg merdtec. ‘Eva amd to kiplor TAEOVEKTALOTO QLTS TG TEXVOAOYING
etvar n duvatdTTa TOPAY®YNG KATh TopayyeAio TPOIOVTOV HE HLOVAOIKO GTUA, EVOD
TOPAAANAQ LELOVEL TO KOGTOG TNG £QPOJICTIKNG aALGidag. EmumAéov, n tpiodidototn
EKTOTOOT EMTPETEL TNV TOPAYOYT KOL TNV TOPAS0CT| TPOTOVTWV GE UIKPEG TOCOTNTES
pe tayeic puOpovg.

Hiektpun] kon nhektpovikn fropnyavia

H tpiodidotamn ektommon, kabmg yivetor mo Tpoottn Kot 010dedopévr, TPOGPEPEL
VEEG KOl GLUVOPTACTIKEG OLUVOTOTNTEG GTOV TOUER TNG MAEKTPIKNG KO NAEKTPOVIKNG
Bropnyaviag. H texyvoroyia avtn £xet 1M ypnopomonel ektevmg yio ) dnuovpyia
SOUIKAV NAEKTPOVIKOV GLUGKELAV, OTMC EVEPYE NAEKTPOVIKA VAIKE Kot NAEKTPOHOL,
EMTPEMOVTIOG TNV TPOCOPUOYN OYESI®V KoL TNV  EVOOUATOON Oy®OYOV CE
TPLGOAOTOTO EKTVIMWUEVEG cLOKELES. H mapaywyn tplodidotatmv NAEKTpodinv e
v teyvikn Fused Deposition Modelling (FDM) mpocpépetl o owovopukn ko
tayeio Ao yo v padikn mapoyoyn nAektpodiov. Xe avtifeon pe ta TopadoctoKd
NAEKTPOSIO, OTMOC ekelva amd oAovpivio, yoAkO 1 avOpako, To TPIGOACTATO
EKTUTTOUEVA NAEKTPOSIOL LITOPOVV VO GYEOAGTOVV KOl VO TTPOGOAPHOGTOVV EVKOAN Y10
ovYKeKpIEveS epapuoyés. H dwdikacio elval mANp®S oOTOUOTOTOMUEV Kot
eEopetikd axpiPng, EMTPEMOVIONG TNV TOPAYM®YN OKTO MAEKTpodimv oe poAg 30
AemTaL.

Emumpocbétmg, evepyd niextpovikd otoyeia, onwg tpaviictop, 610d0t, Aettovpytkol
evioyvtéc, LED ko pmatapieg, elval GuOKEVEG TOV UTOPOLV VoL EVIGYDOVV KOl V.
EAEYYOLV TNV POT| TOV NAEKTPKOV pevpatos. H Kotaokevn autdv Tov ototyeiov etvat
O TEPIMTAOKT € GUYKPLoT U Ta TodnTiKd ototyeia, Adym TV chHvOET®V AcitovpyLdY
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tovc. H 1piodibotarn extOm®on  TopEYEL  ONUOVTIKG TAEOVEKTHUOTO  GTNV
eneEepyacio KoL TNV EVOOUATMOT QVTOV TOV NAEKTPOVIK®OV GTOLYEIWV GE TPOTOVTA.

H yprion ToAAATAGDY VAIKOV TNV TPIoOIAcTOTN EKTUTMGN UTOopEl va vtootnpi&et v
avamTuEN  TOL  MAEKTPOVIKOU GULOTHHOTOS oTO0 7mAdico TG  Blounyoavikng
Enavactaong 4.0, dievkoAdvovtog v dnpovpyic o KOoTOU®V oXedimV HECH
pog eviaiog dtadikaciog. Emeiyel n avantuén otkoloyiK®V NAEKTPOVIKOV GUCKEVMDV
OV va €ivol OIKOVOUIKES, ao@aAeic, a&OMIOTES Kol v katookevdlovtal ypinyopa,
TPOKEWEVOD VO,  OVIIHETOTOTEL 1 mePPorAovVTIK pOmAvon G  oOyYpPoOvNG
Kowoviac.[9,10]

2.2 MéBoootl Extonmong Tpiodtdctatmv Exktunotov

Ot mopadoctokés  peBodor  mapoywyng amoitodv  avénpévn  dwxeipion g
€POOINOTIKNG aALGidag Kot cvuyva Pacilovtar oe peydro Pabud oe avOpmmvn
epyaocia. H tpodidotarn ektdomwon, omd tnv GAAN, OVTOUOTOTOEl OVTEC TIC
dwdkacieg kot ompiletar otov mpoypappationd CAD yuo v ekTOTOON
OVTIKEWUEVOV LE TN YPNON S0POP®OV DAKMV. AVTO LEIOVEL GNUOVTIKG TNV AVAYKT Yo
moAOTAOKT Olayeipion ™G €QOJCTIKNAG 0Avcidac. EmumAéov, m 1prodidotorn
ekTOmon dev amortel akpiPd KoAovmo 1 €E0MAMoUd Yoo punyavikég emegepyaociec,
OGS SAUOPP®ON Kot SLATPNOT|, YEYOVOS TTOL TNV KAHIGTA OIKOVOUIKA OTOOOTIKY).

2Ooppove pe TNV €upims ypPMOLoTolovpev TaSvounon peBddwv mpocsOeTIKNG
KATOOKELNG Tov ovapépetor oto mpotvmo ISO/ASTM 52900: 2015, ov pébodot
Katnyoplomowovvtal o€ entd peydieg katnyopieg : (1) Pwtomolvpepiopds oe
deapevn (VP), (2) Exto&evon Yiwkov (MJ), (3) Exto&evon Zvvdetikov YAkov (BJ),
(4) Zovmén oe Kiivn Zxévne (PBF), (5) EE®Onon Yiwov (ME), (6) Evamofeon
KatevBuvopevng Evépyelag (DED) ko (7) [TAaotikonoinon @OAA®v (SL).

Aditive
manufacturing
AM

Binder Material Vat Powder Bed Energy Sheet Material

Jetting Jetting Polymerization Fusion Deposition Lamination  Extrusion
(B1) (M3J) (VP) (PBF) (ED) (SL) (ME)
Inkjet Laser-based Nozzle-based

System writing system deposition system
Drop-On-Demand Continuous Inkjet Stereolithography Selective laser Semi Solid Fused Filament
Printing (DOD) Printing (C1J) (SLA) sintering (SLS) Extrusion (SSE) Fabrication (FFF)
Drop-On-Solid Drop-On-Drop
deposition (DOS) deposition (DOD)

Iyuo 5 : Emokémmon tov pedddmv tpiodidotatng extinwong Pdoet tpdtumov ISO/ASTM 52900:
2015 (myn: Siencedirect)
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2.2.1 Exto&gvon vikov (MJ)

H teyvoloyio exkto&evong viAwkov (MJ) ypnolomotlel UiKpookpoelOGo Yo v
TOMOOETNOEL AENTO OTPOUOTO QOTOTOAVUEPOVE N KEPOL OTNV EMQPAVEID NG
TAUTQOPUOG KATOOKEVNC, OTMG Qaivetal 610 oynua. 6. Apyikd, £vo oTp®uUA VYPOv
EKTLUIIMVETOL KOL OTI GLVEYELWN GKANPaivel e vepumon aktvoforio. H mloatpopua
KOTOOKELNG YOUNADVEL £TG1 MGTE VO UTOPEGEL Vo, TomoBetnOel To emOUEVO GTPOUA
enivew o610 mpornyovpevo. H dSwdwaocio emavorapfdverol, kol TO OVTIKEILEVO
Katackevaletal otpopo-otpope. H MJ emtpénet tnv tootdxpovn mopoymyn ToAA®Y
VMKOV  YPNCUOTOOVTOG Mo 1 TEPIOCOTEPEG KEPUAES EKTLTTMOTY, Omov KaOe
ovotoyio akpoeuoinv Asttovpyel ®¢ Eexywplotd kavdAl. Avty n uébodog emttpémet
TNV EKTOTOOT TOADTAOK®V CYNUATOV LE OAVTE oTNPIYHaTa, TO 0TToio aPapohVToL
€0KOAO LETL TNV EKTOTMOOT), APNVOVTOS £VOL TEAKO TPOIOV E APLOTT EMPAVELQL.

| )
Dissolvable — - —
support 1 Photopolymer
material ’ = * material
Nozzles « « UV Light
= Leveling blade
Object support e— [ ! .

« Object (cured)
« Build platform

ympa 6 @ Eymuatikd dudypoppo ekto&evong vakov (MJ) (mmyn: Siencedirect)

O extvnwtég MJ pmopohv va dmpovpyncovy otpmpota tayovs 25-50 pikpopétpov,
napdyovtag avtikeipeva vyning avdivone. H MJ mpocpépel mieovektnpato Ommg
VYNAN mapayoywodtTa, HeydAn ykduo peyebov eaptnudtov Kot mokiiios VAKGV,
VIEPEYOVTAG OE OLTOVC TOVG TOUELG o€ oUYKplomn pe GAAES TeEQVIKEG OMMOC O
eotorolvpepiopds VAT. H amdhodtta tov punyovicpobd g MJ kot n vynAn taydtta
KOTOOKELNG OMOTEAODV  ONUOVTIKG TAEOVEKTNUOTO OLTNG TG HEBOdOV, KAOMDC
Baciletar oe eKatOVTAOEG N YIMAOEG AKPOPLGLO Yo VO, EMTOYEL TOOTNTO, LYNAN
avéAvon Kot KoAd owipopa emedvelog. EmmAéov, m dvvatdmTo eKTOHTOONG
TOAALOTADV VAKAOV Kol YpoudTov v kobiotd Eexympiotm] and GAleg TevOAOYies
AM.

Qot6c0, 1 MJ €xetl kol PHEWOVEKTAHUATO, OTTMG TO LYNAO KOGTOG, TA QTOYC UNYOVIKA
YOPOKTNPOTIKE  (KOODS TO QOTOTOAVUEPT] TOV GOKANPLVOVTOL LE VTEPUOON
aKTvoPoAia tetvouv va yvouv Tig 1010TNTEG TOVS UE TNV TAPOOO TOL ¥POHVOL), TNV
TEPLOPICUEVT] OVOEKTIKOTNTA KoL TV ETAOYT] VAIKOV.

Ynrdpyovv 600 kprot Tomot M, ot omoiot drakpivovrtal pe Baon Tov TpOTO TPy YNS
Kot ameAevBEpmong TV atayovidiov: 1 cuveyng por (MIJ-CS, oynuo 7a) Kot 1 Ttdon
kata {nom (MJ-DOD, oynua 7).
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Continuous Liscontinuous

pressure input pressure input

Substrate

a. Continuous-Stream mode (CS)  b. Drop-on-demand mode (DOD)

Yynpa 7 : Tpomor andBeomng ektdEgvong vAKoD : o) cvveyég Kot ) otayovidro {ftnong ttdong (nyn:
Siencedirect)

2.2.1.1 Kataotaon coveyovg pons (MJ-CS)

21 Aertovpyia cuveyovg pong (MJ-CS) 10 pevotd péet cuveydg vd otabepr| micon
Kot Swywpileton o otayovidla katd TV ameAevOépwon Tov amd 1O AKPOEVGLO.
AvTOg 0 draywpopog pmopet va mpokinbel amd dovnoels, dtatapoyés 1 SUOPPMO)
tov midaka. Ta otayovidia mepvodv péoa amd pa {ovn eOpTIoNS, OTOL EAEYXETOL T
tayOvTTo evamodBecnc TOvg, TPV EKTPATOVV TPOS TOVG TPOOPIGHOVS TOVG HECH
TAOKAOV EKTPOTNG VYNNG Taons. To K0p1o mAEOVEKTNLOL AVTNG TNG TPOGEYYIoNS Elval
0 ypnyopog pvouog evamodbeong, KATL mOL pmopel va EYEL EQOPUOYEG OTN
QOPUOKEVTIKN EMGNUOVOT. 6TOGO, TO HEIOVEKTNHOTA TEPIAAUBAVOLY TNV aviykn
TO VAKO 7OV YPNGLULOTOIEITOL VO UITOPEL VO LETOPEPEL TO NAEKTPIKO POPTiO, KOOGS
Kol TO KOOTOG OVOKOUKAMONG 1 EMOVAYPNOLUOTOINGoNG TOV  OTAYOVISI®V OV
EKTPETOVTOL LETA TNV amEAEVOEPOGT TOV VYPOYD.

2.2.1.2 Aguwrovpyia kat' aaitnon (MJ-DOD)

Yg avtiBeon pe m ovveyn pon, M Asrtovpyio kot omaitnon (MJ-DOD) mapdyst
SKP1Td otayovidln apécms katd v 5000 and to akpoevoto. H dudwacio avtn
TPOYUATOTOEITOL PEG® aVENCEMVY TiEoTg HEG 6€ KABE aKPOPVGLO, TOL TPOKOAOLV
T0 OYNUATIOUO TOV OToyovdiov o€ KOOOPIGUEVEG YPOVIKEG OTIYUEG. AVTO
emuyydvetor pécw Oeppkmv, mECONAEKTPIKOV, MAEKTPOCTATIKMY, OKOVGTIKOV 1|
AV TOTOV gvepyomomTav. Xt Asttovpyia MJ-DOD, 10 vypd vAIKO ekTOEEHETAN
amd T0 0KPOPVGLO KOl OTAEL GE LELOVAOUEVO GTOYOVIOL HETA TNV £5000 TOL Omd TNV
KePoA yekaopov. Ta va eEacpaiiotel 0Tt 0 midakag dwywpiletar o oTayovioln
otafepov peyéBoug, ol dovnoelg umopovv va pvBuicovy tov ypdévo ddcmaons. Meta
Vv €000 amd TO OKPOPVGLO, TO GTAYOVIdla TPEMEL Vo kotevBuvOovv oty embount
0éom, dwocparilovtag 0Tt yekdalovtol pe axpifela povo oto mpoPAemoduevo onueio.
Mo va emrevyBel avtd, ta otayovidla eite dtwBétovv MON MAEKTPIKO QOPTIO &gite
eoptilovtal apov mepdoovy pEca amd Eva NAEKTPIKO Tedio. Xto medio eKTPOTNG, TO
otayoviola katevdovovion oto emiBountd onueio.

To mheovéktua g mpocéyyiong MJ-DOD egivar 6Tt Tapdyst onUovVTIKG PKPOTEPQ
oTOYoVIOl, EMTPENTOVTOG KOADTEPT] AVAALGT GTO TEMKO avTikeipevo. Qotdco, 1 M-
CS pumopel va kataokevdoel otayovidla moAd mo ypriyopa. 'Eva dAdho lnua etvon 6Tt
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ol avemBounteg  otoyodveg mpémer  glte vo  amopplipBovv  eite  va
ETOVOYPNOLOTONO0VY, KATL TOL UTOPEL VO OTMATOAGEL DAIKO 1] VO ULELMOCEL TN
OTEPOTNTA TOV OVOKVKAMUEVOL VYPOL.

2.2.2 Exto&evon Xvvoetikov Yakov (Binder Jetting - BJ)

H teyvoroyio Exto&evong Zuvdetikohd Yiwov (BJ), 6mwg meprypdpetar amd tovg
Sachs et al., amotelel o cuyydvevon TV TeXViK®dV Mikpoektoevong Y koo (MJ-
AM) kot Extomwong Xxovng pe Laser (PBF-AM) . XZvyvd ovoeépetor Kot g
extonwon inkjet, ko eivor n dedtepn Mo cvyvad ypnolomorovuevn HEB0SOC
TpLodtdoTatng ektinwong ot Pounyavio . H eykatdotaon BJ amoteieiton and d00
Baocuog Baidpovs: €vav mov Asttovpyel g deEopeEV] GKOVNG KOl Evav GAAOV TTOV
TEPLEYEL TNV TAATOOPLLA KOTAGKEVTG .

i
_,_P‘.r-_

Liquid binder - = ~,“<‘
; « Inkjet printhead
Powder roller «— @
AW pomders-— B +—f—t-e Powder bed
stock
= | * Object
I = &=+ Build platform

tl § |

Synpa 8 @ Zympatied dudypappo ekto&evong ouvdeTikod vAakow (BJ) (nyn: Siencedirect)

H dwdwocio BJ cvvdéel copotidow mov umopel va eivar moAvpepn , KEPAUIKA |,
pétoAla 1) 60vOeTA VAIKE , cOUP®VO LE £VOL TPIGOACTATO LOVTEAD, LEG® TNG YPNONG
evOg aplBpov aKPOELGIMY OV EKTOEEVOVY €va VYPO GLVOETIKO LAIKO TV otV
KAMvn okdévng. H owdikacia Eexkivd pe v evamdbeon pog AENTNG GTPAOONG
GLUVOETIKOD LAIKOV otV KAlvn ektdmmwong, m omoio akoAoVO®S eMKOADTTETOL LE
oTPOUATO 6KOVNG OV Gynuatilovy 10 6YEd10 TG TpEYovaag otpmong . H daudwacio
emavorapPaverol péxpig 6Tov OAOKANP®OEL 1 KATAOKEDLT TOV TEMKOD OVTIKEILEVOV,
Ommg eaivetal oto oynua 9.

Powder depositation Binder application Powder is recoated Post-processing
and finishing
< ., = p
/ / I‘\ / & »"‘ ke .
£ » / - > / ) >
(&} ) f ) f )
N |- E_ 3 o 1 > el Depowder, cure, coal, infiltrate
Roller spreads | Injet head prints } Piston drops Debind and Sinter
poweder layer binder 1o § to make space Surface quality improve

form layer ~ for next layer

Cycle repeals, layer by layer
powder and binder

Zynua 9 : Awdwacio exktomwong 3D Binder Jetting (nmyn: Siencedirect)
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H teyvoroyia BJ dev amortel vyniéc Oeppokpaciec 1 Aélep yia TNV KOTOOKELT TOV
OVTIKEWEVOD, KAOMG 1| GLYKOAANGT] TOV COUATIOIMV EMTVYYAVETAL LEGHD TOV VYPOL
OUVOETIKOD VAKOV Kot Ol UE TUPOGLGCMUAT®OTN 1 THEN. AVTO emTpémel TNV
TOPUYy®YN HEYOA®V eEapTNUATOV UE OYETIKO YauUNAO KOotog . To mopayduevo
OVTIKEINEVO, YVOOTO Kol ®G "mpdovo copa', aeaipeitor omd TV TAUTQOPLLOL
KOTOOKELNG Y10 TEPAUTEP® UeTa-emeepyacio , N omola wepAapPavel evomoinon pe
Baon v evépyelo Yo ™ PEATIOON TOV QUOIKOV YOPOKTINPIGTIKOV TOL TEALKOD
TPOIOVTOG .

Awdwkaoio kar Meta-Eneepyoocio oto BJ

H dwdwcocio BJ tepriaufdaver to e&nc fruato:

e Extinwon: H dwdwaocio ektonmong B mapapével otabepn amd v apykn g
LopOn, aveEAPTNTO OO TO LAIKO .

o  Kvokiog Zxinpuvong: To BJ ypnowomotet cuyvd évav koxho okAnpuvong yio vo
eCodelyel 10 OLVOETIKO VAIKO Kol VO EVICYLGEL TN Oéopevon UETAED TMV
COUOTOIOV HEGH TEPUITEP®D TOAVUEPICUOD KOl S1AGHVOESTG .

e Amokovioon: Megtd 1n okAnpuvon, 1o "npdoivo copa” kabapiletar and meprr)
oKOV™ Yo vaL gfvorl apKeTd avOEKTIKO Yo YEPIGUO .

o TTvpdivon/E&ovbévmon: To okAnpopéva Tpactvo GOUOTE DEIGTAVTOL TVPOALGN
Yo TNV EGAEWYT) TOV VTOAEUTOUEVOV GLUVOETIKOD VALKOD .

e [Ivpoovccopdtowon 1 Ateicdvon: o v enitevén g embBoung TLKVOTTAG
KOL TOV UNYOVIKOV 1010THTOV, TPOYUATOTOLEITOL TEPAUTEP® THKVOOT) .

o  Owipopa: To teMKO Tpoidv veicTaton dadkaciec evipicpatog yo ) Pertiooon
NG EMPAVELNS .

Mieovektpato kor Mewovektipato tne BJ

H BJ 6100€te1 0pKeTd TAEOVEKTALLOTOL:

e Eivar cvpforn| pe oxedov OAa 10 KOVIOTOMUEVH VK .

e Agv anorteitan €101kn Oepuky| enelepyacio KOt TNV KOTOGKELY], LEWDOVOVTOG TIG
Tdoe1g Ko TIG oTpEPAOOELS 6T €OPTNHOTAL .

e FEivar g dodikacio vynmAng toydtntog Kot opnAod kOGTOLG, KATOAANAN Yo
poadikn Topoyyn .

Q6T0G0, £XEL KOL GUOVTIKO LELOVEKTNOTA!

o O peta-enelepyaciec mukvoTTaG KOt GKANPLVONG €lvan omapaitnTtes, KATL TOV
UTopel va 00N YNGEL G YEMUETPIKN TOPAUOPO®OT] .

o Ilopovoidler youniotepn avéilvon kot VYNAOGTEPN TPOYVTNTO EMPAVELNS OE
oVYKPIoN UE BALEC TEXVOAOYIES .

e H owodwacio BJ sivoar Ayodtepo axpifig omv xoataockevn eEoptnudtov omd
KPOUOTO, KOl TO TOPAYOUEVO TPOiOV TapoLGlalel YOUNAOTEPN OvVIOYN OE
oLYKPLON UE AAAEG TEXVIKEG .
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2.2.3 Iloivpepropdg Vat (VP)

H teyvoloyio TToAvuepiopod Vat (Vat Photopolymerization - VP) Paciletar otnv
EKTUTIMOT] TPIGOIICTATMV OVTIKEIWEVOV HEGH TNG OTAUOWKNG CKANPLVONG LYPOV
QPMOTOTOAVUEPDOV PNTVAOV VIO TNV €MOpacn vIEPL®Oovs pmToc (UV-Vis). H Baocikn
apyn ™G odtkaciag eivor 1 EKAEKTIKN ékBeom T pnTivig 6TO PG, TOV TPOAYEL TOV
TOAVUEPIOUO TNG Kol, KAT EMEKTOON, TN OTEPEOMOINCY TNG, ME OMOTEAECUO VO
onpovpyeitor 10 emBounTd AVTIKEIUEVO GTPOUN TPOS GTPMUN, OO PAIVETAL GTO
oynpo 10.[11]

{ A « Curing system: laser,

digital screen, ultraviolet
light, LCD screen

o = « Liquid photopolymer

‘ L4 1 T * Object (cured)

Y platform » — = e
. e« Vat

Zynpa 10 : Zynuotkd sdypappe potomoivpepiopod ®ITA (VP) (mnyn: Siencedirect)

IMieovektipara Tov VP

o AxpiBela dactdoemv Kot eviptopo empdavelog: H texvoloyia VP Eexmpiletl yia
TV LYNAN akpifeta Kot Ty TotdtnTo PIVIPIGHOTOS TOL EMTVYXAVETOL GTO. TEAKE
TPOIOVTO. AVTA TO YOPOKTNPOTIKG €ivol KPIoILO GE EPOPLOYES TOV OTOLTOVV
AEMTOUEPELD. KOU DYNAN TOwOTNTO, OM®G OTNV  KOTAGKELN 1ATPIKAOV Kol
000VTIOTPIKMV ELPLTELUATOV, KAOMG Kol KOGUNUAT®V.

o JloAdmhokeg yewpetpieg: H dvvatdtnta ompiovpyiog moAVTAOK®V SOUDV HE
eopeTikd LKkpEG AemTopépeleg givatl éva amd To KOplo TAEOvEKTHOTA TOV VP,
mov KOOGTA oVT TV TEXVOAOYID WO0VIKT Yol TNV KOTAGKELT €€opTNUATOV LE
TOAOTAOKO, GYNLLOTOL.

IIepropropoi Tov VP

e Kootoc: 'Evag amd tovg peyahdtepoug meplopiopong g texvoroyiag VP eival to
VYNAO KOGTOG TMV LAMK®OV Kol TOL EE0TAIGIOV, KATL TOV Umopel vo Teplopicel Tnv
EPAPLOYTN TNG OE PLOpMYAVIES TTOV ATOLTOVV LEYOAVTEPT KATLOKO TTOPOY®YTS.

o Ilepopiopévn emroynq vawkov: H texyvoroylia VP ypnoyomotel amokAelotikd
QPOTOGKANPLVOUEVO TOAVUEPY], TEPOPIlOVTOG TNV TOKIAMN TOV VAIKOV 7oL
UTOpPOVV Vo YPNOUOTOMBOVV Kol KOTG GUVETEW TNV EQEUPUOGILOTNTO TNG
HeBOO0L G SLUPOPETIKOVS TOUELS.

o Aogaipeon dopav ompiEng kou petaenesepyacio: H dwadikacio mapaywyng pe m
ypnon VP cuyvd amortel v TpocsOiKn vwoosTnpikTik®dv doUmV, 01 OTOIEC TPETEL
va agapefodv yepokivnta petd v ektomwon. EmumAéov, n avdykn yu
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HETOETEEEPYACTN TV TEMK®V TPOIOVTOV amoterel emmpOcBeTo Prpa mov avédvel
TOV XPAOVO Kol TO KOGTOG TOPUYOYNG.

Néeg e€ehiCerg

[No va aviipetomotodv avtoi ot meplopiopol kot vo emektabel m ypnon ™G
teyvohoyiog VP, &ovv avamtuybel véeg pnriveg kot LAMKA, 0w vovoouvheTa, Tov
EVOOUOTMOVOVY  VOVOKAILOKOG EVIOYVOELS. AVTEG Ol TPOcHNKES TPOCPEPOLV
BeAtiopéveg pNYoviKég 1010TNTEC Kol SELPVVOLV TO QACUN EQPUPUOYADV TNG
tevohoyiog.

2.2.3.1 XtepeomBoypagio (SLA)

H otepeoMbBoypapia (SLA) eivar o Snpopting néBodog mov ¥pNoLOTOLEITAL 5T
dwdwkacio ITloAvpepiopod Vat (VP-AM). Zmmpiletow ot ypnon  AOYIGUIKOV
CAD/CAM 7y10. TOV TPOYPOUUOTIGUEVO GYEOAGIO TOV TPIGOIAGTATOV OVTIKELUEVOU.
H dwdwaoia mepiiapfavel  ovykévipmon evog Aéllep UV og o de&apevn yepatn
pe potomoivpepr] vypn pntivn. To AéwWlep mpokorel POTOYMNUIKO TOAVUEPIGUO TNG
pNTIVNG, OTEPEOTOLMVTIOG TNV YL VO oyYNUoTicel éva oTpOUN TOL €mBLUNTOD
aVTIKEUEVOL. ALt 1 dwdikacio emavoAiapfaveror yuo kébe eminedo tov oyediov
péypt va oAokAnpmBel n xotackevn tov 3D aviikeyévov, dnwg ansikoviletal 61O
oynua 1la kot oynquo 11p.

(a) o Build platform is submerged (b)

0 Laser beam traces
contours (curing
point by point)

Laser

Mirrer scanning
system

/7

Object o—+ SR H] ol paaii
(cured) _— HAEY
Platform ._..—L
= —el-e Vat

e Platform Is lowered

Zynua 11 : Awaypoappatikn avoropdotoon otepeoiifoypaeiog (SLA) (anyn: Siencedirect)

Mieovektpata Tng SLA

Yynin avaivon kou toyvtnto: H SLA mpoceépet e€opetikn avaivon Kot toydTnta,
KOO1GTOVTOG TNV WO0VIKY Y10 TNV KOTOCKELT AVTIIKEIWLEV®V LE AETTOUEPELS YEMUETPIES
KoL VYNAN akpifela Stuotdoewy.
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Mewovektipato s SLA

o Avaykn vyw Odopéc omping: Ta vo  amo@evyBovv  TOPOLOPODOGES TOV
mpokaAovvTol amd TN PopdvtnTa Ny v otnpybovv véo TUNUOTO TOV
OVTIKEWEVOL KATO TNV EKTOLTIMOT), OTALTOVVTOL OOUEC OTNPIENG. AVTEC O1 OOUEG
TPETEL VO 0PoLPEBOVY YEPOKIVNTO PETO TNV EKTUTTMOT], YEYOVOS TOL TPOGHETEL
emmAEoV Pripota otn oadtkacio Kot avEdvel Tov ypovo Kol TO KOGTOS TOPaywYNS

o  XpovoPopa Swdwaocio: [Mopd v toydTnTo EKTVTOONG OE GYEON UE GAAEG
puebooovg AM, kdbe otpopa kotaockevdleton péow pog ypappng Aélep UV mov
SlTpéyel ™V emEAaveln TG pNTiviic. AVT M YPOUW| TPOS YPOUUTY OlOPOUN|
umopel va gtvar ypovoPopa, €101KA Yoo OVTIKEIPHEVO UE HEYAAO OYKO 1| LYMAN
TOAVTAOKOTNTOL .

o [Ilepopiopévn Puoilatpikn ypnowdmra: H vrepuddng oxtvoforia, av kot
QTOPOLTNTN YOl TOV TOAVUEPICUO TNG PNTIvNg, umopel va mpokarécel PAGPec oe
Lovtavd kottapo kot 10tovs. Avtd meplopiler v gpapupoynq ™ SLA oe
BrotaTpiKé EOPUOYES TTOV OOLTOVV TNV GUECT XPNOT| 1 ETAPT] TOV EKTLTMOUEVOL
VAKOV e TO avOpOTIVO GO .

[Topd o mAeovektpato e, ot mepropiopol g SLA amattovv mepartépw eEeAilelg
KOl TPOCAPHOYES, EOIKE Yo EEEIOIKEVUEVEG EQAPUOYES, OTIMG AVTEG 6T PlolaTpiky.

2.2.3.2 Ynowkn emelepyocio ootog (DLP) ko coveyng eoon vypig oemaging
(CLIP)

Ov teyvikég Pnowxne Emeéepyociog @wtoc (DLP) ko Zvveyovg dvong Yypng
Aertoeng (CLIP) avomtdyfnkov yi vo OVTIHETOTICOVY TO UEWOVEKTHUOTO TNG
napadoctakng pebooov SLA.

Ynowxi Eneéepyocio Potog (DLP)

H DLP, 6nwg ancwcoviletoar oto oynuo 12a, ypnoyLonolel ynelokn KposKomio yio
vo  mpoPdiiel pi  eotopdoko mov  Bepomevel  OAOKANPO TO  GTPOUO  TNG
QMTOTOALUEPOVG PNTIVIG TOLTOYPOVA. AVTH 1 SLOIKAGIN, TOV QOIVETOL GTO Gy
128, emupémer tayhtepn KaTooKELY AVTIKEWEVOV G€ cOykplon pe tn pébodo SLA,
omov 10 Aé1lep Bepamedel KAOe onpeio TOLV GTPOUOATOS SLUSOYIKA.
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(@) o Bulld platform is submerged (b)

Cartridge I
' Platform

° Digital projector screen
flashes an image of a layer

\__ - — across the entire platform
n (curing all points
simultaneously)
Resln
+1— Object

(cured)

Nk
Murro'i‘\;-‘.\ D
Projector ° Platform is raised

Zyua 12 Zynuatikd stdypoappo ynoakng eneéepyoasioc eotog (DLP) (myn:
Siencedirect)

i

Scraper

Yoveyng ®oon Yypig Awemaig (CLIP)

H CLIP mpoywpd éva Prpa mopoamépo, €MTPEMOVING TN GUVEXOUEVY] KOTOOCKELY|
OVTIKEWUEVOV  YOPIS TO Topadoclokd OTPOUN TPOG OTPOUN cOoTNUA. AVTO
emtuyydveton pécm piag "vekpng Lovng" un okAnpopévng pntivng mov dnpovpyeitot
avdpeco otn okAnpopévn pntivn kot po pepPpdvn dwumepaty amd o&uyovo. To
0&uy6vo AEITOLPYEL MG AVOGTOAENS TOV PMTOTOAVUEPIGHOV, gumodilovTag T pnTivn
va. TPpookoAAnBel o100 vrdoTpopa eKTOTOONG. ¢ OmMOTEAEGUO, TO OVTIKEIPEVQ
UmopovV vo, ekTuT®OoVV e cuVEXOUEVT] KivioT), KOt O)l OLKOTTOUEVO GTPOO TPOG
oTPOUM, KAOIGTOVTOS TNV d1001KAGT0 TTOAD TOYVTEPT] LE TOYXVTNTEG TOV PTAVOLV £MG
kot 100 popéc avtég tov DLP.

Mieovekmipara Tng CLIP

o Toyvmta: H dvvatdmta yio cvveyn eKTOTOON EMITPEMEL TN OPAUOTIKY Heimon
Tov Ypdvov kataokevng, kabiwotwvrog tv CLIP elopetikd amodotikn ya
YPYOPN TOPay DY),

o Iootponeg Mnyoavucéc Idwdtnreg: Emedn m extomwon dev mpoypotomotleiton
OTPMOUN TPOC CTPMUA, TO TEMKO OVTIKEILEVO EUPAVILEL 10GOTPOTES UNYOVIKES
010t TeC, ONANON Ol 1OOTNTEG TOL VAIKOL €ivol OUHOIOHOPQES GE OAEG TIG
katevBuvoelg. Avtd elval onUAVTIKO Yol TV TOPAYWOYT OVIIKEWEVOV VYNANG
avToynG kot alomoTiog.

Avtéc o1 teyvikég, kot €01k n CLIP, avtumposmmebovy (o onpovtiky Tpoodo oTig
dtdkacieg TPIoOAOTATNG EKTOMMONG, TPOSPEPOVTAS Ol LOVO ToOTNTO OALL Kot
KOADTEPT TOLOTNTA KOl OLOLOYEVELN GTO TEAMKO TPOTIOV.
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2.2.4 Xovtnén o¢ khivn okovng (PBF)

H teyvucn Zovéng oe Kiivn Xxovng (PBF), 6mwg anewoviletar oto oynua 13, givan
po mponypévn péBodog mpochetikng kotackevns (AM) mov Paociletoar otnv TN
KOVIOTIOUNUEVOV DAMKAOV, OT®G TOAVUEPT), UETOAAO 1) KEPOUIKE, YPTNOLLOTOLDVTOG
Oeprkn evépyela (m.y., Aélep N 6éoun niektpoviov). H dwdikacio Eexwva pe v
TUPOGVOCOUATMOOT] €VOG GTPMOUATOS OKOVNG, TO omoio akoiovbeitor amd v
TPOcHNKN €VOG VEOL GTPAOUATOS GKOVNG TAV® OO TO OAOKANp®EEVO otpopa. H
déoun evépyelog Katevbovetal oty KAIv) 6KOVNG Yo VO ONULLOVPYNGEL Lo PETO TOV
OVTIKEYUEVOL  OOUQ®MVE  HE TO TPLOOAoTOTE  OEJOMEVE, Kol 1 OldlKacio

emovalopPavetor péxpt va oAokANpmOEl To aVTIKEIPEVO, OTMG PAIVETAL GTO GYNLO
14.

Heat source: laser, electron »
beams

Powder roller o

©

L} . + Powder bed
New powder « .

stock &+t Object (cured)
' e l d Build platform

e 13 1 Zynuotkd ddypappa cuvinéng oe kiiv okovng (PBF) (mnyn: Siencedirect)

o A power layer Is A laser beam melts
deposited the powder

o I = "N
|

Povidar 6 Lowering

Zynua 14 : Awdwcacio odvinéng oxoévng (PBF) (mnyn: Siencedirect)

Final piece

|

Xapaxtnprotikd kot EQappoyéc tov PBF

o Axpipela ko Avéivon: To PBF emtvyydver eopetikn| akpifeio dtootdoemy Kot
VYNA TOWOTNTO EKTVTMOONG, KATL TOV TO KOOIGTA 100VIKO Yo TNV KOTOOKELY
OVTIKEWULEVOV LLE TEPITAOKES OOKEG AETTOUEPELEG.
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e  Ylkd: H teyvoloyio avtn enTpENEL TNV EKTOTMOT EVOC EVPEOS PACUATOC VAIK®DV,
oG cVLVOETA LAIKA, LETOALN, KEPOUIKA KOl TOAVUEPT], TPOGPEPOVTAG GTLOVTIKT
eveM&ia oTIC EQPUPUOYES TNG.

e Toueig Xpriong: H PBF ypnowonoeiton gupéwg o topelg oryuns, Ommg m
OEPOSIOCTNIIKY, M MAEKTPOVIKY, KOL 1 HUNYOVIKY 16TOV, OTOV OmoiTtobVToL
avTIKEIpEVA LLe VYNAY akpifela Kot ToAvTAoKOTNTO.

Mewovektipata kot [lepropiopoi

[Mopd to mAeovektiuata, 1 PBF €yxst opiopéva petovektipata mov mepropilovv
Ao MG:

o  Xpovoc kot Kdotog: H teyvikn €xet apyo ypdvo enelepyasiog Kot vyniod KOGTOC,
YEYOVOG TOL UTOPEL VO ATOTEAEGEL EUTOOL0 Y10 OPIGUEVES EPOPLOYES.

o Jlopmoeg Ilpoidvtwv: To tehkd mpoidvta pmopel vo mopovcstdlovv vYNAO
TOPDIES, WOLHTEPO OTOV YPNGUOTOLOVVTOL GUVOETIKA VALK,

e Emoyn Zkovng: Ot mopaUETPOL TOV OPOPOVY TO COUATIOW GKOVNG, OTWS TO
oynua, M kotavour peyéBovg kot 1o péyebog TV copatdinv, TPEMEL v
EMAEYOVTOL [E TPOGOYN Yo TNV €mTELEN TOV KOADTEPOV ONMOTEAEGUATOV.
2uvNOmG, TPOTIUDVTOL COAUPIKA COUOTION GLYKEKPLUEVOL peyéBovg.

Ynokatnyopieg tng PBF
H PBF yopiletar o€ 1€00ep1c kOpleg vokatnyopies:

1. Emdextikn TTvpoovoowpdtwon Aéilep (SLS): Xpnowomoleiton xvpiwg yio
TAOGTIKG.

2. Apeon IMvpoovcsoopdatwon pe Aéwep Metdhwv (DMLS): Egopudleton yio
UETOAAQ, GUUTEPIAAUPOVOUEVOV TOV KPAUATOV.

3. Emiextucm TTvpoovoocopdtoon pe Aélep (SLM): Emiong ypnoomoteiton yo
pétadra, pe mopopola dadtkacio dmwg to DMLS.

4. Tné&n Aéoung Hiextpoviov (EBM): IMapoépowe pe to SLM, adAdd ypnoomorel
déoun mAektpoviov vyming evépyewag ovii yu Aéwlep Yo vV EN TOV
UETOAMK®OV COUATIOIOV.

H xotavonon tov StapopeTikdv antdv TEXVIKOV givol KpioIun Yo TV €mMA0YN TG
KataAANAnG nebooov PBF, avdioya pe Tig amattioglg tov teAkod mpoidvtog Kot 1o
VA6 ov o ypnoporonOet.

2.2.4.1. EmiekTiKi mvpocvoocopdtocn Aélep (SLS)

H teyvikn Selective Laser Sintering (SLS), omwg oaivetor oto oynuo 15,
nepthopPdvetl ™ OEppovon HMKPOSKOTIKGOV cOUOTOIOV pe T xpnomn woyvpod Aéilep,
DOTE VO PTAGOLV G BEPLOKPAGIES TOV EMTPETOLY GTA LOPLOL VO GVYXOVEVOOVV YwPig
va Mwcovy TApwc. [a va emtevybel avtd, n 0éoun evépyelog tpénet va puOuioTel
pe axpifeta. Ta mapddetypa, to cvotiuato SLS ypnowonowovv Aéilep CO2, pe
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éleyyo Bodapov kor 1oyxd €£6dov otnv mepoyn twv 30-200 W. H teyvikny SLS
eQaPUOLETOL Y10 TNV TUPOGVCCOUATMOGT] OTOLOVONTOTE KOVIOTOINIEVOD DAMKOD TTOL
dev amoovvtifetor vd Oéoun Aéwlep, Omwg moivuepn (Y. moAvaidepikn KeTOVT,
PEEK) 1 xepapikd (m.y. vopoévamnatitng, HA) .

-

1
—

Mirror scanning
system

A

Roller

—
Powder o4 . ! e =1 —* Powder
Platform | ]
Platform e e ‘ |or e Platform

2 i el

1 "

Zynpa 15 : Zynuotkd Sdypappa dtepyaciov SLS/SLM (nnyn: Siencedirect)

H SLS £ye1 ypnotpomomOet yioo v TupoGuGCOUATMON HOG GEPAG VAIK®DV GE LOPPT|
oKOVNG, OmMMC TOALOUIO, YOAVPOC, TITAVIO, UETOAMKO KPOUOTO KOU KEPOLKEG
oKOVeG. Q6TOGO0, QLT 1) TEYVIKN TAEOV OEV YPNGILOTOIEITOL GUYVE Yol TNV TOPUY®YN
UETOAAKOV EQPTNUATOV .

2.2.4.2. Apeon [Mvpocvcsompdtoon Aélep Metairov (DMLS)

H Apeon Ivpoocvocoudtoon Aéillep Metdhiwv (DMLS) eivar por kata&iopévn
péBodOC Yy TV TOPOY®Y] UETOAMKAOV KPUUATOV 7OV  YPNOLLOTOOVVIOL GE
SLPOPOVG TOUEIC, OTMOS 1 AEPOOLOGTHIKY, N WTPIKY Kot 1 odovTiatpikr. Katd
duapketa g dwdwkaciog DMLS, snpiovpyeitor vypn gdon, yeyovog mov onuaivetl 0Tt
1N 1010 n okdVN dev pmopel vo AELITOVPYNOEL G GTHPLYLLO, KOOIGTOVTOG omapaitnT )
YPNON EEMTEPIKDV VTTOCTNPIKTIKMV SOUMDV.

H oxévn mov ypnowonoteiton otmv DMLS amoteAeitor amd dopikd cuotatikd wot
OUVOETIKO VMK, To omoio. pmopovv va mapoyfodv Le TEGGEPIS SLOPOPETIKOVGS
TpOTOVC:

a) Egyoplotd copotidwe: H telikn oxdévn mepiéyetl Eexmplotd dOMKE Kot GUVOETIKA
copotidle mov €yovv oavapybel oyxolaotikd. MikpoTtEPO COUATIOW GLVOETIKOD
VAKOV UTTOPOLV VAL 00NYNOOLVV GE HKPOTEPT GLPPIKVOGCT Kol LELOUEVO TOPDOES GTOL
TEMKG TPOIOVTA, OGS avaeEpeTal ot PipAoypapio.

b) YHvOeta coupatidwn: Avtd To COUATION TEPLEYOLY TOGO JOUIKE OGO Kol GUVOETIKA
otoyeio oe kdBe pepovouévo copotioro. H dnuovpyio odvletwv copotidiov
YIVETOL GLUYVO HECH HUNYOVIKOD KPOUOTICHOV. AVTA To COUHOTIOW TPOSPEPOVY
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BeATiopévn mo1dTNTO EMPAVELNG GTO TEMKA TPOTOVIN GE CLYKPION UE TO EEXMPIOTA
ocopatio.

¢) Emxoivppéva ocopotidw: To ocopatidie ovtd Swbétouv  dopkd  LAKO
EMKOAVUUEVO HE GLVOETIKO VAKO, PBEATIOVOVIOG TO YOPOKTINPIOTIKE PO, TNV
amoppoPNoN VEPYELNS amd TO AELEP KOL TN GLVOYN TV COUATIOIWOV.

d) ITpo-kpaparoromuéva copatiown: Kabe copatido sivar Eva kpdpo mov mepiéyet
KOl TOL QOUIKA KO TOL GUVOETIKA GLGTOTIKA. AVTOG 0 TOTOG COUOTIOIMV OEV UITOPEL Vo
S ®PIOTEL OE EMUEPOVE TUNLOTO, SLOPOPOTOIDVTOS TOV OO To GVVOETO GOUATIOW.
Kotd ™ dudpkelo g o1001kaciog, Hovo éva HEPOG TOV COUATIOON AMVEL, Kol 1
onuovpyio vYpPNg @Aaong odnyel oe avadldtoén TV COUOTIOV, YOpIig vo To
OlOTACEL GE JUKPOTEPQ KOUUATLOL.

2.2.4.3. Emiektuikn TnéEn Aéilep (SLM)

H Emiexktikn THén Aéllep (SLM) eivor po mponypévn pébodog mov ypnoyLomotet
woyvpn evépyelo AELEP YloL VO AMOGCEL KOL VO GUYX®OVEDCEL COMOTION okOVNG (dTmC
avo&eidmto ydAvPa 316L, kpduato kofaltiov-ypouiov Kot TITOVIOL) GTPOUN TPOG
otpopo. H dwadikacio kaBodnyeitor and dedopéva CAD, pe 1o Aéllep va Mwvel
OKOVI KOl VO GUVOEEL TAL VEOL CTPOUOTO UE TO NOT CGYNUOTIGUEVO, ONUIOVPYDVTOG
TEMKA €Vl TPLoO1G6TATO TPOTOV e GLUTOYT OOUN, EEOLPETIKT SLOGTACLOKTY OKpiPela
KOl APLOTEG UNYOVIKES 1010TNTES .

Me v glcaymyn cOyypovav unyovov tov dtabétovv teyvoroyio moAlanimv Aélep,
€YEL KOTAOTEL dUVATH 1| EKTUTTOOT U GTPpOUOTA ThYovg 75-150 um, gvicybovtag v
axpifeto Ko v toydTa Topaymyns . Ta To cuyvd XPNOLLOTOOVUEVE VAIKA GTO
SLM egivar petariikd kpdpota Kot MUKpuoTodikd moivpepn]. o mapddetypa, to
VAAoV, £va NUIKPLGTOAMKSO TOAVUEPES, TPEMEL VAL MDGEL TANP®G Yol VoL EmTeVyOel M
péEYLOTN avtoy] Tov LAKoV. MetaAlkd pépn and kpdpoata Omwg YPOUI0-KOBAATIO,
xéAvPa, avoteidmto ydAivPa, alovpivio kot Titdvio Exovv eEopeTIKES WO10TNTEG OTOV
kataokevalovtal pe ™ pébodo SLM, ybpn otig vyniég Bepurokpacieg tENG Kot
OTEPEOTOINOMG OV EMTLYYAVEL 1] S1AOTKOGI0, TPOCPEPOVTAS YOPAKTIPIOTIKA TTOV OEV
UTopovV vo. emTeLYHOVV LE TIG TOPAGOCIUKES TEYVIKEG YVTEVOTG .

[Mopora avtd, n teyviky SLM mapovcidler mpokAncels, Onwg 1 ofeidworn tov
HETAAMKOV copotdiov Katd tn dadwacio ™ENG. Ta copatidw pe ofeido oty
EMPAVELDL TOVG EYoVV petdpEVN daPpesiodtnTo, Kot To Toydevpéve ofeidia Léca 6To
MOPEVO PETOALO UTTOPOVV VO SNUOLPYHGOLY adOvapd oNUElL 6TO TEAMKO TPOIoV,
empedloviog TG pnyovikés tov  widtmreg. EmmAéov, pétoaida pe  vymin
AVOKAOGTIKOTNTO, OTTMOG TO OAOLUIVIO, amontovV peyalvtepn woyd Aélep, avcdvovtag
10 KOGTOG EVEPYELNG KOl VAIKAOV AOY® TNG VYNANG BEpIIKNG ay®YILOTNTAS OVTMV TOV
LETAAL®V .

2.2.4.4. Tqén Aéoung Hrextpoviov (EBM)

H Tnén Aéoung Hiextpoviov (EBM) eivar o teyvikn mapopota pe v Emlektikn
THéEn Aélep (SLM), aArhd ypnoyomotel pior 0EGUN NAEKTPOVIOV VYNANG EVEPYELOG
YO Vo MOCEL cOUOTIOW peToAMKNG okovng avti yia Aéillep. Lo EBM, ovo
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payvntikd medio eotidlovy To NAEKTPOVIN. 6TO EMBLUNTO onueio e SAUETPO Tepimov
0,1 mm, apov exméumovtor amd £va Bepud vipa PoAppapiov. Otav 1 déoun yTumd
™V KAV okdVNG, N KIVNTIKN EVEPYELD TOV YPYOP®V NAEKTPOVIOV UETOTPETETOL GE
OepuoTTO, 1 omoia TPoKaAEL TNV TAEN TG OKOVIC.

(a) (b) o Deposition of powder layer

° Preheat

powder )

Synua 16 : Zynuotiko didypappa kot dtadtkacio Tov cvotnuatog EBM (anyn: Siencedirect)

Filament e S Grip Cup

uf—_:;- Anode o Lower platform

‘ {—s Focus colling
- ,,‘ Deflection coll
lo Powder

Electron o
Beam

Vacuum. ‘
Chamber

Build ol
platform | {

Supply
e Object

e Base plate

|

o Melt powder layer

H povéada EBM mepihappdvel éva cvomua dtavoung okovng, Evav Bdiapo kevon
(10-4 torr), wo de€apevn Kataokevng kol motOAo déounc niektpoviov. H oxdvn
TPOPOJOTEITAL 6TO KPEPATL LEG® EVOC TAOLGIOL TGOLYKPAVOS Kot Oepraivetal amd
déoun niextpoviov oto apykd otdolo. Avtd apykd mpokaiel £va moyd GTPMU
OKOVNG, TO OTO{0 GTOSIOKE LEIMVETOL GE KOTAAANAO ThX0oG e TV TEN Tov. Metd v
OAOKANpOOT KABE OTPOUATOS, 1 TAUTPOPUO KOTOUOGKELNG YOUNADVEL Kotd &va
ovykekpipévo mhxog (0,05-0,2 mm), kot 1 dwdikacio emavoropPdaveTor HExpt va
oAokANpwBel 1 kaTaokevn Tov aviikelévov. H yién, mov umopet vo dropkécet £mg
Kot 6 dpeg avroya pe to péyeBog kot T OGN TOL AVIIKEYUEVOD, TPAYLOTOTOLEITO
YPNOUYLOTOIDOVTAG MALO.

To EBM jypnowonoleiton gvpémwg oe  Prounyoavieg Om®mG M WIPKN Kot M
OEPOSLOGTNIIKY YOt TNV KOTAOKELT €EQPTNUATOV OO VREPKPAUOTO, TITAVIO KOt
Kpapata KoPaAtiov, 6mtwg to Inconel 718. 'Eva amd ta kdplo TAEOVEKTLOTO TOV
EBM évavtt g teyvoroyiog Aélep eivar 10 YauUMAOTEPO KOGTOC EVEPYELNG Yol TNV
010 evépyela €16000v, KabBmG Kol M ypryopn Kivnon g 0éoung, mOL EMTAYVVEL
ONUOVTIKA TN 01001Kacio KoTaokevng. EmmAéov, Aoym g vynAotepng Beproxpaciog
KAivng oto EBM og ouykpion pe v teyvoroyio Aélep, mopatnpodvtol eEAUIOTES
VTOAEWWUOTIKEG TACES oTo Tapaydueve  eEaptnuata, yeyovdg mov  Bewpeiton
ONUOVTIKO TAEOVEKTTLLAL.

Qoto00, N texvikn EBM £yel mepropiopoig, Kupiwg otny eniloyn twv VAIKovV. Mdovo
UETOAMKES oKOVES umopohv va ypnoipomoinfodv, Kabdc n aywypdtto g KAvng
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oKOVNG elvarl kplown Yoo ™MV amopuyn @OpTiong TV niektpoviov. EmmAéov, n
NAEKTPIKN Oy®YILOTNTO OO TNV TAGKO 6T 6KOVN €ivol ammopoitnT Yo TNV omopuyn
OLGCMOPELONG POPTIOV, TOV o LTOPOVGE VO EMNPEAGEL APVITIKA TN O10OTKOGTOL.

2.2.5. Evan60eon KatevOvvopevng Evépyerog (DED)

H Evamn6beon Katevbuvouevng Evépyelag (DED), 6mwg ¢aiveton oto oynua 17,
ouyva avaeépetor ®g Apeon Evomdbeon MetddAhov (DMD) kot Asttovpyel pe
napopoo tpomo pe ™ MéBodo FDM. To DED eivar por evéhken teyvoloyio mov
umopet va ypnoiponombet pe didpopa VAIKE, 6Tmg cHVOETA VAIKE LETOAAMKNG UNTPOG,
TOAVUEPT] KO KEPOUIKA, OV Kot £Ivotl 0 S1ad€30UEVT] Y10l TV KOTOOKEVT LETOAAMKMV
eCoptnudtwv.

Material spool «— 1
@ > . « Electron beam
Material wire supply « 4 . ¢
&
Material wire » X
p— "
.- « Object
]

- «Build platform

!

Zymupa 17 1 Zynuotkd Apeong evandbeong evépyetag (DED) (mnyn: Siencedirect)

Ymv teyvoroyio DED, 1 kepoAn ektdmmong Advel 10 HETAALO, TO 0TOl0 Umopel va
elval o popen okOVNG 1 GUPUATOC, YPNOLLOTOIOVTAG Mo OECUN MAEKTpOVIOV M
Aélep. To Mopévo pétarro eEmBeiton amd 10 akpoPHGIO KOl GTY GLVEXELD YOYETOL
v va oynpotiogt to emBountd oynua. Hopdpowa pe v e£dbnon viwkov (ME), to
DED enutpénet 610 akpo@OG1o vo Kiveiton 6 TOAATAES KATELOVVOELS, £WG Kot TEVTE
G&oveg, oe avtiBeomn pe Tovg Tpelg dEoveg mov glvan Tumikol otig unyavég ME. Avti
eveMéia kabiotd 0 DED 1davikd yio v KotaoKeL] TPoidovImV LYNANG TotOTNTOoG
KO Y10 EPYAGIEG GUVINPNOTC.

Kowég Teyvoroyiegc DED

Optomec LENS Technology: Ta cvotuota LENS (Laser Engineered Net Shaping)
xpnowonoovv Aéwlep Yy TNV KOTOGKELY] TPOIOVIWV OTIPOUN TPOG OCTPAOLO,
YPNOULOTOIDVTAG UETAAMKEG OKOVES, KPApaTo, KEPOUIKA 1 ovvBeto vAwd. H
JldKaGI0L TPAYLOTOTOLEITOL GE COPAYIGUEVO YDOPO HE apyd Yio va. doTnpovdvIot
eapetikd younid emineda o&uydvou Kot vypaciag, amoPevyovtag TNV 0&Edmon Kot
dto@orilovtag v KabapOTNTO TOV TEAMKOV TPOidVToG. MeTd TV 0AOKANPMOGCT NG
EKTUTMONG, TO OVTIKEILEVO pmopel va vmoPAndel oe mepautépm emeepyacia, OTMG
Oepuikn| enelepyacio, 1GOGTOTIKT CUUTIEST, KATEPYAGIN 1] YOAAICUO.
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Optomec Aerosol Jet Technology: Avti m teyvoloyio ypnolpomoleitor yoo TV
EKTUTIMOT] AELTOVPYIKMOV KEPOIDY KOl TNAEKTPOVIKMDV GLUOKEVDOV GE TOADTAOKEC
EMPAVELEG, HE EQAPUOYEG OTNV  KOTAOKELT, MAEKTPOVIKAOV, OEPOOCTN KDV
ocvomnuatewv Kor Proemomuov. H teyvoloyioa Aerosol Jet eivor 1dwitepa
OMOTEAECUOTIKY Y10 TNV KOTACKEVT KOl T1 GUVINPNOT GLGKELAOV LYNANG ATOS00NC,
YPNOUOTOIDOVTOS [0 TOKIAMIDL VAKADV, GUUTEPIAAUPOVOUEVOY MUOY®YOV Kol
AYDOYIUOV HETOAADV.

Laser Deposition Welding (LDW) and Hybrid Manufacturing: H teyvoloyioo LDW-
AM, 6nwg evoopatdvetal otig unyovég S aéévov g DMG MORI, cuvdvdletl v
TPOGOPUOCTIKOTNTA TNG TEXVOAOYiaG evamOBeonc LeTaAA®Y Aélep pe v axpifela
G KOTEPYOSIOG, EMTPEMOVTIOSG TNV TOPAYMYN] UETOAMK®OV €aptnUdt®v LYNANG
axpifetoc.

Powder delivery
Focused laser nozzle
beam *—*

Deposition
surface
Substrate

(a)

Depositad
material
.

o Shieiding gas
stmosphere

\ r, Melt pool
\

+ Electron beam

Wire feader

Moltan alloy puddie o4

Re-solidified alloye—" Prior deposit

e Substrate
Dirwction of part motion
(b)
o 18 1 Zynpatikd Stypopo o) GLGTHOTOG TPOPOdOGing okoOVNg Aé1lep Kot ) GLOTAUATOG
TPOPOS0Ging cVppaTOg dEaUNG NAekTpovimy. (mnyn: Siencedirect)

Electron Beam Additive Manufacturing (EBAM): Avt 1 teyvikn ypnolponotel o
déoun MAEKTpOVIOV Yoo TNV KATOOKELY UEYOA®V UETOAMKAOV €EQPTNUATOV, UE
pLOLOLG amdBeong HETAAAWY OV KLpaivovtal and 3 €wg 9 KiAd avd dpa. To EBAM
etvar Wavikd vy ™ onuovpyio padK®OV HETOAMKOV €E0pTNUATOV o TITAVIO,
TOVTAAO Kot VIKEALO, KOl YPNCLOTOIEITOL ETIONG Y10l TNV EMIOKELY] KOTEGTPOUUEVOV
eCoptnudtwv.
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H xopro mpdéxinon pe to DED elvar m dwthpnon ¢ 1coppomiog HeTald Tng
TayOTNTOG TOPAy®YNS Kot TG moldtnTag ¢ empaveag. [Hap' Ola avtd, 1 eveMéia
Kol 1 KovoTnTo emeEepyaciog mOKiAwY VAIK®OV kobiotovv 1o DED po moAvtiun
TEYVIKN OTNV KOTAOKELY] LETOAMK®OV eE0PTNUATOV KOl GTI) GLVTHPNOT).

2.2.6 Mhaotikomoinon @vrAimv (SL)

H IMTiaotikomoinon ®vAAwv (SL), yvoot) kot og Laminated Object Manufacturing
(LOM), eivon pua teyvikn [lpooBetikng Kataokeung (AM) mov gumhékel TV Komn Kot
OLYKOAANGT @UAA®V VAKOD Yo TN dNovpyio TpIodldotoTov avikelévoy. Onwng
eoaivetal oto oynuo 19, avt n ddkasio apytkd PAPUOGTNKE Y100 TV KOTOGKELT
OPYITEKTOVIKOV HOVTEA®V amd yapti, 0AAG TAEOV YPNCIUOTOLEITOL e gvpeia KA
VAMKOV, GUUTEPILOUPOVOUEVOV LETAAA®V, KEPOUIKAOV KOl COVOETOV VAV.

Disassembly process

Quarters bended
e " I Disassembies

‘ : Created pat

e 19 1 Zynuotkd didypappio tov cvothipotog (LOM) (mnyn: Siencedirect)

Awdikaoio [Thaotikomoinong ®vrimv (SL)

> dwodkacio SL, ta @UAAL LAIKOL otoBdlovior To éva Tave 6to dAAO Kot kdbe
OTPMUN CLVOEETOL LE TO KAT® amd avTd HEG® KOAAG. AVvTr 1 dadikacio cuveyileTot
puéxpt vo. ohokAnpwbel to embBountd tpiodidctato avrikeipevo. MOAG éva oTpdpa
ouvdebel, KOPetal M SLOUOPEAOVETOL CUUE®VO, HE TO OYES0 TOL OVTIKEYUEVOL
YPNOUOTOIOVTOS TEYVIKEG OT®MG M komn pe Aéwlep M M komn pe poyaipt. Avti n
HEBOO0G EMTPETEL TV KATOGKELT] OVTIKEILEVAOV OO SLAPOPA VAIKE e TTAY0G GUAL®DY
OPKETOV YIMOCTAOV.

Mieovexktipata kot [lpokinoeis g SL

‘Eva. and 1o onuovtikd mieovektiuato g SL elvar 1o younidtepo kd6GTOG GE
ovykplon pe dAleg texyvikés AM, kaBdg kot 1 duvatdtnta Yoo Taxeion mopoymyn
peydiov koppatiov. EmmAéov, 10 mieovalov vAIKO mOov amOpEVEL PETO TNV KOTN
umopel vo avakukAwOel, PLetdvovTag Tepattép® To KOGTOG Kat To amdPAnta. Q6Td00,
N Swdwaocio €yel opiopéves SLoKOMES, Wlaitepa OGOV aPOPE TNV KATAGKELN] TNG
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E0MTEPIKNG OOUNG KATA TN PACT KOG T®V OmOPANT®V, KATL TOL Teplopilet T xpnon
NG o€ Mo €EEIOTKEVUEVEG EQUPUOYEG,.

[Mopd ta mAeovektpatd g, n SL dev givor 1660 KATAAANAN Yoo TNV TOPAY®YT
OVTIKEWUEVOV E TEPIMAOKN GYNILOTO KOL OTOTNTIKN axpifela emeavelag. Emmiéov,
N XPNON PUAL®Y UEYOADTEPOL TAYOVS UTOPEL VO AVENCEL TV TOPAYOYIKOTNTO OAAL
odnyel o€ £va eavOUEVO YVOGTO MG "PaIvOpIEVO GKALOC", OTTOV T TEPTYPAULOTO TOV
OTPOUATOV YIVOVTOL TTO ELPOVT], LEIOVOVTOS TNV TOLOTNTA TNG TEAMKNG EMPAVELNG.

Katnyopieg SL
H SL ywpileton o 600 kvpleg katnyopieg:

1. "Bond then form": Ta @OAA0 GuVOEOVTOL TPDOTO Kol GTN GLVEXELWD KOPOVTOL GTO
emBounto oynuo.

2. "Form then bond": Ta ¢@OAAa kOPovIOl TP®OTO GTO GYNUA KOl GTN GULVEXELQ
oLYKOAAOVVTOL LETAED TOVG.

Av Kot 1M TAOGTIKOTOINGN QUAA®V TPOCPEPEL OPIGUEVO TAEOVEKTNUOTA GTNV
KOTOGKELN, 1 TEPLOPIGUEVN TNG aKpifela Kol Ol oYedl0oTIKOL TEPLOPIGHOL EYOLV
neplopioel ™V evpeion epapuoyn ™G oe oxéon pe daleg teyvikéc IlpooBetikng
Kataokeunc.

2.2.6.1. Kataokevn [IpocBétmv pe Yagpriyovg (UAM)

H Koartaokeon [lpocOétwv pe Ymepnyovg (Ultrasonic Additive Manufacturing -
UAM), yvoot eniong og Yrepnynrtikn Evonoinon (Ultrasonic Consolidation - UC),
elval gl teYVIK] TOL GLVOLALEL TNV VIEPNYNTIK GUYKOAANGT] UETOAMKOV
OLVOECEMV LE TNV OQOIPETIKN KATEPYAoia Yoo T onuovpyio aviikelwévov. Onmg
eatvetor oto oynua 20, n UAM eivar por kovotopog péBodog mov emttpénetl v
KOTOOKELT LETOAMK®OV EEQUPTNUATOV e EAGYIOTEG OAAAYEG GTO YOPOKTIPLOTIKA TOV
VAMKOV, KoBdG 1M Swdwaocio deEdyetonr o oxeTiKA  YoOUnAéS Beppokpaocie,
Kopovopeveg and ) Beppokpacio dopatiov £oc mepinov 200°C .

<« Ultrasonic oscillation

Rotating sonotrode

Foil

Base plate

Zynpa 20 : Zynuotiko didypappa tov cvotipatog UAM (anyn: Siencedirect)

Awowkacio UAM

>m dwowoacic UAM, ta @OAAG LDAIKOD GLYKOAAOLVTOL HETOED TOVG HECH
VIEPNYNTIKNG GUYKOAANONG KO 1] TEMKN HOPPY] TOV OVTIKEWEVOL EMITVYYAVETOL LUE
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dieon. H ocvykoAinon mpaypatonoteital pe t Ponbeta evog sonotrode, 1o omoio eivan
éva. €PYOAEl0 TTOV TAAOVTEDETOL GE GLYVOTNTO VIEPNY®OV YOUNANG evépyewoc. To
avTikeipevo Kataokevaletor mhve o por Oeppotvopevn mAdka, evd to sonotrode
mECEL TA OTPOUOTO HETAED TOVE, ONUIOVPYDOVTOS L0 1IOYLPT LETOAAOVPYIKT) GHVOEDT.

Hoapdyovres mov Ennpealovv v lowdtnte Xvykéiinong

H moidtra g ovuykdAinong oto UAM efaptdrton and didpopovs mapdyovies, Omwe
T0 TAGTOG TOAGVI®ONG, Tn OVVOUN 7OV OOKELTOLl, TNV TOYVTNTO SOPOUNS TOV
sonotrode kot ™ Ogpuokpacio. To mAGTOC TOAGVTOONG £ival 1O1OHTEPO CNUOVTIKO,
KaOdc kabopiler TV MOGOTNTA TNG VREPNYNTIKNG EVEPYEWS TOL €QopUOleTar.
‘Epevveg detyvouv 0Tt 1 ahENom TG E10PONG VIEPNYNTIKNG EVEPYELNS PEATIOVEL TN
OLYKOAANOT|, ®GTOGO VTLAPYEL £VOG WOUVIKOS Babudc evépyelag 16000V oL eEopTdTat
amd T0 VAIKO, TO TAYX0G KOl TO GO TOV OVTIKEYLEVOU .

Mieovektpata ko [pokinoeig tov UAM

To UAM 7poc@épel ONUOVTIKA TAEOVEKTUATO, OTMOG 1) SLVATOTNTO KOTOGKELNG
UETOAMKOV £EApTNUATOV GE YOUNAES BEpLOKPAGIES, KATL TOV LEUDVEL TIG ECOTEPIKEG
TAGELC KO TIG OAAAYEG OTN UIKPOSOUN TV VAIK®OV. Q0T1000, 1) dtadikacio amottel tnv
EPOPLOYN EMOPKOVS POPTIOV OTU GTPOUATO Y10 Vo EmtevyOel 1 BEATIOTN GVVIEDT,
eved 1 vepPolikn) OepudTnTo UTOPEL VO EYEL APVNTIKEG EMMTMOGELS, 0ONYDVING GE
vroPaduion g TOOTNTOC TOV GLVIEGUOV .

H UAM egivor 1davikny yio v KOTOOKELY] GUVOET®OV UETOAAMK®OV OOUMV Kol TNV
EVOOUATOON SQOPETIKOY VAMKOV og €va pHovo eEdptnuo, kobiotdviag Ty o
TOADTIUN TEYVOLOYia o€ Plopnyavikég EQUPUOYEG OTOL ATOUTOVVTOL UETOAMKA HEPN
LEe LYNAN avToyT| KOt LIKPOSOUIKT] OKEPOLOTNTOL.

2.7. EEoOnon Ykoo (ME)

H EEnOnon YAwo® (Material Extrusion - ME), 6nwc gaiveton oto oyfua 21, givon
plo and Tig mo dwdedopéveg texvoroyieg Ipocbetikng Kataokeung (3D printing)
AOY® TOL YOUNAOD KOGTOLG KOt TNG €VKOAMOG ¥pNoNg TG Me eAdyoto M kKaBOAoL
npocheto efomhopnd. H texyvikn avty avoeépetar emiong ¢ Fused Deposition
Modeling (FDM), Fused Filament Fabrication (FFF), 1§ Direct Ink Writing (DIW),
Wwitepa 6tav 10 e£@ONUEVO VAKO glvar Eva eEopeTikd 1EMOEG Kol CUUTVKVOUEVO
TOAVUEPES .
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3D part being manufactured

C i ™~
Material spoot « Pooss
— » Heater element
, f “
f e Nozzle ( )
- '
! \ /
Support material « ls &t * Object \

e 21 1 Zynuotwd ddypappa eEdBnong vikod (ME) (mnyn: Siencedirect)

Awdwkacio EE@Onong Yiikov

H ddwoaoio eEddnong mephapfavel  0épuavon kot TN T@V LAKGOV, o omoia
o ovvéyew e€mBodviar péc® akpoELGI®V Yy TN ONpovpPYin TPIGIAGTATOV
OVTIKEWWEVOV OTPOUO TPOoS otpdpa. O ektunomc katabétel 10 vAwd oe kbébe
eminedo ko, LOAG OAOKANP®OEl éva oTpdpa, 1 TAATEOPUA KOTACKELNS KoTePaivet
KOl TO EMOUEVO GTPAOLO EVATOTIOETOL TAV® OO TO TPOTYOLUEVO .

Toror EEmOntav

O1 xvuproTepol TOTOL EEMONTMOV OV YPNGILOTOIOVVTAL 6TV EDONGN LAKOD givar ot
egng:

1.

EEwOnmc pe Bdon to vijpa (FDM/FFF): ¢ vt ™ pnéBodo, to Vo moAvepPovg
mov £yl NON oyMuatiotel, Mavel ek véou katl e€mBeitarl yio va dnpovpyndel to
emBountd oynuo, 1o omoio oxkAnpaivel ypryopa. H texvucy avt eivon emiong
yvoot) o¢ Fused Deposition Modeling (FDM) 1 Fused

Filament Fabrication (FFF): EvkoAn ot ypnom kot owovouky. H dadikasio
etvat KoTdAANAN Yo por evpeian YKALO TOAVUEP®OY Kot cOVOETOV VAKOV. 26TOG0
TO VIOl TPETEL VAL TANPOT OVGTNPES OMALTNGELS TOLOTNTAG Kol SLOGTAGE®V Y10 VL
e€0oQUMOTEL 1] CLVENNG EKTUTOON. XVVNOM®G, TO VIO TPETEL VOL £XEL OLAUETPO LLE
axpifero £20 pm kot va dtotnpet TV KatdAnAn okopyio Kot eveMéia.

EEwOnmc pe xoyAia (Screw-based Extruder): "Eva Oeppovopevo doyeio eEdOnong
YPNOLUOTOIEITOL Y10 VO LOAOKADGEL 1] VO VYPOTOICEL 0L GTEPEN CPALPOTOUNUEVT
TPAOTN VAN TPV TPOY®PNCEL LEG® TOV OVOIYLATOG OKPOPLGIMV TEPIGTPEPOVTOG
poe eldkogdn Pida. Emrpémer vymAdtepeg toyvnteg €EmOnong Kot oteped
@OpTmon. Xpnoonmotel cpapidia mov propovv vo. eoptmhovv pe gvkoro. H
dwdwacio umopel vo omaitel mpooekTiky puOuon g Bepurokpaciog Kot g
TOYVTNTOG TEPLOTPOPNG TG Pidag yia va S1ePaAoTel 1] 6T TEN TOL VAIKOD.

EEwbntg epuforov (Piston-based Extruder): Avti n teyvikn ypnoiuomotel éva
EuPolo yio v eEdONGN £VOC VAIKOL VYPNS KATACTOONG LE VYNAT TEPLEKTIKOTNTA
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o€ oteped. Aev amontel TNV TPOETOAGIO cOUPOIOV 1| VINUATOV, KAVOVTAS TNV
O EVEMIKTT) OTN YPNOT| SPOPETIKMV LAMK®OV. Zoyva givorl Ayotepo akpipng otig
(QAGCELG EKKIVIOTG Kot O10KOTNG 6€ cVYKPLoN He Tovg e€mdnTéc ne Bdon to vipa 1
70 KoyAMo.[11,12,13,14,15,16]

B Soldsite.

Filament (powder Pellets (powder
+ binder) . binde(r)

8 4

l Axial movement

Heater Plunger

Container

& nozzle Liquid feedstock

(poder + binder)

Filament-based extrusion (a) Screw-based extrusion (b) Plunger-based extrusion (c)
Zymuet 22 : ZynUoTikn eTeKOTnon Kabevog amd ta tpio suothpota eE@nong vikodv: o) pe fdon to
viua, B) pe koyAla kot v) pe Baon to éuporo (mnyn: Siencedirect)
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3 TiOmor VAIKOV EKTUTMOG

Me v mpdodo G TEYVOAOYING, TO VPV GACUE TOV VAKOV 3D ektOmmong yio
TpLodtdoTatn ekTOmmon Exel e€eAyBel kon mpocappootel ToAAEC @opés. Tlapokdtm
ToPOoVGIALOVTOL OTIS CNUOVTIKOTEPEG KOTNYOPIEG LE TIC WOOTNTEG KOL TIC EPUPUOYES
TOVG.

3.1 IMhooTika vAKA 6t dredikacio 3D ekTvmTOong

To Mootk elvor Wwaitepo SNUOEIAT LAIKA oty ektimwon 3D Adym g eveMéiog
TOVG, TNG EVKOAIOG OTNV EKTOUIMOTN KoL TNG ELVPEIOC YPNONS TOVS OO OIKIOKEL
avTikeipeva péypt TpwtoOTLTO. Mepikol amd Tovg Mo ONUOPIAEIS VTOTOHTOVS TOLG
OTOTEAOVV T :

PLA (molvyoroktikd 0fv): [Ipoepyduevo amd avovedoeg mnyés, Onws 10 AULAO
KaAapmoktov, To PLA givar frodiactdpevo kot grikd mpog to ypriotr. [vooto yia
oA Beppokpacio eKTOUTOONG Kot TNV eAdylotn oTpéPAmon, to PLA givar 1david
YL TV EKTUTOON OLOUKOGUNTIKMV OVIIKEILEVOV KOl TPOTOTOTOV OV OEV OIOLTOVV
vynAn avtoyn ot Beppomnta. O Tyég Beppokpaciog 6to akpo@HGLo Tov Umopel vo
extonmBel eivon 180-220 © C, evéd oV empdavelo extdTmong uropei va eivar 50-60 ©
C.[17]

ABS (akpviovitpiMo BovTadiévio oTvpOA0): ‘Eva avBextikd kot okAnpd
TOAVUEPEG TTOVL TPOGPEPEL KAAT 0LVTOYT GE KPOVGELS Ko Bepuotnta, £xovroc ¢ Pdon
TO TETPEAALO, TTOL YPNOLOTOLEITOL GE emayyeApatikeég epaproyés. Eivor katdAinio
Yo T dnuovpyiot AEITOVPYIKOV TPOTOTOI®V Kol £EAPTNUATOV TEMKNG XPNONG,
€WIKA otV avtokivnrofounyovio. Qotdco, amoitel vyNAOTEPES Oeprokpacieg
eKTOTOONG Kot KaAd eEaeplopd Katd v ekTOTOon AOY® avabvpdcewy. Emmiéov,
10 ABS dev €yetl emapkn avtoyr oTig Kapkég cvvinkes. Ot Tég Beppokpaciog oto
axpo@dolo mov umopel va exktunwdel eivor 220-250° C, evd otV em@dvelo
gkTOMmONC pmopei vo gtvon 95-110° C.

PETG (Tepe@Oairkn Nokéin IMoivarBvieviov): To PETG cuvdvdler v gvkoiia
extummong ypnotpomoiwvrag PLA pe m ddvoun kou v avBektikdétnta tov ABS.
[dovikd yroo pnyovikd pépn, eivor SNMUOEIAEG GTOVG YOUTIOTEG KOt Y10 PLounyaviKeg
epapuoyés. Etvor avBextikd otic kapikég ovvOnkes, yU' avtd kot ypnoLomoleiton
ovyvé Yyl TNV KOTOOKELN EemimAwv knmov, epyoieimv kot Palov. Ot Tpég
Oeppokpaciog 6To aKpoPHGLO oL pmopsi vor ekTummdel ivon 235-250 © C, evéd otV
EMPAVELNL EKTUTOOTC pmopet va sivar 70- 90© C.[18,19]

TPU (Ogppomiactiki IMorivovpeddvn): Avtd to gukounto VAKO mov potdlel pe
KOOVTGOUK £yl €EQPETIKN EANGTIKOTNTO Kol avToy] otnv TP kot T EAoiaL.
[Mopéyer eveM&lo yo TNV KOTOGKELY] OVTIKEWWEVOV MOV  OTOLTOVV  KAUWYN 1|
eraoTikOTTe, Om¢ moapepPfoopata Kot @opetd ovrtikeipeva. Eivor wdovikd yuo
OVTOAAOKTIKG OUTOKIVITOV, 10TPIKEG GLOKELES kol Onkeg tmAepdvov. Ot Tég

K. Mapvépag

51



Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

Beppokpaciog 6To aKpoPHclo mov pmopsi va ekturmBei sivar 220 -250 © C, evd otV
EMPAVELRL EKTUTOOTC pmopet va sivar 40 -60 © C.[20]

Nawov_(IToivapiowo - PA) : H avroyn kot 1 gvehéio tov kabiotodv 10 vAtAov
WB0VIKO Y10 AEITOVPYIKA LEPT] TTOV OTTOUTOVV aVOEKTIKOTNTA. ATOPPOPA TNV VYpaGia, 1
omoio pmopel va ennpedost Tig W10TNTEG TOL Kat TV akpifela Tov dactdoewy. Mg
Oepuokpacio ™ENG mepimov 220 - 260 © C (428 ° F - 500 ° F) ko avtovaereén oe
nepimov 424 ° C (795 ° F), 10 vauhov givar €va amd to o Guyva YPNCUYLOTOIOVUEVH
VMK G€ AEITOLPYIKA UEPT TOV OATOITOLV CKANPOTNTO KOl OvVTOoYN oTnv Kpovon,
kabiotovtag to  Wovikd  yuoo  ovlektikég ot Ogpudtnro  QoppoyEg oty
avtoKvnroflopunyavio, Tn UNYoVIKN Kol Tig fopnyavieg KatavaloTiK®V Tpoidvmy.

HoivavOpoxiké (PC): H vynAn avtoyn kor n eEoupetikny avoyn otn Oeppotmra
k0016100 V 10 PC 100viKO Y10 pmyavikés Ko ETayyEALATIKES EQOUPUOYES. AAAG amontel
vyniy Ogppokpacio ektdmmong 260-310° C. wkou Ogpuokpacio £vEAEKTOTNTOG
nepimov 580 °© C (1076 ° F). H e€oupetikny avtoyn oty Kpovor Kot Ol 1010TNTEG
extponng Oepuodmroag to KaOoTOOV TPOTOPYIKY] EMAOYY YO  UNXOVOAOYIKEG
EPOPUOYEG TOL OTOUTOVV OlPAVEINL KOl VYNAN ovioyn otn Oepudtnto, Onmg
TPOGTATELTIKG epyaieia, eEapTiata avToKVITOV Kot tepiPanuata.[21]

PVA (Polyvinyl Alcohol): Xpnowponoteitoar kupimg oG vAkd otpiéng emedn eivan
vdaTodAvTo, T0 PVA Bonbd oty ektdmwon cvvletmv poviéhwv pe mpoefoyxés e
EKTUTTOTES OUTANG eEMOMNONC.

ASA (Acrylonitrile Styrene Acrylate): Ilapopoio pe o ABS aAld pe xoidtepn
avToy] oV vrePI®ON aKTvoPoAic, KaOIGTOVTOG TO KATOAANAO Yo €EMTEPIKEG
eQOPUOYES. Atatnpel To ypdUO Kol TIS 1010TNTES TOV OTaY eKTiBETON GTO NAOKO POC.
To ASA eivan éva Beppomiactikd yvootod Yo T otafepdTnTa GTNV VTEPIDOON
aKTvoBoAia Ko TNV avToyn Tov oTig Kapikés cuvOnkes. Ot tyég Beprokpocioc oto
akpo@¥clo mov pmopsi va ektomoBel eivon 240-260° C, evd oty em@dveio
ekTOmOoNC pmopet va eivar 90 — 110° C.[22]

HIPS (High Impact Polystyrene): Xvyvd ypnowpomoteitor ®g vAKO ompiEng yo
extundoelg ABS Aoym g dtaAvtdttds Tov oto Agpovévio. Eivar wbavikd yo v
KATAOKELN EAAPPOV TpwToTOT®V. Elval yvwotd yio tnv avtoyn Tov 6Ty Kpovon Kot
v gvkoria Papnc. Ot tipég Beppokpaciog 6To aKPoPLGLO OV Umopel Vo eKTLTMOEL
givan 230 -2400 C, evéd otV em@dvela ektOTmoNG pmopel va givar 90 — 110 C.
[23]

PC-ABS: 'Eva pelypo amd moivavOpokukd kot ABS mov mpocseéper v gvkoiia
extommwong ABS pe avtoyn kot avioyn otn Bepudtnta Tov vroAoyioty. [davikd yua
EQUPUOYEG QVTOKIVITAOV, 0EPOIIUCTNUIKTG KOl KATOAVOA®TIKOV oyadmv.

TPE (Ogppomioctikd Elaotopepéc): Mo opddo vAKdV mov potdlovv pe
KOOVTGOUK Kol GLUVOLALOLV TG WOTNTEG TOV TANCTIKOV HE TNV ELUKOUYiK TOV
kaovtooVk. To TPE eivar avikd yio avtikeipevo mov omoutodv omaAn aicOnon.
[Mopéyovv eveM&ion Yoo TNV KOTOOKELT OVTIKEWWEVOV TOV OTOLTOVV KAUWYN 1)
eMaoTIKOTNTA, OTTMG TapeUPOopHoTO Kot @opeTd aviikeipeva. Ot Tyég Bepuokpaciog
6T0 0KPOPVGIO oV pmopet va ektumdel sivan 220-230 © C, evd oty emedveio
ekTOIOONG pmopel va ivar mepimov 45 © C.[24]
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PP (ITolvmpomvAiévio): I'vootd yia TV ovToyn TOV 6TV KOTMOT|, TIG N-EVKOUTTES
w0Teg Kol ) Mk avioyn. To PP etvar dbokoro va extummBel, aAld elval
W0OVIKO Y100 EVEPYOVG HEVTESEDEG Ko evkaumta e€optipota. Ot Tipég Beprokpaciog
GTO OKPOPVGLO MOV Pmopel vo ektumwdel sivar 200-220 © C, evd oty emedveio
ekTOmOONG pmopei va ivar 60-80 © C.[25]

3.2 Métarla oty ekTOvTOon 3D

H extonoon 3D petddhov o@épvel emavdotoon oe  Pounyovieg Onmg 1
OEPOSIOGTNIIKY KoL 1 VYeovokn wepiBodym. MétaAlo Omwc o oavo&eidmTog
yéAvpag, To TITdvio, aKOUN Kol TO TOAVTIHO UETOAAN UTOpPOVV Vo, SNUIOVPYNGOLV
TOAOTAOKO, GUGTATIKA VYNANG avToynG.[2]

AvoeidmTo atodir: H avtoyr kot n avoyn tov 611 dtdfpmon 1o kabiotohv 100viKd
v T onuovpyio  avOeKTIKOV Kot AEITOLPYIK®V  eEopTNUATOV G  TOAAEC
SpopeTIKEG Propmyaviec.

Twévio: H vynAn avaroyio avtoyng tpog Bapog kot n frocuppatotnta kabiotodv 1o
TITAVIO WOVIKO Yo TPtk gpeutevpata Kot GAda akppn eaptpota. To titdvio
etvar éva pETaALO 0vOEKTIKO GTN JUPP®ON, HE GYVPES OIOTNTEG KO GLYYPOVOS
yapoxtnpiletor amd v eAaPPOTNTA TOL.

Avoeidmtoc ydivfac : Adym ¢ YounAng meplekTikdtTnTds Tov 6€ AvBpaxa, eivor
eotpeTikd avOekTiKOg otn dPpwon. Ta aviikeipevo mov Katackevalovior omd
avo&eldmto yaAvPa Exovv emiong vynAn avtoyr|, KOAES BepIKEC 1010TNTES Kot LEYOAN
ehootikotnta. H 3D extdmworn pe avoleidwto ydAvPa elvar wbavikh yu v
TOPUYMOYN UNYOVIKOV EEAPTNUATOV Kol EPOPUOYADV TOL TPETEL VAL VAL AGPAAELS Yo
TPOPLULQL.

3.3 Pytiveg o€ 3D ektomoon

Ou pntiveg etvar cvvavopeg pe v vymAn okpifela kot to dyoyo @wvipiopo Tng
emedvelng. XpNoonolovviol eKTeVRS otn otepeoMboypagia (SLA) ko otnmv
ymooxn enegepyacio eotoc (DLP), avtd 1o vypd moivuepny okAnpvvovv vmd
VIEPIDOES PG YL v oynuUoticovy oteped aviikeipeva. Ot pnrtiveg mapéyovv
eveM&la 6e eQUPUOYEG TTOL OmOLTOVV TEPIMAOKES AemTOpéEpEleg axpiPeiog kot Aeieg
EMPAVELEG, OO 0JOVTIOTPIKA LOVTELD, TPOTOTVTO KOCUNUATOV Kot £pya TELVIG.

Tomomowmuévee  pntives: Ilpocpépovv 1coppomion 1oyvog Kot oyxéong kOGTOLG-
OmOTEAECUATIKOTNTOG. [d0VIKES Y100 EVVOL0AOYIKE LOVTEAQ, QLTEG Ol PNTIVEG TAPEYOLV
Aelo Qviplopo ETIPAVELOG.

Mnyovikég pnriveg: Ot €101kég punyovikég kol Oepikés 1010 1ég ToVg Kaf1oTouV
OUTEG TIC PNTIVEG OOVIKES Y10l AELTOVPYIKE TPMOTOTLTO Kot EEQPTALLATO TEAMKNG XPNONG
OTN UNYOVIKY] Kol TO GYEOUO TPOIOVTOV. YAKA OTm¢ 1) oKANPN pntivn pipodviot
™ dOvoun Kot v akapyio tov TAactikod ABS, evd 1 pntiv vyning Beppokpaciog
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aviéyel o vyMAég Bepuokpacies, KaOIOTOVTOG THV KATAAANAN Yoo avOeEKTIKA oTN
OepuoTNTO POTICTIKA.

3.4 XovOeta vMKaE kKol GAra vAIKG o€ 3D ekTOTOON

To oOvOeTa LAIKA GLVOLALOVY TAACTIKA e EVIGYVGELS OmmG avOpakoviiata 1 tveg
YOOAL00, OVTEXOUV VYNAEG QOPTICELG KOl EMPAPVVOELS, TPOCOEPOVTAS OVOTEPT
avtoy] kot Oepuikég 1010tTeG. Elvar doavikd Yo epoppoyég mov  amaitohv
BeAtiopéveg 1010TNTEG VAIKGOV TEPA OO TO TOPAOOGLOKE TAUCTIKG, OT®MG OTNV
aEPOSIOGTNIIKY, TNV avTokivnroftopnyovio kot to afintd €idn. Kabe ocvvbeto
VAMKO TTopEYEL PEATIOUEVT) OVTOYT OE EPEAKVGO, OKOUYI Kot OVOEKTIKOTNTA.

Yikd evioyvpuéve  pe ivec: Avtd ovuvovalovv TANGTIKO e WIAOKOUUEVA
avOpaKOVILOTO, TPOGPEPOVTOS OMAPAIAAN ovToyn Kot axopyio. Aviéyovv otnv
VGTNPN XPNON Kot £X0VV EEAPETIKT AVTOYN OTNV KOTMGT, WO0VIKE Y10 OVTOAAUKTIKA
OLEPOOIOGTIILIKNG KOl QVTOKIVITOV.

Evkounto kou ghaotikd vikd: Yka onog TPU (Ogppomroctiki) molvovpeddvn)
ko TPE (Ogppomioctikd ghootouepn) mopéyovv eveMéion yio TNV KOTOOKELM
OVTIKEWEVOV TTOV AmotovV KARY™M 1 EAAcTIKOTNTO, OTmG TapepfOcpata Kot QopeTd
avTIKEiLEVOL.

Buwovufotd vikd: Avtd to VAIKA givor KatdAAnAa yio LOVTEAX E101KA Yo acBeveic
N XEPOLVPYKOVS 001 YOVG GTOV TOpEN TNG VYEWOVOLKNG tepiBaiync. [Ipénet va tnpovv
VG TNPE TPOTLTTA AGPAAELNG KOl GLUPATOTNTOC.

Ay@yluo Kol _poyvinTikd vAkd: Avtdc o tumog ovvhetov LAMKOD EMTPEMEL T
oNuovpyio AEITOLPYIKAOV MAEKTPOVIKOV €EapTNUATOV, NMAOKAOV GULAAEKT®OV Kot
poyvnTikov eEaptpdtov.[16,26,27]
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4. 4D printing — IIpocOeTIKN KOTOGKELVT
TPLOOLACTUTOV EVPVOV SOUOV

4.1 Ewoaymyn oty 1poceTIKN KOTAGKEV] TETPUOLAOTATOV
W ITANY

H évvotla g 4D ektummong €ival 1 KATOoKELT] GUVOET®V TPIGIACTATOV SOUMY TOV
Eyouv TN ovvatdTTa Vo, LIOBETOLV Ol0POPETIKA GYNUATO, HOPPES, 1O10TNTEG Kot
Aertovpykdmra 6tav vIoPAAAOVTaL GE OPOPETIKE TepIPaiiovTikd epebicparta.
Mepucoi epevvntég PAEmOLY amAmg v ektimmon 4D ¢ pa extetopuévn texvikn 3D
EKTUTIMONG N TPOCHETIKNG KOTAOKELNG ME TOV TTPOGOETO TMEPLOPIOGUO TOL YPOVOUL.
Q061660, 0 LOVOIIKOS UNYOVIGHOG OAANYNG GYNULATOS TOV TAPOLGLALETOL GE QTN TN
dwdkacio glvar €vog GUVOLAGOG TPOYPOUUATIGHOD GYNUATOS Kot ¥poNs EEVTvVmV
eEvepYOV  LAMKOV  Kuplowg molvpepwv. H  mielovommta g €pevvag oL
Tpaypatonoleitor 6tov topeEn g 4D eKTOMMONG EMKEVIPAOVETOL GTNV KAVOTNTO
OAAOYNG OYNULOTOG, OTMG 1) EMUNKLVGT, 1 KAUWYT, 1] KUPTOHTNTO KOl 1] GUGTPOPT TOV
4D eKTUTOUEVOV DAKOV.

4.2 4D Extontoon- 4D printing

To 2012 o Skylar Tibbits otnv mapovcioacn tov 6to cuvédplo TED mov d1eénydn oto
Ivetitovto Teyvoroyiog g Moacayovsétng (MIT) mopovcioce mwg pmopel va
emrevyfel o peETOGYNUOTIONOS €VOG OVTIKEWMEVOL 7oV  €xel  eKTUTTMOEl pHEC
TPLeodoTaTNG EKTOT®ONG, KaBMG mepvd o ypovog. O Tibbits avédeiEe v 0o g
"4D ektOmwong", 6mov ta avTiKeipEVO OV TOPAUEVOLY amAd oTaTIKE aAAd aAAdlovv
TN HOPPY| TOVG KOl TIG OOUES TOVG UE TNV TTépodo Tov ypdvov. MeTd v optiia Tov, 1
évvola ¢ 4D extummong KEPOIGE ONUOTIKOTNTA OVAUECH OCE EPELVNTEG Kol
UNovikoHg o€ 016.popovG TOUELS .

H npd ™ emotpovikn gpyacio oyetikd pe v 4D ektvmwon dnpocteddnke to 2013,
Omov ypnotpomomOnke N £vvola TOV <<TLIOUEVOV EVEPYADV GUVOETMOV VAIKOV>> yia
va delel TG Eva apykd EKTVTOUEVO UALO LETATPENETAL GE TEPITAOKT dOUN LEGM
TOV POVOUEVOL <<UVIAUNG GYNUaTOG>>. ATO T0TE, N épeuva otnVv 4D extummon €xet
exBeticd avénbet o maykdoo enimedo. 'Eva amd ta Pacikd yapoktnpiotikd g 4D
ekTOmong givar 6Tt dev gtvar oTatiKn, aALd propel va avadtapoppwdel e tov ypodvo
pe TpokaBoplopévn EVIOAT Ao TOV VITOAOYIGTY).

4.2.1 Zoykpron 3d ko 4d ekTimOoNg

H teyvoroyio g tprodidotarng exktdinmwong £xet aglomombei yio v KaTo.oKELN
OTOTIK®OV OOUMV OO YNOLOKE 0E00UEVE, GE TPLOACTUTEG CLVTETAYIEVES. Q20TOGO, N
4D extdmwon mpochitel T SvvaTdTNTA OAAOYNG TNG EKTLTOUEVNG OOUNG ME TNV
napodo tov ypovov, avaroya pe ta tepPoriovtikd epedicpata. H dwadikacio g 3D
kol G 4D extdmwong eivoar oyxeddv mapouoleg, Eekvovtog HE TO OYXEOCUO
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TPOIOVI®OV GE TPOYPAUUATO TPIOOACTATNG MHOVIEAOTOINOTNG, ONMC OVTA TOL
xpnopomroovvtol otn oxediaon pe m Pondeia vworoyiotr (CAD), kot cuvveyilovtag
LE TNV EKTOTMGT] TOV GYESIOV LE TPIGOAOTUTO EKTVTTMTY).

H «Opa dapopd g 4D exktdmmong €ykertoar otov "éEumvo" oyedacud kol to
"¢€vmva" VAIKE, To omolol EMTPEMOVY OTIS EKTVTOUEVES OOUES VO peTafdAlovion o€
oyNUa N Agttovpyia. ZUVETHMS, 0 YEINUCUOG TV 4D eKTLTOUEVOV SOUDV TTPETEL VO
etvatl TIPS TPOYPAUUATICUEVOS, AAUPAvVOVTOS VITOYN TUYOV LEAALOVTIKES LETAPBOAES
OTIG 1O10TNTEG TOL OVTIKELEVOL. Mo GAAN Paoctkr wTuyn g 4D extommong sivor
xpon €EuTvev LAMKGV, To omoilo pmopohv vo emekteivovtal, vo yivovtol o
€OKOUTTO 1] VO TTOPALOPPOVOVTOL MG OTdvINoN 6€ ddpopa epedicuato.

INa va vroompyBodv ot 4D douéc, eite mpémer va avamtuybodv véeg €vvoleg
ektLnOTOV 4D €ite o1 vmhpyovTeEG TPIGOACTATOL EKTVTMTEG va PeAtimbovv. Xg
ovykpion pe v 3D extdmwomn, M 4D  extOUTOON  TPOCPEPEL  ONUAVTIKE
mAgovekTUaTO, OT®G M Toyelo avamtuln EEVTVEOV Kol TOAAATAGV VMK®V, 7O
EVEMKTEG KOl TOPOUUOPODOCIUES OOUES, KOOMDS KOl VEEG OLUVOTOTNTEG EQUPUOYDV.
Emiong ocvppova pe tic televtaieg dtonbéoieg ekBéoelg, ol peLVNTIKEG ONUOGIEVGELS
oxetkd pe v 4D extommwon avidvovror kaBe ypoévo. H 4D ektdmwon mpocpépet
BeAtiopévn amdd0oT Kot TotOTNTO G GUYKPION HE TIG TOPUOOGIOKES TEYVIKES, LUE TIG
4D extuomOuéveg dOUEG VO £YOVV TN SLVOTOTNTA VA BEATIOVOLV TIG O1OTNTEC TOVC.
Emniéov, n younidtepn kotavdiwon vAkaov oty 4D ektdomwon cvpfdiiel ot
drtpnon g Prociung avarntuéng. H avantuén Aoyiopikov énwog to Kinematics amod
10 Nervous Systems kot 1o Project Cyborg amdé tnv Autodesk Research é&yet
dlevkoAdvel v ektomwon 4D  doudv, EMTPEMOVING OTOVG GOYEONOTEG VO
OEKOVICOVV TN JOoUN TP TNV EKTOTMOOT), 00N YDOVTOS £TGL GE MO OMOTEAEGLLOTIKN
KaTookeLN.[28]

4.2.2 Tlapayovteg mov ennpealovv v 4D Extontmon

H extdnwon 4D efaptdron kvpiwg ond mévte mapdyovieg, Ot Omoiol TPEMEL va.
ANeBovV vITOYN KOTA TN dadIKAGiN TG EKTOTOONG. ALTOl O TAPAYOVTES Elvat:

H dwdwaocia mpdobetng katackevns (AM), 1 omoio eMITPENEL THV TOAPAYDYN TOV
EKTUTTOUEVOD VAKOV atd Yynolokd dedopéva ympic T xpnomn eVOlipesmv epyaieimy.
Ynrdpyovv didpopeg dadikacieg AM, dmwg 1 otepeoiBoypagia (SLA), 1 emhektikn
nupocvoowpdtoon Aélep (SLS), n poviehomoinon evamdbeong pe tén (FDM), n
exktOonwon pe extdéEevon vawov (3DP), n emdextikn tEn Aélep (SLM), n dueon
vypaen peraviov (DIW) ko &n pe déoun niextpoviov (EBM). Zyedov 6Aeg avtég
ot péBodot pmopovv va, ypnooronBodv yua v ektommon 4D, epdsov 10 VAKO o
emAéyetal eivor cupPatod e TOV EKTLTOTY.

To vMkd ektOmOONG, TO OmMOio TPEmEL va avtomokpiveron ota epebiopota evo
OWLOPPOVETOL  GTPOUO  TPOG  OTPOUO. AVTA TO VAIKA, YVOOTH KOl ©C
npoypappatiiopeva 1 EEvmva vikd, kabopilovv 10 €idoc TV epediopdtwv mov Oa

K. Mapvépag

56



Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

xpNooTomBovv, Kabmg Kot TNV KAVOTNTO TOV DAIKOD VO 0VTOUETACYNLLATICETOL OE
amavtnon o€ avtd ta epedicparo.

Ta epebiocpota moL ¥PNoYOTOLOVVIOL KOTG TV ekTumtmon 4D, ta omoio pmopel va
etvat uoikd, ynukd 1 Broroykd. Ta puowd epedicpota tepthiappdvovy 10 MG, TV
vypacio, TNV NAEKTPIKN KoL HOyVNTIKY EVEPYELD, TN BEPUOKPOCIN KoL TNV VITEPLOI
axtivoPoiia. To ynuud epebdiopato TeprAapfavouy Tig ¥nuikég ovcieg, To eminedo pH
KoL TN XPNoT 0EEWVOTIKOV 1 avay®YIK®OV Topaydviov, v o froloywkd epebicpata
neptroppavoov évlopa kot ylokoln. Otav epappdlovior avtd to epebicpata,
TPOKOAOVVTOL QUOIKEG 1 YNUIKES aAAOYEC GTO VAIKO, Omwg 1M oAhayn @dong M M
petakivnon popimv, Tov 0dnyohv 6TV TOPAUOPP®CN TNG OOUNC.

O unyavioudg oAnAemidpaong kot n padnuotikn poviedomoinon. Otav éva epédioua
epappoletor oe éva £EVTVO VAKO, dev UITOPOLV OAOL TOL VAIKA VO LETACYTLOTIGTOVV
omwg amoteitor. o avtdv Tov AOYo, elvanr amopaitmro vo oxedaotel €vog
UNYOVIOUOG OAANAETIOPAOTG, OTMG N UNYOVIKY] QOPTIoN 1| GAAOG (QULGIKOC TPOTOG
YePLopov, mov Ba kabopicel TOG T0 VAKO Ba aAldEel oynua. Metd v kabiépmon
TOV UNYOVIGHOV, OOLTEITOL HOONUOTIKY) HLOVTEAOTOINGT Yol VO OPLOTEL 1 YPOVIKY|
dupkela katd v onoia 1o epédiopa Oa emdpAcEl 6TO VAIKO.

2UVOTTTIKA, VO TO TPICUA TOV TOPATAVEO TAPAyOvVI®OV 1 ektummon 4D pmopel va
neprypaeet og e€ng: "Eva gpébopa epappoletor oe éva €Eumvo VAKO pEGm €O
KATOAANAOL UNYOVIGHOV OAANAETIOPAOT|G KO LOONUOTIKNG LOVIEAOTOINONG KOTA TN
JugpKeln paG OadtKaciog TPOGHETNG KOTAGKELNS, 0ONYMOVTAG GTN dnuovpyio. oG
4D ektommpévng doung".

AM PROCESSES == ¥DM, 511, 513, DED,

Inkjet.
SMART
MATERIALS
FACTORS PHYSICAL,
RESPONSIBLE = STIMULI — CHEMICAL, AND
FOR 4D BIOLOGICAL

PRINTING
INTERACTION
MECHANISM

FORWARD AND
BACKWORD
PRODUCTION

MATHEMATICAL
MODELLING

Zympa 23 Ay ootk avomopdoTact TV Topayoviov Tov gufivovtat yio Ty 4D extimmon.
(my": Wiley-VCH Verlag GmbH & Co. KGaA, Weinheim)

4.2.3 Nopor 16 4D ektvmtmong

Ot F. Momeni kot J. Ni avéntoéov tpetg vopovg mov e€nyovv Tov TpOmo e TOV 0moio
aAAGlovv oynua ot 4D extuvmopéves dopés. Avtol ot vopor pog Ponbodv va
KOTOVOT|OOVUE TN QUOIKT OldKAcio. OV EMITPENEL GE OVLTEG TIS OOWUEG V.
petacynuotifovrot. Ot vopol meptypapovtol og e&Eng:
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Ip®dTog Nopog

O mp®TOG VOUOS INAMVEL OTL OAEG Ol GLUTEPLPOPEG TTOV oyeTilovTol pe TV aAAayn
OYNLLOTOG, OIS 1 GLGTPOYPT|, TO HTAMUA, TO KOPTOUO K.AT., OPEIAOVTAL GTN SLOPOPA
JOTOAMNG avapesa g evepyd Kot TadnTikd vAkd. Ot dopég avTég amoTeEAOVVTOL OO
TOAAOTTAG LALKEL, TOL 0TI AVTIOPOVV JLOPOPETIKA GTO epedicpata, e OTOTEAEGHA TN
HeTABOAN TOL GYNUATOG TOVC.

Agvtepog Nopog

O devtepoc vopog vootnpilel 6TL VIApPYOVY TEGGEPLS PacIKOl PLGIKOL TOPAYOVTEG
mov guBvvovtar Yo v oAAayn oynuatog otic 4D dopéc: didyvomn paloc, Bepuukn
OlOTOAY, LOPLOKOG HETOCYNUATIOUOG KOl OPYOVIKT avAmTuEn. AvTol ot mapdyovTeg
ONUIOVPYOLV JPOPES GTN SLOCTOAN HETOED TMOV EVEPYADV Kol TOONTIKOV VLAIK®OV,
odNy®VTOG 6€ 0ALYEG 0TO oYNUa OTav ot dopég ektiBevtan o epebiopata.

1. Awgyvon pélog: Otav to VAIKA omoppo@ovv 1 mpospopovv epedicpoto Ommg
vepd M 10vta, N pnalo Toug LETOPAALETOL, TPOKOADVTOG SUGTOAN KAl 0AAOYT GTO
G KO

2. Ogppikn} owotor): Ot adhayég Bepuoxpaciog, Onwg n avénon N peiwon g
Oepuoxpaciog, TPOKAAOLY AAAAYES GTNV OTOCTOCT] UETOED TOV ATOU®MY KOl TMV
HOPlOV, TPOKAADMVTAG SIOCTOAN KOl TOPUULOPP®CT TNG OOUTNG.

3. Mopwokog pETOSNROTIONOS: YO TNV €midpacn MAEKTPIKOV 1 LOYVNTIKOV
nedlov, QOTOC, UNYOVIKAG dVVOUNG KAT., To HOpLo. €vOG LAKOD upmopel va
avadtlatayfoldv, TpokaA®dVTAG AALNYEG GTO GYTLLOL.

4. Opyavikn avartoln: Avagépetar oty adénon ukovg Kot fapovg oe {ovtavoig
OPYOVIGHOVG, TOV 0O0MYeEl O OOTOA| TV EVEPYDOV KOl TAONTIKOV LMK®V,
TpokaA®vToS aAlayég oto oynua. H opyavicy avantuén pmopet va gvepyomon el
and niektpwkd epebiopata kol ypnowonoteitor o 4D Proektdnwon yio dopég
OT®G KOTTOPO, 1GTOVG KoL OPYOVAL.

O tpitog vopog g 4D eKTOTOONG AVAPEPEL OTL «1) CLUTEPLPOPE AALAYTNG GYNLOTOS
pe Baon tov ypdvo oxeddv Olwv twv 4D ekTumOpUEVOY SOUDYV TOAALATAMDY VAKMV
démeton amd 600 "ypovikég oTabepéc». Avtég o1 otafepéc mokiAdlovy avdAoya e Ta
VAMkd kot Tto gpebiopato mov ypnoylomolovvTal, kot pmopel va  eivor {oeg,
peyoddtepes N oxopo kot va eapaviotoov oe oxéon pe OGAhec. EmumAéov,
avantHoyOnke £vag LoBNUOTKOS TOTTOG OUTANG EKOETIKNG LOPPONG TTOL GUVIEETAL LUE TNV
TéTaptn  OldoTOoN, Kot outdg  pmopel va  ypnowwomomBel ot pEAAOVTIKY
povtedonoinon 4D extvnopévav dopdv HEGm AoyickoD Kot LAKo.[29,30]

4.2.3 Ylwa wov Xpnowonowovvrar oty 4D Extinoon

AOY®D TV TPOGPAT®OV TEYVOAOYIKOV eEeAEeV otV 3D eKTUT®ON, Ol EKTLTTOTES
umopovv mAEOV vo. tomofetodv VAKE pe peyodvtepn oakpifela kot guehéio. Avtd
odnynoe ot Pektioon g 4D ektvmmong. Ta vAwd mov ypnolponoobvTal 6 AVTHV
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v teyvoroyio ovoudlovion ‘E&vmva YAkd, enetdr] umopodv va aAldlovv 1010TnTeg
Kol Gynuota Pe TV mépodo tov ypovov otav ektifevror oe eEmtepikd epedicpara.
Avtd to vVAMKd Topovcsldlovv  AETOvPYiEC OMMOC CLTOGLVOPUOAOYNOT|, HVAUN
OYNMOTOC KOl OAAOYY] YPOUATOG VIO ovykekpiuéves ovvOnkec. Ioapakdrto
eEetalovton 010popETIKOL TOTTOL EELTVEOV VAIKADV KOl Ol OVTIGTOTYEG EPUPUOYES TOVG.

4.2.4.1 Yké mwov Avtamokpivovtal oty Yypoocio: Yopoyéieg

Ta vVAKG TOV AVTOTOKPIVOVTOL GTNV VYPAGIN, YVOGTH Kol G VOPOYELES, EYOVV TNV
KOVOTNTO VO OTOPPOPOVV UEYOAES TOGOHTNTEG VEPOD Kol VO SLOGTEAAOVTOL £10C KOt
200% tov apyuol Tovg dykov. AVTéG ot VOpoyELes etvan e€apeTikd ProcvpPatés Kot
YPNOLOTOOVVTOL GLUYVE Ylo. TNV OVATTLEN TOAOTAOK®V OOUMV TTOV UTOPOLV VO
dmAwOovV, va tevimbolv 1| va aAhdEovv oy pe YeOUETPIKY akpifela. Qot0c0, TO
LEOVEKTNLOL TOVG €lval M opyn OvTIGTPOEN OmOKPIGN TOLG, ONAAdY O YPOHVOS OV
yperdlovtot Yo vo, 6TEYVOOOLV Kol va emavéELBovv 610 apykd Tovg péyebog. o va
Eemepaotel aVTO, EPELVNTIKES OHAdES EY0oVV avorTuéel pebddovg mov PeATidvouy TV
TayOTNTO ATOKPIoNG, OTTMC 1| TPOGHNKN KLTTOPIVIKAOV VOV Kol 1] XPNON EAEYXOUEVIG
Bepurokpaciog oto vouTIKO TEPPAALOV.

4.2.4.2 Yka mov Avtamokpivovtal otn Ogppokpacio

Avtd ta é&umva VKA avTamokpivovtot 6t Oepuotnta 1 oTig aAAayEs Beprokpaciog,
HEC® UNYOVICHOV Ommg t0 €€ oAAayng oyxnunotog (SCE) kot 10 €pé puvhung
oynuatog (SME). Ta vAikd pe pviun oynpotog (SMM) umopovv va emcTpéyouy GTo
apYKO TOLG GYNUO HETA OO TOPAUOPPOGCT, XPNOCLUOTOIOVIAG £VE GUYKEKPLUEVO
Beprcd epébopa. Ta mo cvvnOiopéva SMM givor to TOALUEPT LUE UV CYNIOTOC
(SMP), ta xpapota pe pvnun oxfiurotog (SMA) Kot To KEPOUIKA [e UV U GYNIOTOS
(SMC). O1 gpevvntég éxovv Pertidoet to. SMPs yia va eKPETAALELTOVV TIG LOVAITKES
TOUG W0TNTES, OMmG M avBekTikOTNTA Kot 1 Procvpufatdomta, KabotdOVTag TO
ONUoeIAn og epapuroyés ektuommons. To SMA, O0nwg 1 VITVOAY, ¥PNGLULOTO0VVTOL
Kupimg og Prolatpikéc epaproyEg AOY® TG VYNANG TOLG OVTOYTG KO EACTIKOTNTOG,
av Ko givon mo akpPa and ta SMP.

[Topd Tovg Teplopiopovs, Omwe T0 KOGTOG Ko 1 yopUnAn svkopyio tov SMA, éovv
avantuydel chvOeta vk pe pviun oxnuotog (SMC) mov cuvovalovy Tig 11OTNTES
SMP kot SMA vy va BeATIOCOLY TN UNYOVIKY OVTOYN KOl TNV 1KOvOTnTOo
napapdpemons. Télog, ta vPpdIKd VAKE pe pvhun oynuatog (SMH) mposeépovv
L0 GUVOVAGUEVT ATOKPLOT € ToALOTAG epebiopata, KabloTdVTOg To KOTAAANAO Y10
TOAOTTAOKEG EPAPLOYES.

4.2.4.3YMKG o0 avTamoKpivovTol 610 QOGS POTO-0VTUTOKPIVOREVQ

To owg pmopel va Aertovpynoel o¢g EUUEGO ePEBIGUO YlOo. TNV TOPAUOPPOON TOV
gEumvav vAKOV. Otav éva goTo-avTomokpivopevo VAKO extedel 6To S, amoppopd
™V evépyewn, MPOoKaAdVTag avénon g Oeppokpacioc. H Bepuotta avtr, dmwg
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avaeéptnke vopitepo, Tpokalel alloyn oto oynuo Tov VAkov. Emopévmg, to ¢mg
Bewpeitan Eupeco epébiopa, kabmg dev PEpvel TRV aAhayr| dueca Onwe 1 BeppdtnTa
N M vypoacia, oAAd péowm tg ompovpyiag Oepuotntag. ‘Eva moapdderypo eivor M
epyacio tov Liu et al., 6mov 10 pw¢ mpokaAel aAlhayr 610 GYNUA HEG® BEpUAVONC
TV apbpwcewv. H andkpion eoptdton amd v £VTaoTt ToV ¢MTOC KOl TO YPDOUL TV
VAMK®V OV YPNOLOTOI0VVTOL.

4244 YMkd mov  ovrtoamokpivovtor  oTIV  NAEKTPIKN  EVEPYELO:
Hlektpoavramokpivopeva

Onwg 10 Qwg, £€T0l Kot T0 MAEKTPIKO pedpH Opa ®G EUpeco gpébiopa yio v
TopapOpe®oT EELTVOV LAK®V, TpokaAmvtag avénon g Bepuokpaciog Adym g
OWKNG avtiotaong tov vAkov. ‘Eva tétoto mapddetypa eivar n ovamtoén evog
TeEXVNTO0 PVOG amd abavoin Kot EANGTOUEPEG TLPLTIOV, OOV TO NAEKTPIKO PEVLLLAL
nwpokalel v e&dton g aBavoAng Kot aAlayr) 6To oy tov puoc. Emmiéov, to
vAkd molvmuppoin (PPy) pmopel va oAddEer v amoppoenon vepoy vmd TV
eMdpacn MAEKTPIOUOD, KOTL 7OV YPNOWOTOMONKE Yo TNV KOTOUOKELY €VOG
LKPOPOUTOT origami.

4245 Ymka  mov OVTOTOKPIVOVTOL  OTN ROYVITIKT gvépyero:
Mayvntoavtamokpivépeva

To payvmrikd media pmopovv emiong vo TPOKAAEGOLV TAPALOPPMOON o EEvmva
vAkd. Ta mapddetypo, vovosmuUatiow 6€ EKTUTOUEVE LIKPOEPYOAELD amd VOPOYEIN
OVTOTOKPIVOVTOL O  HOyVNTIKG 7edio, EMTPEMOVTIOG TOV  TNAEYEPIGUO  TOV
Kataokev®v. Ta LAIKG ovTd YPNCIUOTOOVVTAL GLYVA GE LKPES OOUEG, OOV 1|
LoyvnTIKn SUVOUN UTopel VoL TPOKAAEGEL KIVNoN Kot TAPOUOPPOOT).

4.2.4.6 IIieConieKTPKa VAMKGE

To melonAekTpiKd LAIKE TopdyovLV NAEKTPIKO @opTio OTOV OGKEITOL UNYAVIKY| TTieoN.
Avt 1 1010TTa TO. KOO1oTA Yproiua Yo epappoyeg 4D ektommong, kabmg pmopovv
VO UETOTPEYOLV  UNYOVIKT]  OUVAUN] GE MAEKTPIKO @OPTIO KOl  avVTIGTPOYO,
TPOKAADVTOS AALXYEC GTO GYTLLCL.

4.2.4.7 Yka mov avramokpivovrar oto pH

Avtd to vAakd aAldlovv oynuo kot OyKo avdioya pe v i tov pH tov
nepPdrirovroc tovg. Ta moAvpepn mov aviamoxkpivovion oto pH, oOmwg ot
TOAVNAEKTPOADTEG, UTOPOVV Vo OEYOVTAL 1] VO YOVOLV TPOTOVID, TPOKUAMVTOGC
oAAayéG otn doun Tovg. AvTti M WOOTNTO XPNCILOTOLEITOL GE EQPAPUOYES OGS M
YOPNYNON QUPUAK®V, TO LOAUKA POUTOT KOl Ol EVEPYOTOMTEC.
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Ewova 10 : Avarmapdotoon 4D ektonopévov vhkov. ( IInyn: Wiley-VCH Verlag GmbH & Co.
KGaA, Weinheim, Springer Nature, AIP Publishing)

4.2.4 I010t1eg 4D Extonopévov YKoV

H teyvohoyia g 4D extdinwong, amd T oTLypn mTov EUPAVICTNKE, £YEL TAPOVGLACEL
TANOmpa epappoymv ce d1dpopoug Topeis. ‘Eva and to peydio mTAEOVEKTHUATE TNG
elvar M pelmon TOv YOPOL OMOONKEVONG OTIS OOUEC TOV EKTVIOVOVTOL, EVA
TOPAAANAQ EMTPETEL TN ONUIOVPYIN SOUMDV TOV UTOPOVV Vo OAAAEOVY HOPPN LE TNV
ndpodo Tov ypdvov. Exovpe tn duvatdomta gite va dnpovpyncovpe cOVOETEG OOUES
angvbeiog pe tov 3D extunT| €ite va EKTVTAOCOVUE OMAEG OOUEG TTOV OPYOTEPQ
pmopovv va, cuvapporoynfovv ce o mo mepimiokn popen. H 4D ektommon €xet
LETAUOPPDOGEL TNV TOPAOOGLOKY], otoTikn 3D extdmwon, kabiotd®vTag TV 7o
SUVOLIKT] KO TPOGOPUOGILT OTIS AVAYKES TOV XPNOTN.

014D extomopéveg dopég Exovv TpeLg Pactkég 1010TNTEG TOV TIC KAIGTOOV EEPETIKA
YPNOES GE TPOKTIKEG EQOPUOYEG: GVTOGVVUPUOAGYNOY|, CUVTOTPOCUPUOYN] KOl
OUTOETIGKE).

1. Avtocuvvapporéynon

Avt| M 1010TNTA EMTPENEL GTA VAIKGL VO GUVOPLOAOYOVVTOL QLTONATO atd amAég 3D
EKTUTIOUEVEG HOPPEC KO VO PETOTPEMOVTOL 6 To ovvleteg 4D dopég. Avti 1
dvvatotro eivar efapetikd ypnown oe ocvvOnkec Omov 1M AQueomn avOpamivn
mopéuPacn etvar 0OokoAN, OmwC oto Swotnuo. [o mwapdderypo, pmopodv vo
xpnooromBodv yia ) dnpovpyic SopuEOP®V 1 GAADYV GUGKEVAOV TOV UTOPOVV VO
ouvappoAroynfodv avtépota o tpoyld. Emiong, pmopel va afomomBei yio v
KOTOoKELN KTplov pe pikpn  ovlpomivy mopépPacn, Om®G G€ TEPMTMOCELS
KOTOOTACE®V EKTOKTNG OVAYKNG, 1 Y. TNV emddpbwon eloTTONITOV OF
KOTOGKELES, TOPEXOVTOS L LTOVOUT AVGT GLUVOPLOAGYNOTG KOl EMIGKEVTG.
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2. Avtomtpocappuoyn

H wovotta mpocappoyng oto meptpdrrov givar pia A ypriown widtra tov 4D
VAMKOV. Avtd To VAIKE propov va aAAALovY HOpeN 1| VO GUVOPLOAOYOVVTOL YPTYOPO.
avdioyo pe TIC eE@TEPIKES ovvONKeg, OmmG ol petaPorég omn Beppokpoacio. Ta
napddeypa, oe Protatpicég epapuoyéc, 4D vikd Pmopovv vo TPOCUPHOGTOOY GTIC
avdykeg TOL aVOPOTIVOL COUATOG, €ITE Yoo TNV OVATTLEN 1OTOV &ite Y ™
dNupovpyio TPOSAPUOGIUMOV LUTPIKMOV GUGKELOV.

3. AvtoemioKevi

Ta 4D ektumopéva LAIKG £govv TV 110TNTA VO EMSOPODVOLY TO. EAATTOUATE TOVG
avtdévoua, KATL OV TO KAOIOTA 1W0VIKE Yo EQUPUOYES OTMOG Ol COANVMOGELS, M
AVOKOKAMOT Kot GAAG €pyo TOv amoutovv avtobepameio. Avtiy 1 WOTTA EYEL NON
dokiootel pe vopoyéleg, evd m épevva ouvveyiletar yuoo va  a&lomomnbel n
OVTOEMIGKELT] GE AKOUT TEPLOTOTEPOVS TOUELS.

4.3 Eg@appoyég 4D Extinomong

Xg autn Vv evotnra, Bo egtdoovpe Kamolovg topelg 0mov ta 4D extumopéva vk
&youv amodei&el v a&io Tovg. Av kot 1 Teyvoroyia avth Ppioketal axdUn G6e TPMOLO
oTAd0 avamTuéng, &xet MOM TpaPnEel TV TPOCOYN TOAADV EPELVNTAOV Kot
TEYVOLOYIKOV KAGO®V. 'Eva mapddetypa elvatl 0 aUepkoviKog oTpatos, 0 0moiog £xet
Eexwvnoel ouvepyaoia pe tpio mavemoTo yo v avartvén 4D vakav mov Oa
umopovcav va ypnowonombovv oy auova. o wapddstypo, Bo propovcav va
avartuyBobv 4D emevodoelg yioo apuviikd oynuata wov o mpocapuolovior GTiG
nepPorroviikég ouvOnkeg, aAldlovtag oynua ko popen. Emiong, otohég amd 4D
vAMkd Oo umopolvoOV Vo TPOTOTOOLVTOL OTOV E£PYOVIOL GE EMOQPY] HE OLyunpa
QVTIKEILEVA, TPOGPEPOVTAS KAAVTEPT] TPOGTAGIA.

AVTd o VAKE UTOpOovV vaL £X0VV SNUOVTIKG avTikTumo Kot oty Kodnuepwn (on. Ta
TPoidvTa oLV ekTLRTOVOVTOL 6 4D pmopovv vo mpocapudlovior 6TiG dAAAYEG TOV
nepPdAlovtog (6mwg vypaocia, Bepuokpacio M mieon) pe Pdon TG avayKes TOL
xprotn. Emmdéov, n 4D ektimmon emrpénel T pelmon Tov OYKov T®V TPoidovimv,
KAVOVTOG TN UETOQOPE KOl OmOONKEVOT TOLG MO €VKOAN Kol AyOTEPO dOmOvVNPY).
Metd ) ypnomn, ta Tpoidvio avTd UIToPOVV VO TPOGAPLOGTOVV 1] VO EMGKEVAGTOVV

Y10 VEEG EQUPLLOYEG.

2Tov TOpEN NG OWOTNUIKNG TEYVOAOYiNG, Ol duvatotnteg twv 4D vAkodv eivor
tepaoties. o mapaderypa, nAtakd TaveA Kot KEpaieg Yo d0pLEOPOLE KOt S1OGTNUIKE
oyfuata umopobv vo ektvnwbodv ce 4D, vo cuvapporoynbovv avtoéuaTo GTO
SLAGTNHO KOL VO TPOGOPUOCTOVV OTIG UETAROALOUEVEG CLVONKES TOL OLOGTNUATOC.
Emiong, N watpwkn emomun eivol évag moALd VITOGYOUEVOS TOUENS YL TN XPNON TNG
4D extdmwonc. [a mapddetypa, 4D ektvnopéva otevt umopovv va glcayfodv 6to
oONO HECH OGS KPS TOUNG KoL Vo, 0AAGEOVY Gynpa LOALG PTAGOVY GTO EmBLUNTO
onueto. TlapdAinia, ot vovoovokevég ektomwong 4D pmopodv  va
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OLTOGLVOPUOAOYOVVTAL HEGO OTO OOMUO YL VO EKTEAEGOVV  GULYKEKPUUEVEC
Aettovpyieg.

H 4D extdnmon £xet 16N apyicel vo EVOOUOTOVETOL KOl T POUTOTIKT, OOV UTOopEt
VO OVTIKOTOOTHGEL TOAVTAOKO Kot okpiBd  eoaptipote Om®g KwnTnpeg Kot
acOnmpec. Ta 4D vikd peidvovy 1o péyebog Kot TNV TOAVTAOKOTNTO TOV POUTOT,
EVD TOPEYOVV  EMMAEOV  AEITOLPYIKOTNTO, ONMOC ovtoemiokevny. Eva  axdun
napddetypo eivor n ypnon 4D vAkdv e avtobepamevoUEVES COANVOCELS Kol
VOPOYELEG, OV avOUEVETAL VO, TOIEOLV ONUOVTIKO POAO GE OAPOPES UEAAOVTIKES
EPAPLOYES, OTMG 1] KOTAGKELT TEXYNTAOV 0pYAveV Kot otcOnmpwv.[31,32]
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5 Xyeowaonog llepapdrmv

5.1 Ewoayoy

H mepapatikn dadikacio e CLYKEKPYEVNG TTUYIOKNG £PYaciag eoTidlel oTOV
YOPOKTNPIOUO NG EELTTVING GUUTEPLPOPAS TETPAOIAOTUTO EKTUTOUEVOV SOUDV OO
vakd ABS. H mepoapotikny o1dtoén omoteleitor amd ToV EKTLUOT TPLGOIACTUTNG
extomwong RAISE 3D Pro2, to viua ektomoong (3Dedge), tov kAifavo (SNOL
6.7/1300 LSMO1) kou pioe o00tooy€010, KATAoKELT Yo, TV oTHPIEN TOV TPLGO1AcTOTO
extunopévov dopmv (Ewdva 14, 15).

5.1.1 E€omhopdg

O extunotg Pro2 Series g RAISE 3D , texyvoloyiog FFF, amnoteiel Ppofevpévn
oelpd Pro2 g Raise3D kot avayvopiletoar g onueio avaeopdg Kot mTpodTLIo Yo
emoryyeApatikés epappoyés 3D ektimmong. Awbétel emapkn| Oyko kataokevrg 300 x
300 x 305mm kol mwPocEEPEL €CUPETIKY] AVOAVLOT] EKTUTMOONG, WEUDVOVIOG TO
eMdyoto mayog otpwong ota 0,01 mm. O extvmwtig pmopel va  oavamtdEeL
Beppoxpacia €mg kot 300 ° C, kabiotdvtog o cupPatd oyedOV e OTOLOOMTOTE VILLOL
extonwoong 3D FDM , 6nwg PLA, ABS, HIPS, TPU, PC, Nawov, TPE, FLEX, PETG,
Metaalikd PLA, Z0ho PLA, Carbon Fiber, x.An. AwBéter eniong éva poyvntiko
oLOTNUO  EVOAAAELLOD  KPEPATION EKTOIOONG, EMTPEMOVING OTOLG YPNOTEG VO
aALGloVV amPOCKOTTO TIG TAGKEG KATAOKEVTG Kot VO BEATIGTOTOOVV TN dlodIKaGio
EKTUTIMOONG, €VO KAT® omd v KOplo wAdko ypnoyomoteiton €va Bepprotvopevo
pasilapt octakdvng. [33,34]

Aol

y |~ RAISE3D prop

Ewova 11 : Extonotg Pro2 Series tng RAISE 3D (mnyn : printspace3d)
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O tHmog tov vipatog mov ypnopomomdnke sivar ABS-9003, vyning modtntog, pe
owapetpo 1.75 mm, g etapeiog 3Dedge ko amotehel to poviélo Ivory. Ot
dlukvpdvoelg g Oepuoxkpaciog 6To aKPOPVUOIO YO0 TO GLYKEKPIUEVO VMKO
ovvictatar va givor 220-250° C , cOUP®VOL [IE TOV KATOGKEVAGTY], DOTE VO UTOPEL VO,
ekTUTOOEl GOOTE, , evd 1 emPavela ekTomoone va sivar 95-110° C | éyovtag Tig
TOPTEG TOL EKTUTMOTN KAEIOTEG YL TNV KOAVTEPY] KOTOVOUN KOU SOTHPNON NG
Oepprokpaociag.

|

Eucova 12 : 3Dedge ABS-9003 Ivory Filament

O KAiPavoc 1 adlidg @ovpvog (SNOL 6.7/1300 LSMO1) ypnoiomoteiton yio tnv
npocopoimon Tov  emtepikov  Bepukov  gpebiocpatog.  Tlpdkertor yu  Evav
EPYAGTNPLIKAC ¥PAONS @ovpvo pe Suvatdmta péyiomg Oeppokpasiog 1300°C
yopntkomtag 6.7 L ko ecwtepkng ordotaong 133*160%295. O Bgppoxpacieg mov
emAgyovtor ¢ Oepuikd epébiopa sivon mhvo omd 1 Ogppokpocio VOADOOVS
petantmong tov ABS.[35,36]

TR AT

Ewdva 13 : dovpvog SNOL 6.7/1300 LSMO1 (mnyn: Snol)

H xatackevn yuoo v ovykpdtnomn kot Ty OlTnpnomn Tov SoKWmv o emimedn
EMPAVELL YL OCN OPA TOPAUEVOVY GTOV  (POVPVO, YOPIGC TO TEPAUATO VO
emmpedlovtal, TapovcstdleTan oTig TapakdTm wkoves. Ot Bideg mov cvykpatodV Ta
JoKipa 0GKOOV TNV amoUTOVUEVT] OVVAUN TTOV XPEWILETAL MOTE VO, UMV OAAOLDOVOLV
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™V HopeN Kot TIS 1010tNTEC ToL VAKOV. Ot 0v0 Aduec, amd pmpovtlo, mov eivan
tomofetnpéves deE1d Kat aplotepd amd TNV KOTUGKELT], YPNOULOTO0VVTOL LEGH GTOV
QOVPVO DGTE VO OMOTPOTEL TLYOV KATAKOPLOT KAUYN TOV JOKI®V, CALOIDOVOVTOG
T emBopunTd Hog OMOTEAEGLATAL.

Ewdva 14 : Avtooyédia KoTaoKeDT Yio TNV GUYKPATNON TV SOKIimY

Ewova 15 1 Avtooyédio KoTaoKeu HEGH GTOV POVPVO KoL TAV® OTIC AAUES amd umpovtlo
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5.2 Ixedlaopnog Aokipiov

O1 doTdoelg TV SOKIUIMV TOV YPNCILOTOMONKAY oTA TEPAUATH ETAEXONKE VO
etvar L = 60 mm, b = 3.5 mm, h = 1.2 mm. "o v dnuovpyia tov derypudtov
JOKIUNG YPEoTNKE o Aemtopepng dladikocio EEKVOVTOG amd TOV YNOLOKO TOVG
oxedlacpd pe v Pondeta NAEKTPOVIKOD VTTOAOYIGTY , XPTCLLOTOLOVTOS TO AOYIGHKS
oyxedlacpov CAD (Autodesk Inventor 2023). ‘Emetta, ta delypota mpoETOUACTNKOY
yw Vv 3D ektomwon. To o160 avtd mepeddpPfove Tov kabopiopd dSapopmv
TOPAUETPMV EKTOTOONG GTO AOYICUIKO TEUAYIOUOV, TO 0moio givar (WTIKNG onuaciog
Yoo v emitevén ¢ emBounTig TOOTNTAG KOl AEITOVPYIKOTNTOS TNG EKTVLITIMOTG.
INUOVTIKEG TOPAUETPOL TOL TEOMKAV GE aVTO TO OGTAO0 AMOTEAOVGOV 1 TaXOTNTA
eEKTUT®ONG, 1 Bepuoxpacio akpo@LGiov, TO VYOG Kol TO TAATOC GTPMUATOC, M
Oepuoxpacio evepyomoinong ,kabepio amd Tig omoiec cuVEPOAE ONUAVTIKAE GTO TEAKA
(QLOIKA YOPAKTNPIGTIKA TV OEYUATOV.

5.3 Ilsipopotikn Arooikacio

H dwdwaocio mepthapfdvel 18 drapopetikd mepdpota 6mov yio KOs €va amd avtd
ektvnovovtal 5 dokipa. Ta doxipa etvar, apywkd, oe gvbeion popoen, ympic woapio
wapapopemon. To onuddio petacynuatiopod tovg epeaviCovral 6tav Oeppaivovion
Kol 0 ETOPKNG xpOVoS BEpuavong Toug, ®ote va TapBel  TeMKT popen , extiundnke
énerto. omd dokwég 15 Aemtd. Ouv Oepuoxpaciec evepyomoinong (Activation
temperature) otov @ovpvo emhéxOnkav vo sivon 140, 150, 160° C Mseté v
apaipeon TV SoKimV amd Tov @ovpPVo apVOVTOL VO amoKTnoovv Beppokpacio
nepPdirovtog kot otoypoeilovion ®ote £melto vo emeepyacTovV GE KATO0
mpdypappe CAD maipvovtog Tig LETPNOELS OV Ypetalopaote. MeTpmVTOS TV KW
TOV OOKIUI®V SOTICTOVOLUE, EMIONG, OV VIEAPYEL EMOAVOANYILOTNTA UETOED TOVG.
Télog péow peBoddwv otatiotikng Taguchi katoAryovpe ota OMOTEAECUOTO OV
avoalntdpue.

INo o suykekpéva mepapato o1 HeTpnoelg mov Kotaypderay eivor n R1 : Xopdn
TOPOLOPPOUEVIS OOUNG — AVTITPOCHOTEVEL TNV gubeia andotaon petald twv 600
drpov g koumoing , R2 : Tapoapdpemon déoung — Hetpd Vv £KTAOT AmOKAIoNG M
HeTATOMIoNG TG 0EaUNG amd v apy s 8éong, R3 : EEwtepikd 16&0 — kataypaost
TNV KOUTVAOTNTO EVTOG TOV TOPAUOPPOUEVOL GYNHOTOG .
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Rs

Deformed Sample

Printed Sample
ZyMua 25: ZyMUoTIKn TEPLYPOPT] TOV TAPOUETPOV Tapapopeouévoy oyxfuatos (Inyn : MDPI)

5.4 M£0oo6o¢g Taguchi

H avdivon tov omoteAecudTmv TPoyUaTonomdnke pe v ¥pNnon ToL CTOTICTIKOV
Aoyioptkod Minitab 17, Tpokelévon va EVIOmIGTEL 0 TPOTOG LE TOV 0TTOT0 Ol dLAPOPES
TOPAUETPOL ETNPEALOVY TO AMOTEALECUA 1] TV ATOS00T) TOV EKTVTOUEVOV dOU®dV. Mg
™V XPNOT TOV 0pPBOYOVI®OV TIVAK®OV 0 oXESOGUOC TV TEWPAUATOV KabioTaTtol o
amAdc kaBoTL omd o 1458 apykd mepdpata mov diepevviOnkav, arloromOnkay o
éva VTOoHVOLO TV 18 ATOAVTO AVTITPOCHOTEVTIKMOV Kol TANPMG ATOSEKTOV Y0 TOV
oT0Y0 NG Olepedivnong MoG, €oTIloVTOG G€ TEVIE TOPAYOVTEG OTMMOC M TOYVTNTO
extummong (printing speed), 1o Vyog otpodpatog (layer height), to mhdtog oTpdHOTOG
(layer width), tnv Oeppokpacio akpopuvciov ( Nozzle temperature) kot Ogppoxkpacio
evepyomoinong (Activation temperature). Me v ypnon tov L 18 Design of
Experiments (DoE) tov Taguchi, 60nwg ¢aivetor kot o6tov mapokdto mivako
TaPOLGLALOVTOL Ol TAPAUETPOL EAEYYOL KO TOL EMATED TOVC.

MMivaxoeg 1

Araopeticég petaPintéc eréyyov kot ta eminedd toug (Levels, (61 x 3%)).

Code Control Parameters Unit Level1 Level2 Level3 Level4 Level5 Level6
A Printing Speed mm/s 75 90 105 120 135 150
B Layer Height mm 0.15 0.2 0.3 - - -

C Layer Width mm 0.4 0.48 0.52 - - -
D Activation Temperature °C 140 150 160 - - -
E Nozzle Temperature °cC 220 230 240 - - -

K. Mapvépag

68



Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

To mepoapatikd oyxéoo eivar yoo té€ooeplg mapopétpovg ( nozzle temperature,
activation temperature, layer width, layer height) pe tpio emineda ( 3%) won pio
napapetpo (printing speed) pe &1 eninedo (61).

Iivaxog 2

Taguchi L18 (6! x 3* ) opboydviog mivakog

Experiment  Printing Speed Layer Height  Layer Width Nozzle Activation
Number (mm/s) (mm) (mm) Temperature (°C) Temperature (° C)
1 75 0.15 0.4 220 140
2 75 0.2 0.48 230 150
3 75 0.3 0.52 240 160
4 90 0.15 0.4 230 150
5 90 0.2 0.48 240 160
6 90 0.3 0.52 220 140
7 105 0.15 0.48 220 160
8 105 0.2 0.52 230 140
9 105 0.3 0.4 240 150
10 120 0.15 0.52 240 150
11 120 0.2 0.4 220 160
12 120 0.3 0.48 230 140
13 135 0.15 0.48 240 140
14 135 0.2 0.52 220 150
15 135 0.3 0.4 230 160
16 150 0.15 0.52 230 160
17 150 0.2 0.4 240 140
18 150 0.3 0.48 220 150
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6.Amtoteréopata Herpopatov

6.1 Avaivon Koprov Emopdaccsowv - Main Effects Analysis

INoa v extipnon ¢ emidpaong tov kdbe cvvieheotn eAEyyov otV amoOKPLoN,
vroAoyilovtot o1 péceg TIEG Ko ot Adyotl onuatog mpog B0pvpo (S/N). O Adyog ovTog
elvar éva pétpo avlektikdétnrag mov Pondd otov eVIOMIGUO  SAUOPPDOCEDV
TOPAYOVIOV EAEYYOV TTOL EANYICTOTOLOVV OMOTEAEGUOTIKA TN UETAPANTOTNTA 1) TOV
00pvPo ot dwdwosio. [a tig petpnoeic R2, o avtiv v puerémn, emiéydnke to
kpunpo « Ooco peyaAdtepo TOCO TO KOADTEPO» Yl va  peylotomombel 1
aVTOmOKPIoN, VO Yo TG peTpnoels R1 ko R3 ypnowomomnke to kprripro «Oco
UIKPOTEPO TOGO TO KaAVTEPO». O Adyor (S/N) o Tar Kprtpla awtd vroloyilovion pe
mv xpnomn mg e&lowong (6.1) y 10 «Oco peyaAdteEPo TOGO TO KOAVTEPO» KOl TNG
eElowong (6.2) Yo 10 «Oco pKpOTEPO TOGO TO KOADTEPON.

S/N = —10logy, E( }Ll%)] (6.1)

S/N

~10logyo [+ (X1, Y2 (6.2)

To y vrodnAdvel amokpicelg yio tov d£d0UEVO GLVOLACUO EMITESOV TAPEYOVTO Kot TO
n tov opipd TV amroKpicE®V 6TOV GLVOVAGHE EMUTEOOV TOPAYOVTA.

INo éva dedopévo eminedo cvvtedeotn), 0 HEGOG Opog TV Adymv S/N mpokdmTEL Ao
TOV HEGO 0po TV AOY®V S/N OA®V TV TEPAUATIKOV OOKIU®V OOV LIAPYEL TO
OLYKEKPIEVO emtimedo. Mabdnpatikd exppaletor omd v e€icwon (6.3)

Ms = XY (6.3)

Omov  k o oaplBudg TV TEWPAUATIKOV €EKTEAEGE®YV TOL  TEPIAAUPAVOLY  TO
GLYKEKPIUEVO EMIMEDO TOL TAPBEYOVTA TOL AVOAVETOL.

H péon amodxpion yio kéBe eninedo mapdyovta mepAapfavel Tov HEGO OPO TOV TYLDV
amOKPIONG Y. OAEG TIG TEPOUATIKEG OOKIUES OMOL VLRAPYEL TO EMIMEO TOV
napdyovta. H e€icmon mov 10 avtimpocwnevet eivar 1 (6.4)

1
MResponse = i'(=1 Ry, (6.4)

To R,, aQviupocmmeDEL T KEGT T OTOKPIONG YO TV i-00TH TEPUHOTIKN
extéleon).

O Adyoc S/N (Signal-to-Noise) elvarl pior kpioiun HETPNON GTN UNYOVIKT TOOTNTOG,
waitepa otn pébodo Taguchi. A&oroyel ) oyxéomn petald tov embountod onuatog
(ONAadY| TOL YAPOKTNPLOTIKOV TOLOTNTAG) Kot Tov Bopvov (dnAadn g avemBOUNTNG
petofAntoémrog otn owdikacio). Xta mhaicta g pebodov Taguchi, o pésog 6pog
AVOQEPETOL OTOV HEGO OpO NG amOKPIoNG 7oL mopdyeton yio kibe cuvdvacuo
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EMIMEI®V TOPOyOVI®OV eAEYYOVL o€ €vav otatikd oyedlacud Taguchi. ‘Evag vymAdg
AOyoc S/N onuaivel 0Tt TO YOPOKTINPIOTIKO TOOTNTOS EVOL GOPDS 1GYVPOTEPO KAl TTLO
oVVETEC o€ oyéomn He Tov B0pvPo, VTOdEIKVVOVTOG £TCL L IO GTAOEPT Kot avOEKTIKT
dwdwacio. Katd tv Pektiotomoinomn oepyocudv, otodyxoc eivar m emitevén Ttov
vynAdtEPOL dvvatod Adyov S/N, dote M dadiKacio vo Tapovotdlel Tn pHéylot
otafepOTNTO KOt TNV EAGYIOTN voucHncio o€ TVYOIES OIOKVLAVGELS. ZTO OOy PALLLLOTOL
Eymua 17, 19, 21), 1o Pértioto eminedo TOPOUETPO®V TOL EMLTLYYOAVOLV TOV
VynAOTEPO AOYo S/N emonpaivovtol pe KOKKIVoug KHKAOLS, 1EVKOADVOVTOG £TGL TOV
EVTOTIGUO TOVG Y10, TEPUTEP® PEATIDGELC.

6.2 Awoypappoata Koprov Emopacemv

o mv avdlvon Bopvpfov (SN ratios) kot Tov pécov O6pov (Means) €yovue Ta
TOPOKAT® Olypaupato yioo v kdbe pétpnon Eexopota (R1, R2, R3) kot ot
emakolovbor mivakeg Response Table for Means (3,4,5,6,7,8) mpokbmtouv pe TNV
ypion ¢ peBodov Taguchi ko pag divovv TiC TWES TOV onueiov TEAVH oTo
dwypdppara.

Main Effects Plot for Means

Data Means
Printing Speed 1 Layer hesght_1 Lary er Width, 1 Mozze Temperature 1 [&ch vation Temiperature
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Ewova 16 : Kopieg emdpaoerg pésov 6pov (R1)

K. Mapvépag

71



Xopoaktnptopog EEVTVNG CUUTEPLPOPAS TETPASIAGTOTO EKTVTOUEVAOV SOUDV amd VAKO ABS

Main Effects Plot for SN ratios
Data Means

Printing Speed 1 Ly er Height 1 Layer Width T | Mozzle Temperatue T [Actvaton Tempe eture

-3 4

R1 Mean of SN ratios

=35

Signal-to-noise: Smaller & better

Ewdva 17 : R1 péoog 6pog tav Adymv S/N yio kdbe cuvtedeot

Main Effects Plot for Means

Data Means
Printing Speed_1 Layer Height_1 Layer Width 1 Fozzle Temperature_1 [Adivation Temp
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Ewodva 18 : Kdpeg emdpdaoeig pésov dpov (R2)
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Main Effects Plot for SN ratios

Data Means
. Frinting Speed_1 Layer Height_1 Loy er Width_1 Mozzle Temperature_1 |Bctivation Te mperature
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Signal-to-noise: larger is better
Ewdva 19 : R2 péoog 6pog tv Adymv S/N yio ke cuvtedeot
Main Effects Plot for Means
Data Means
Frinting Speed_1 [ayer Height 1 Lary or Width_ 1 Fozde Temperature 1 |Adtivation Temperature
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Ewova 20 : Kopieg emdpdoeig pésov dpov (R3)
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Main Effects Plot for SN ratios

Data Means
Printing Sped_1 [ayer Height _i Lay er Width_1 Rozzle Tem perature_1 [&ctivation Te mperature
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Signal-to-noize: Smaller is betrer

Ewdva 21 : R3 péoog 6pog tav Adymv S/N yio ke cuvtedeot

6.2.1 Avadivon ooy poppaT@v KOPLOV ETOPAGEMV

10 yphonua g ekovag 16 mapatmpovpe 6t péon i (Means) tov R1 gpoavilet
po pkpn avénon oty tayvmnta 90 mm/s, otig taxvreg 105 mm/s émg 120 mm/s
eatveton vo mapapéver 0 , evod otig 75 mm/s kot 120 mm/s éog 150 mm/s
nopotnpeiton pion @avopeviky peimorn kabdg avédvetor mn ToxdTNTO EKTHTOGONG
(printing speed). Mg v avénon tov vYyovg otpmdpatog (layer Height) mapovsialeton
peioon and ta 0.15 mm €wg ta 0.3 mm, énwg eniong to 10 cvuPaivel ko pe v
avénomn tov mAdtovg otpopatog (layer width) and ta 0.4 mm éwg ta 0.52 mm. Oco
avagopd v Oeppokpacio axpoeuciov (nozzle temperature), KOOGS HeYOADVEL
avéaveton kol 1 péon . Téhog yio v Beppokpacia evepyomoinong (activation
temperature) n péon T pewdvetor ywoo Ogpuoxpocion 140° C ko awEhveton yia
Oeppokpacio 150° C éog 160° C.

>t0 ypaenua g swovag 17 Epovpe T1g emdpacels onjpuatog — BopvPov (SN ratios).
INa v pétpnon tov R1 ypnoponomnke 1o kpurfplo «Smaller is better» (6c0
LIKPOTEPO TOGO TO KAADTEPO), OVASEIKVIOVTAG TO PEATIOTO GUVIVOGHO EMTEOWDV TOV
ToPAyOVTIOV OV EMTLYYOVOLV TN pKpdTEPN dvvarty) amdkpion (] Tyun) tov R1 won
elaylotTomolovy T petafintotmra | 1o 06pvfo ot depyacia. o va emrevybel
aTo, EMAEYOLLLE TA EMMEOD TOV TOPAYOVIMV TOV LUEYIGTOTOLOVY TNV TIUT TOL AGYOL
S/N . Emopévog o BEATIOTOC GLVOLOCUOS TOV EMMES®V TOV TOPAYOVI®OV Yol TNV
elaylotomoinon tov R1 givor to eminedo 6 yia v toyvTo ektvmtmong (150 mm/s),
10 eninedo 3 yia 10 VYog otpdpatog (0.3 mm), 1o eninedo 2 yio T0 TAATOG GTPMUATOG
(0.48 mm), 7o eminedo 1 yio ™V Bepporpoascio axpopuciov (220° C) ko to eminedo 2
Y1 ™V Ogppoxpacio evepyomoinong (150° C).
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210 ypaenua g ewovag 18 mapatmpodue 6t1 n péon tun (Means) tov R2 gpoavilet
po pikpn avénon otig tayvtreg 75 mm/s, 90 mm/s, 120mm/s éo¢ 150 mm/s, evd
omv toyvmta 90 mm/s moapotnpeiton peiwon. o to Vyog otpdpatog avénon
napovotdletal yuoo 0.15 mm , evod peiwon yia 0.2 mm ém¢ 0.3 mm. o o TAdTOg
OTPMOUATOC AENCT TOPOLGLALETAL, GTNV UEOT) TIUN, KaBmG avidveTat, v ovTiBEoer pe
v Bepuoxpacio akpopucsiov mov eupaviCer peimon. Télog yia v Bepuokpocio
gvepyomoinong speavilet odénon yua 140° C won peioon yia 150° C gog 160° C.

Y10 ypaenua g ewovog 19 mapovsialovior ot emdpdoelg onpatog-dopvfov (SN
ratios). ['la v pérpnon tov R2 ypnowomomOnke to kprmpio «larger is better» (660
UEYOADTEPO TOGO TO KOAVTEPO), OVOOEIKVOOVTOC TO PEATIOTO GUVOLAGUO EMTEOWV
TOV TOPAYOVI®V TOV EMLTLYYAVOLV T LEYAAVTEPT] duvot| amdkpion (1 Tiun) tov R2
Kol EAOYLOTOTOLOVV TN HETAPANTOTNTA 1} TO 06pLPO 01N dlepyacia. [ va emitevyDel
aTO, EMAEYOVUE T EMMEON TOV TOPAYOVIMV TOV LUEYIGTOTOLOVY TNV TIUT TOL AGYOL
S/N. Enopévog o BEATIOTOG GUVOLAGUOG TOV EMTEd®MV TV TapayOoviov elvor to
eminedo 6 7y Vv taydmrTa ektdnwons (150 mm/s), 1o enimedo 2 ywo TO VYOG
otpopotoc (0.2 mm), to eninedo 3 yia to mhdtog orpopatos (0.52 mm), to eninedo 1
T TV Ogppoxpacio apopusiov (220° C) kat to eninedo 2 Yy TV Ogppokpacio
gvepyomoinong (150° C).

210 ypapnua g ewovag 20 mapotnpodpe 01t 1 péom tyun (Means) tov R3 gpeavilet
plo pkpn peimon otig toydTnTeg ekTOmmong 75 mm/s, 90 mm/s, 135 mm/s émg 150
mm/s, evd oy 105 mm/s éo¢ 120 mm/s mapapével oyedov apetdpfintn kot axd 120
mm/s -135 mm/s vrapyel pikpn avénon. Me v avénon tov VWYOLs GTPOUOTOC
vrdpyel avEnon g peons Tuns. o to mAdtog otpdpatog avénon mapatnpeitor yo
0.4 mm, evo peiowon yo 0.48 mm éwg 0.52 mm. Mg v avénon g Beppokpaciog
aKpoPLGioL TapaTnpeital avEnon g KEONS TIUNG, VO TEAOG e TNV adENom g
Bepuokpaciog evepyomoinong £xovpe peiwon g HEoNG TIUNG.

210 ypdonua g ewovos 21 mapovsidlovror ot emdpdoelg ofjuatog-dopvfov (SN
ratio). ['la v pétpnon tov R3 ypnoipomomOnke 1o kpirnplo «smaller is better» (660
UIKPOTEPO TOGO TO KAADTEPO), AVASEIKVOOVTAS TO PEATIOTO GUVOVOGHO EMTEOMV TOV
TOPAYOVIWOV OV EMLTLYYAVOLV TN UIKPOTEPN dvvary] amdkpion (1 i) tov R3 ko
eloyrotomolovv ™ petafantomra 1 to B6pvfo ot depyacio. o va emrevybel
oVTO, EMAEYOVUE TO EMMENQ TOV TOPAYOVI®V TOV HEYIGTOTOLOVV TNV TIUT TOV AGYOL
S/N . Emopévag o PBEATIOTOG GLUVOLOGUOC TV EMITEI®Y TOV TOPAYOVIOV Yo TNV
eloyrotomoinom tov R3 givan 10 eminedo 3 yio v taydra extdmwong (105 mm/s),
10 eminedo 1 ya 1o Vyog orpopatog (0.15 mm), 1o eminedo 1 7y 10 WAATOG
otphpatoc (0.40 mm), o eninedo 1 ywo v Ogppokpacio axpogusiov (220° C) ka
10 eminedo 3 yio TV Ogppokpacia svepyomoinong (160° C).
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IMivaxoeg 3: Response Table for Means (R1)

Level Printing Layer Height Layer Nozzle Activation
Speed Width Temperature  Temperature
1 49.27 46.08 48.62 34.14 49.58
2 44.80 45.60 43.85 48.38 40.62
3 47.76 44.26 43.47 53.43 45.75
4 47.77
5 44.69
6 37.59
Maximum — 11.68 1.82 5.16 19.30 8.96
Minimum
value
ITivaxag 4: Response Table for SNR (R1)
Level Printing Layer Layer Nozzle Activation
Speed Height Width Temperature  Temperature
1 -33.83 -33.21 -33.68 -30.24 -33.82
2 -32.94 -33.00 -32.19 -33.66 -31.51
3 -33.48 -32.25 -32.58 -34.55 -33.12
4 -33.50
5 -32.71
6 -30.44
Maximum — 3.39 0.97 1.49 431 2.31
Minimum
value
Iivaxag 5: Response Table for Means (R2)
Level Printing Layer Layer Nozzle Activation
Speed Height Width Temperature  Temperature
1 6.327 6.808 5.741 11.480 6.818
2 8.379 8.246 7.810 6.871 9.465
3 6.786 7.929 9.432 4.632 6.699
4 6.840
5 8.072
6 9.562
Maximum — 3.235 1.438 3.691 6.848 2.766
Minimum
value
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IMivaxoeg 6: Response Table for SNR (R2)

Level Printing Layer Layer Nozzle Activation
Speed Height Width Temperature  Temperature
1 15.46 16.21 14.60 20.62 15.68
2 17.46 17.41 16.75 16.41 18.28
3 15.92 16.22 18.50 12.82 15.90
4 16.29
5 16.33
6 18.24
Maximum — 2.78 1.20 3.90 7.80 2.60
Minimum
value
Iivaxag 7: Response Table for Means (R3)
Level Printing Layer Layer Nozzle Activation
Speed Height Width Temperature  Temperature
1 6.327 6.808 5.741 11.480 6.818
2 8.379 8.246 7.810 6.871 9.465
3 6.786 7.929 9.432 4.632 6.699
4 6.840
5 8.072
6 9.562
Maximum — 3.235 1.438 3.691 6.848 2.766
Minimum
value
ITivaxag 8: Response Table for SNR (R3)
Level Printing Layer Layer Nozzle Activation
Speed Height Width Temperature ~ Temperature
1 15.46 16.21 14.60 20.62 15.68
2 17.46 17.41 16.75 16.41 18.28
3 15.92 16.22 18.50 12.82 15.90
4 16.29
5 16.33
6 18.24
Maximum — 2.78 1.20 3.90 7.80 2.60
Minimum
value

6.3 Avaivon Avukvpavong — ANOVA

H avédivon dwxdpavong (ANOVA) amotelel pa evpéwg otadedopévn pébodo
OTOTIGTIKOD EAEYYOL GNUOVTIKOTNTOG LE TOAALOTALS GLYKPIGELS TOADY HEGHOV Op®V
opddwv. Ilpotapykd otdyo €xer Vv aEOAOYNoN NG OTOUIKNG emidpaons KAOe
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mapayovta otig petafPantég andkpiong R1, R2, R3. [37] Ot mapakdtm eElom®oelg pog
dtvouv:

TOVG GLVOAIKOVS Babpots edevBepiag, dfior = k-1 , 6mov k aviimpocwnedel Tov
GLVOAKO aplOpd TEPAUATIKMY S100POUDY

tovg Pobuods ehevbepiag yio kabe mapdyovia eréyyov ds; = I-1, omov i
avtiotoyel og kdBe mapdyovta (A, B, C, D, E ) kot 1 elvar o cuvoikdg aptBudg
emmédwv yia kdbe mapdyovio

100G Pabpovg elevbepiog yio vioAewmOuEVO 6QOAUA Afprror = Afior — Dieq Afi »
Omov N givar 0 aPBUOS TOV CLVTEAEGTAOV EAEYYOL

70 GLVOAMKO GBpoloH TOV TETPAYOVOV (SS, = SSgp + XL, SS; ) aviimpoconedet
TN GLVOAKY] SOKVUAVOT] TOV TILOV amdKplong, émov to SS; eivar to dbpotopa
TOV TETPUYOVOV TOV AT0OI00VTOL GTOV 1-06TO GLVTEAECTH EAEYYOL Ko SSy givon
T0 AOPOICUO TOV TETPAYOVAOV AGY® VTOAEITOUEVOL GOAALATOG.

To ocvvolkd @GOpolcHO TOV TETPAYOVOV TOV TOGOTIKOTOEL TN GUVOAIKY|
Srakdpoven tov dedopuévov amdkpiong , SS, = Y, (Y, — Y)%6mov Y, eivar n
péon T omdKploNG Ylo. THV i-00TH EKTEAEST TOL WEPANATOC, Y sivar o
OUVOMKOG HEGOC OpPOG TV THMV OmOKPIoNG Kot m givar o apBudc tov
TEPOLOTIKOV EKTEAECEDV GTNV 0pBoydvia GucToyia.

To péco abpoiopo TETPAYOVOV TOL 1-0GTOV TOPAYOVIO TOV OVTITPOCOTEVEL TOV
HEGO OPO TOV TETPAYMOVIK®OV OTOKAMGEDV Y10 £VaV GUYKEKPIUEVO TOPEYOVTOL KoL

etvat éva LETPo ™S dakvUAVONG EVTOG TV OUdd®V Tov opilovtot amd avtdv Tov
SS;

afi
, ) MS; , , , ,
Tn avaroyio F-ratio , F; = MSL , omov MSg givan 10 péco GBpolcua TETpAyDOVEOV
E

napayovta, MS;=

TOV EVATOUEVOVTOS GOAALOTOG

’ 14 r r . ’ . . SS;
Tn mocooctwaia cvvelsPopd evog Topdyovta o€ £va Teipapa, contribution(%) = —

SS,
100%[38]

6.3.1 Enteiynon Meye0ov

Sum of Squares

To aBpowcpa tetpaydvov (sum of squares) eivar €vo LETPO NG OLKVUAVONG TMV
dedopévov pog. [Tocotikomotel TV S10Popa TV TAPATNPNCEMV (TOV JEFOUEVOV LAG)
amo T péon . THmor abpoicpatog teTpay®voV:

1.

Total Sum of Squares (SST): Avtutpocwmnedel T cLVOMKN HETAPANTOTNTA TOV
dedopévov. Eivar to dBpoicpa tov TETpOy®OVIKOV O10p0opdv UETAED KdaOE
TOPOTAPNONG KOl TOV GLVOAMKOV HEGOVL Opov. XT10 mvakdkt Tov ANOVA, to
SST givan to Total otnv ot T@V Sum of Squares.

Between Group Sum of Squares (SSB): Emiong yvootd oc¢ dBpoicua
TETPOYDOVOV YL TOV Ttopdyovia. Metpd ) dtakdpovon petald tov pécwv 0pmv
TV SPopwv opddwv. Avtd fondd oty katavonon tov 1660 PEYAAO UEPOG TNG
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GUVOAIKNG HETAPANTOTNTAG OQEIAETOL OTIS O1APOPEG HETAED TOV HECOY OPMV TWV
opdowv. Xto mvakdkt Tov ANOVA, ta Sum of Squares Tov kd0s mapayovra
amotelovv To SSB.

3. Within Group Sum of Squares (SSW): Emiong yvowotdé o¢ abpoicua
TETPOYOVOV GPOANaTOC. Metpd TN dakvuaveon evidg kdbe opddog, m omoia
AVTITPOCHOTEVEL TN HETAPANTOTNTO TOL OV pmopel vo eEnynbel amd Ttov
napdyovta (1 TOLG TOPAYOVTEG) TOL HeAETATOL (1] HEAETOLVTOL). XTO TIVOKAKL
10V ANOVA, 10 Sum of Squares Tov Residual Error awotehodv To SSW.

Mean of Squares

AmoteAel Tov pHéGo 0po Tov afpoicpatog TV TETpAYOVOV. YToloyileTar dtopmdvTog
10 GOPOIGLLO TOV TETPAYDOVOV UE TOVG avTioTotyovg Badpovg erevbepiag (DoF).

F

Eivor évog Adyog mov cuykpivel 10 HEGo 6po Tov apoicUATOS TV TETPAYOVOV TOV
between groups (e€nyoduevn SlakOUOVGT) HE TO HEGO OpO TOL 0OPOIGUATOC TMOV
TETpOyOVOV TV within groups (aveénynm dwakdpavon).

SSB

F= MSB _ dofsss
Msw  _SSW
dofssw

P-value

H tipn p elvan éva pétpo mov ypnotponoteitol 6Tov oToTIoTIKO Aey)0 VITOBEGEMV Yo
vo  pog PonBnoet va  mpocdlopicovpe T OTOTIOTIKY]  ONUOVIIKOTNTO  TOV
OTOTEAEGLATMV LOG.

o XoaumA twn p (£0.05): o mapdyovrag €xer emidpacm omnv  petafAnt
andkpiong (R1, R2, R3), aAld dev petpdet to péyebog g enidpaong awtie. Avtd
onuaivel 6tL 0 TaPAyovVTaG £XEL TPAYUATIKY, U1 TUYXOi0 ETIOPACT] 0TI UETAPANTN
amOKPLoNG.

[Mopaderypa: To Nozzle Temperature €yel p-value 0.002 otnv avédivon ANOVA for
Means of R1. Avt| n moA0 yaunAn p-value vmodnAdver 6t 1 emidpacn g
Oepurokpaciog akpopuoiov oto R1 givarl otatiotikd onpoavtiky kot givor eEopetikd
aniBavo ot mapatnpovpeves petaforés oto R1 Adym g Ogppoxpaciog Tov
aKPOPLGIOL Vo opeiAovTaL STV TOYN.

e  Yyminq tiun p-value (> 0.05): Ze avt TV TEPITTMOOT OV UTOPOVIE VO, TOVE
OTL 0 TOPAYOVTOG EYEL CNUOVTIKN EMIOPACT] GTNV HETAPANTN ATOKPIOTG.

[Mopaderypa: To Printing Speed éyet p-value 0.094 otv avdivon ANOVA for Means
of R1. Avt 1 p-value givor vyniotepn and 0.05, yeyovog mov vrodnidvet 6Tt TuydV
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wapatnpovpeveg Uetaforés oto RI AOY® tng toydnTog €KTUTMOONG WITOpel va
opeilovtarl amAmg 6e TuYaio SLOKVDUAVOT Kol OTL O TOPAYOVTOG OV EXEL CNUOVTIKN
eMidpaon.

Contribution(%)

Metpd mOG0 PEPOG TNG GVVOAKNG OKVUOVOTC TNG UETOPANTIG OTOKPIONG UTOPEL VO
amodobel og évav GLYKEKPIUEVO TOPAYOVTAL.

e Yymiq ovvelspopd: Enuoaivel 6Tt o mapdyovrog eEnyel peydAo mocootd Tng
OUVOMKNG UETOPANTOTNTOC TNG METOPANTAG amdkpiong, KoOoTOVING TOV
ONUOVTIKO TOpdyovTal.

[Mopaderypa: Eav évag mapdyovrag (m.y. to Printing speed) €xet vynAd mococtod
GLVEWGQOPAS, ovTOd onuaivel O6tL o mapdyovtag avtdc eényel peyddo pEPOg NG
dwkdpavong g petafantig omndkpionc. Me dAha Adywa, ot petaforéc mov
napatnpeite otn petafint) amodkpiong (m.y. R1) opeihovianr oe peydro Pobuod oe
petaforég avtov Tov Tapdyova.

o  Xounin cvvelo@opd: Yrodewkvoel 6Tt 0 Topdyovtog e&nyel povo évo ikpo HéPog
NG GULVOMKNG UETAPANTOTNTAG, YEYOVOG TOL VLTOONAMVEL OTL &ivar AyOTEPO
OGN UOVTIKOG.

Opot «ioyopn» Ko «a&lémotny.

*

* Toyvpn: O Opog «oyvpn emidpacm» cvvdéetar pe to Contribution (%). Ta
napadelypa otV mepintmon g Oeppoxpaciog akpoeusiov ywa R1, 1 cuveicpopd
etvar 52.24%. Avtd onuoivel 0Tt mePGGOTEPO OMO TO MUICL TG GLVOAIKNG
petafAntdémmrog tov Adyov onuatog tpog BopvPo (SN) tov R1 e&nyeitan and Tig
petaforés ot Bepupokpacia axpoguoiov. ‘Eva vynid mocootd contribution
VTOOMA®VEL OTL O mopdyovtog OovTOC amoTeAel  onpaviikd  moapdyovto
petofAntoémrog g amdkpiong. Aedopévov 0Tt 1 Bgppokpacio aKpoPvLGiov
AVTUTPOCMOTEVEL TOCO PEYAAO TOGOGTO TNG SLUKLUAVONG, M €midpact ¢ oto R1
Oeswpeitor woyvpn. Avtd onuaiver Ot Otov  petafdiieton M Beppoxpacio
aKpopuciov, Tapatnpeitar onuaviikn enidpacn otov Adyo SN tov R1, yeyovdg
OV VITOONADVEL OTL TPOKELTOL Y10, TOPAYOVTO LE EMPPOT] GTN O10OTKOGTOL.

% A&omotn: O 0pog «a&l0motn enppon» avoeépeTol oty Ty p-value. Mia
yopmAn Ty p-value (< 0.05) vrodniover 6Tt 1 TapaTnpovevn emidpacn sivol
oToTIoTKG onpavtikny o mapddetypo n p-value 0.01 vrodnidver 6tL vEdpyeL
puovo 1% mbBavotnta m 1oyvp| €mppon mov mapatnpeital (OTMG LTOSEKVHETIL
amd 10 VYNAO mocooTd contribution) vo ogeiletor oe TVt StoukOUOVOT TOV
dedoUEVDV.

Mo v ovykekpuévn pedétn n avaivon owaxvpovons (ANOVA) ypnooromOnke
YL TOV TPOGOIOPIGUO TOV OTOTIKE CNUAVIIKOV TUPAUETPMOV OV EMNPEALOVY TNV
€€V cLUTTEPLPOPA TPLGOIACTOTO EKTVTOUEVOV OEPUOTAACTIKOV OOUDV YLl TIC
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puetpnoeig R1, R2, R3. Ta aroteAéopata g Stokdpovong yio tov péco 0po (Means)
Kol Tov A0yo onpatog tpog 06pvPo (SN ratio) mapovoidlovior akorovbmg .[39,40,41]

IMivaxog 9 : Analysis of Variance for Means (R1)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 263.84 52.769 422  0.094 14.13
Layer Height 2 10.65 5.326 0.43  0.680 0.57
Layer Width 2 98.97 49.485 396 0.113 5.30
Nozzle Temperature 2 1201.39 600.695 48.07 0.002 64.34
Activation 2 242.39 121.196 9.70  0.029 12.98
Temperature

Residual Error 4 49.98 12.495 - - 2.68

Total 17 1867.23 - - - 100

1. Printing Speed: H toydtmro exktdnwong avimpoownever 1o 14.13% g
OUVOAKNG OlakOpovong e péong Twng tov R1, vmodewvoovtag pétpia
enidpaon. Qotdco, n Ty p-value 0.094 vrodnidver 6TL 1 enidpacn avtny dev
€lval OTOTIOTIKA ONUAVTIKY, TPAYLLO TOV GNUOIVEL OTL O SLPOPESG GTN UECT] TIUN|
R1 Adym ™ taydntog extdnwong uropet va opeidovtal o Tuyoio dStokvpavVoT).

2. Layer Height: Xvufdaiier pe apeintéo mocootd 0.57% otn SakOHOVOT NG
péong tyung tov R1. Me tyun p-value 0.68, eivar cagéc 611 0 mapdyovtag avtdg
dev emmpedlel onuovtikd Tn péon oamdkplon, KahoTOVIOS TOV  OCTLOVTO
TOPAYOVT GTNV TOPOVGA OVAALGN).

3. Layer Width: Zvpupdiiet katd 5.30% otn cuvoAkn StokOLOVET TNG LEGS TUUNG
tov R1, yeyovdc mov amotedel pikpn enidpaocr. H tyun p-value 0.113 deiyver 0ti
EMIOPOACT OLTOV TOL TOPAYOVTO OEV EIVAL GTOTIOTIKO CMUAVTIKT], DVTOONADVOVTOG
o6t 1o Layer Width éyer pikpn ko mbBavag apeintéo emidopacn otn péom
amoKpion.

4. Nozzle Temperature: H Ogppoxpacio axpopuciov givar o mapdyoviog Le
LEYOAVTEPN EMPPON] OE OVTN TNV OVAALOT, GLUPEAAOVTOG CNUOVTIIKE KOTA
64.34% o1 Okvpavon g péong tung tov R1. H Ty p-value 0.002 eivon
pikpotepn amd 0.05, emPefardvovrag 0t M Beppoxpacio akpoevciov €xet
OTOTIOTIKG GNUOVTIKY Kot 1oyvpn enidpacn otn péon tiun tov R1. O mapdyovrag
avtdg eivor Kploog Yo Tov KaBopiopd g cVVOAMKNG andkpiong kot Oa mpémet
vo EAEYYETAL QVOTNPA.

5. Activation Temperature: Xoppdaiiel katd 12.98% otn cuvolikn SloKOLOVGT TNG
péong tywne tov R1, m omola elvor onuoavtik] oAAd pkpdtepn oamd 1N
Oepuoxpacio axkpopuoiov. H tiun p-value 0.029 deiyver 6T1 1| enidpaom avt eivon
OTOTIOTIKA ~ ONUOVTIKY, YEYOVOG TOov vmodnAmvel Ott 1 Beppokpacio
evepyomoinong éxet a&lomotn emidpacn o1 HECT OmOKPION Kol TPEMEL VA
Bewpeiton onpavtikdg Tapdyovtog.
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IMivaxoeg 10 : Analysis of Variance for SN ratios (R1)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 22.806 4.561 2.63  0.185 19.19
Layer Height 2 3.092 1.546 0.89 0.479 2.60
Layer Width 2 7.138 3.569 2.06 0.243 6.01
Nozzle Temperature 2 62.086 31.043 17.88  0.01 52.24
Activation 2 16.785 8.392 4.83  0.086 14.12
Temperature

Residual Error 4 6.944 1.736 - - 5.84

Total 17 118.85 - - - 100

1. Printing Speed: H toybvmto ektdommong ocuvvelwspéper oxeddv 19,19% o1
dwkvpavon tov Aoyov SN. Qotdco, n p-value 0.185 vrodnidver 6t ) enidpoon
aTY 0EV VOl GTATICTIKG CILOVTIKY], TPAYLLO TOV CLLOAVEL OTL 1] TP TNPOVUEVT)
enidpaon Oa pmopovice va opsihetar 6e TVYOLN SLAKOLOVGT KOt O)L GE TPOLYLOTIKY
eMidpaon.

2. Layer Height: To Layer Height &ye1 moAd yapnAn ovveispopd (2.60%) ot
dwakvpavon twv AMdywv SN. H vynAn p-value 0.479 deiyvel 6Tt 10 layer height dev
€YEL OTOTIOTIKA OMNUOVTIKY E€midpacn oty evpwotic Tov R1, yeyovog mov
VTOONAMVEL OTL EIVOL GYETIKA OCT|LOVTOG TOPAYOVTOC.

3. Layer Width: To layer width coppdidrer katd 6.01% ot dwokdpaven tov Adymv
SN, mov efaxoiovbel va eivar oyxetikd pkpo. H p-value 0.243 onuaiver 6t
enidpaocmn ovtovd tov moapdyovia otovg Adyovs SN tov R1 dev elvan otatiotikd
ONUOVTIKY, KAOIGTOVTAG TOV TOpEyovTo avTd deLTEPEHLOVTAL.

4. Nozzle Temperature: H Oeppokpoacio axpo@uoiov &ivor 0 moO oNpovtikog
TOPAYOVTOG GE QTN TNV avAaAvon, pe contribution 52.24%. H moAd yopnAn p-
value 0.01 deiyver 6T1 | emidpaocmn g otov Adyo SN givol GTATIGTIKA CNUOVTIKY,
TpAyuo wov onuaivel 6t Exel woyyvpn kol aflémotn enidpocn otovg Adyovg SN
tov R1.

5. Activation Temperature: To activation temperature copfdriet kot 14.12% o
dwkodpavon tov Adyov SN. H p-value 0.086 eivar wovtd oto 0.05,
vrodNA®vovTag OTL 0 TaPAYoVTag aVTOC Umopel v €xEL GNUAVTIKY €midOpaoM
o1ovg AOYoug SN, aAAG 1 emidpaocn avth dev gival GTATIGTIKA onpavtiky). Eival
évag mapdyovroc mov a&ilel va mapakoiovbeitar, £101KA Qv TEPATEP®D OEOOUEVA
OelEoVV TO GUVETN OMOTEAEGLOLTAL.
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IMivaxoeg 11 : Analysis of Variance for Means (R2)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 22.553 4.510 8.12  0.032 9.08
Layer Height 2 6.852 3.426 6.16  0.060 2.75
Layer Width 2 41.060 20.530 36.94 0.003 16.53
Nozzle Temperature 2 146.281 73.140 131.59 0.000 58.91
Activation 2 29.340 14.670 26.39  0.005 11.81
Temperature

Residual Error 4 2.223 0.5558 - - 0.89

Total 17 248.309 - - - 100

1. Printing Speed: H toyOtnrta extonmong aviumrpoconedel 10 9.08% g GuvoAKng
drakvpavong g péong tung tov R2, vrodeikvdovrog pétpla enidopacn. Qotoc0,
n tuq p-value 0.032 vmodnidver O0TL M emidpacn ovthy elvol GTOTIGTIKA
ONUOVTIKY, TPAypo mov onuaivel 6Tt ot dlpopés otn péon tiun R2 Adyw g
TOYVTNTOG EKTVTMOONG Uopel va unv ogeilovtal g Tuyaia dStukdpovon).

2. Layer Height: Zoppdilet pe ehdyioto mocootd 2.75% otn dakdpaven g
péong tung tov R2. Me tyun p-value 0.060, o mapdyovtoag avtdc dev emmpedlet
ONUOVTIKA TN péoTm amOKplon, KoOGTOVTOS TOV OCNUOVIO Topdyovto GTnv
TOPOVGA OVAALOT).

3. Layer Width: Xvupdiier katd 16.53% o1 ocvvolikt] dtokduoven Tng HECNS
Tung tov R2, yeyovog mov amotehel pétpua emidpaon. H Ty p-value 0.003
delyver 611 M emidpacn ovtov TOV TOPAYOVIO EIVOL GTOTIGTIKG GNUOVTIKY,
vrodnimvovtag 6tt to Layer Width eivor évag a&lomiotog moapdyoviag mov
ypewaletar va dlepguvartal .

4. Nozzle Temperature: H Oeppoxpacio axpopuoiov eivar o moapdyovrog pe ™
HEYOADTEPN EMPPON O©E 0T TNV avédAvorn, cLUPEALOVTOG CNUOVTIKE KOTA
58.91% ot owkdpaven ™ péong tiung tov R2. H tyunm p-value 0.000 pog
emPefordver 60TL M Bgppokpacio akpPoELGIOL €YEl CTUTIGTIKA OCNUOVTIKY Kot
woyvpn emidpacn ot péomn tun tov R2. O mapdyovtag avtdg givarl kpicipog ya
TOV KaBopopd ¢ GUVOMKNG amoKplong Kot Ba Aéyape mmg eivor 1oyvpog Kot
aglomotoc.

5. Activation Temperature: Xoppdaiiel katd 11.81% otn cuvolikn| dtakdpaven g
péong tywng tov R2, n omola elvor onuoavtik] oAAd pikpdtepn oamd TN
Oepuoxpacio axkpopuoiov. H tiun p-value 0.005 deiyver 61 1 enidpaom avt eivon
OTOTIOTIKA ~ ONUOVTIKY, YEYOVOG TOov vmodnAmvel Ott 1 Beppokpacio
evepyomoinong éxel a&lomotn emidpacn o1 HECT amOKPION Kol TPEMEL VA
Bempeitonr onpavtikdg Tapdyovtog.
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IMivaxog 12: Analysis of Variance for SN ratios (R2)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 162.21 32.441 3.94  0.104 39.35
Layer Height 2 43.74 21.869 2.66 0.184 10.61
Layer Width 2 48.12 24.060 292  0.165 11.67
Nozzle Temperature 2 99.36 49.682 6.04  0.062 24.10
Activation 2 25.85 12.923 1.57 0.314 6.27
Temperature

Residual Error 4 32.93 8.232 - - 7.98

Total 17 412.20 - - - 100

1. Printing Speed: H toyvtta ektommwong cvuvelspépet 39,35% o1t dakdpavon
tov Aoyov SN. Qotoco, n p-value 0.104 vmodnidver 0Tt apd 10 LYNAO
OGLVEWGQOPAG, M EMOPOOT aVTN OEV EIVOL GTATIOTIKE GNUOVTIKY, TPAYLO TOL
onpaiver 6Tt 1 mapoatnpovuevn enidpacn Ba pumopovoe va ogeileTon e TvYOIL
SO paVOT| Kot Ol GE TPOYUATIKY EX{OPACT).

2. Layer Height: To Layer Height £yst pétpro suvelispopd 10.61% otn dtokdpoven
tov Aoyov SN. H vynAn p-value 0.184 deiyver 61t 10 layer height dev €yxet
OTOTIOTIKA OMUOVTIKY €TOpac otV gupwaotia Tov R2, yeyovog mov vmodniovel
OTL glvall OYETIKA 0L LLOVTOC TTOPAYOVTOG.

3. Layer Width: To layer width cvpBdiier kotd 11.67% ot Swkduavon tov
Moywv SN, mov eEaxorovBel va eivon oxetikd pikpo. H p-value 0.165 onpaivet 6t
N enidpaocm avtod Tov Tapdyovia 6tovg Aoyoug SN Tov R2 dev givar otatiotikd
ONUOVTIKY, KAOIGTOVTAG TOV TOpEyovTo avTd deLTEPEHLOVTAL.

4. Nozzle Temperature: H Ogppoxpacio akpopuciov 6e avtn tv avaivon €xetl pia
pétpla emidpaon 24.10%. H p-value 0.062 oeiyvel 6t 1 enidpaoct ¢ otov AOYo
SN dev glval oTATIOTIKA CNUOVTIKY.

5. Activation Temperature: To activation temperature cvpuPdiier pe yopnAd
1060610 6.27% ot daxdpovon tov Adyov SN. H vynin tyn p-value 0.314
VTOdNA®VOVTAG OTL 1 EMLOPOCT) AVTN JEV EIVOL CTATIGTIKE G UOVTIKT).
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IMivaxoeg 13: Analysis of Variance for Means (R3)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 4.902 0.980 3.14  0.145 2.04
Layer Height 2 55.315 27.657 88.57  0.000 20.03
Layer Width 2 2.514 1.2571 4.03 0.110 1.04
Nozzle Temperature 2 99.949 49.974 160.03  0.000 41.62
Activation 2 76.222 38.110 122.04 0.000 31.74
Temperature

Residual Error 4 1.249 0.3123 - - 0.52
Total 17 240.151 - - - 100

1. Printing Speed: H tayOtnra extdonmong aviumrposwnedet 10 2.04% G GUVOMKNG
dwkdpavong g péong tung tov R3, vmodsikvdovrog aomuavin enidopaom.
Emiong, n Tt p-value 0.145 vmodnAover 6tt n emidpaocn oavtny Oev eival
OTOTIOTIKG ONUOVTIKY, TPAYLE TOL onuaivel 0Tt ot dpopég otn péon tiun R3
Aoy TG TaxOTNTOG EKTOTOONG UTopet va opeidovtal 6€ Tuyaio SLOKOULAVOT).

2. Layer Height: Zoufdiier pe éva pétplag emidpaong mocootd 20.03% ot
dwkvpavon g péong tiung tov R3. Me tun p-value 0.00, eivor capég 6tL o
TOPAYOVTOS OUTOC  emMpedlel onuavTKG TN HESN amdKplon, Kadotdvtag Tov
ONUOVTIKO TOPAyoVTO GTNV TOPOVGO AVOAVCT).

3. Layer Width: Zvpupdiiet katd 1.04% otn cuvoAkn dtakdHaven g LEONS TUUNG
tov R3, yeyovdc mov amotedlel eddyiotn enidopaocn. H tyun p-value 0.110 deiyvet
6tt n emidpaon oavtod TOL TOPAyovio Oev  €ivol OTOTIOTIKA GNUOVTIKY,
vrodniovovtag 01t to Layer Width éyer pukpn kot mbavag apeintéa emnidpaon
o711 LECT AmOKPLOT).

4. Nozzle Temperature: H Oeppoxpacio axpopuoiov eivar o mopdyovtag pe ™
HEYOADTEPN EMPPON O©E 0T TNV avédAvorn, cLUPEALOVTOG CNUOVTIKE KOTA
41.62% ot dwxkdupovon g péong tung tov R1. H twn p-value 0.000,
emPefordver 6TL M Bgppoxpacio aKpPoOELGIOL €YEl CTOTIGTIKA OCNUOVTIKY Kot
woyvpn emidpacn ot péom tiun tov R3. O mapdyovtag avtdg givarl kpicipog ya
1oV KaBopiopd g GLVOAKNG amdkpiong kot Oa mpémetl va eEAEYYETAL QVGTNPA.

5. Activation Temperature: Zoppdaiiet katd 31.74% o1 cvvoAkn dtoukOHOVeT TNG
péong tiung tov R3, n omoia eivon apketd onuovtikn oAAG pikpdtepn amd 1
Oepuoxpacio axkpopuoiov. H tiun p-value 0.000 deiyver 6T1 1 enidpaom avt eivon
OTOTIOTIKA ~ ONUOVTIKY, YEYOVOG TOov vmodnAmvel Ott 1 Beppokpacio
evepyomoinong éxel a&lomiotn emidpacn o1 HECT amOKPION Kol TPEMEL VA
Bewpeitanr onpavtikdg Tapdyovtog.
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IMivaxog 14 : Analysis of Variance for SN ratios (R3)

Dof Sum of Means of F P Contribution(%)
Squares Squares

Printing Speed 5 0.18422 0.03684 2.77  0.173 2.6

Layer Height 2 1.63991 0.81996 61.57 0.001 23.08
Layer Width 2 0.07155 0.03578 2.69 0.182 1.00
Nozzle Temperature 2 2.88837 1.44419 108.44  0.00 40.65
Activation 2 2.26690 1.13345 85.11 0.001 31.90
Temperature

Residual Error 4 0.05327 0.01332 - - 0.74

Total 17 7.10423 - - - 100

1. Printing Speed: H toyOtmrta ektimmong cuvelspépel ehdyota pe 2.6% ot
dwkopavon tov Adymv SN. H p-value 0.173 vmoonidvet 6t 1 enidpacn avth dev
elval 6TATIGTIKG OTULAVTIKY, TPAYLLO TTOV CULOAVEL OTL 1] TOPATPOVUEVT EMIOPAOT)
Bo pmopovce va oesiheton og TuYOioL OLOKDUOVOT KOl OYl GE TPOYLUOTIKY|
eMidpaon.

2. Layer Height: To Layer Height éyel pétpia ocvvelspopd 23.08% ot dtokdpoveon
tov Adyov SN. H moAd younin p-value 0.001 deiyver 6t to layer height &yxet
OTOTIOTIKA OMUOVTIKY €Tdpacn otV gupwaotia Tov R3, yeyovog mov vrodniovel
Ot glval onuavTikdg Kot a&lOTIGTOS TOPAyOoVTaS.

3. Layer Width: To layer width coppdidrer katd 1.00% ot dwoukdpaven tov Adymv
SN, mov givan e€apeticd pkpd. H p-value 0.182 onpaiver 6t 1 enidpacn avtod
T0V mopdyovio otovg AOyoug SN tov R3 dev elval otoTioTikd onpovtikn,
KaO16TOVTAG TOV TOPdyovTa avTd dELTEPELOVTA.

4. Nozzle Temperature: H Oeppokpoacio axpo@uoiov &ivor 0 moO oNpovtikog
TOPAYOVTOG GE QTN TNV avaAivon, pe contribution 40.65%. H moAd yapnAn p-
value 0.000 d&iyvetr 011 1 enidpacn g otov Adyo SN givol GTOTIGTIKG CNUOVTIKY,
YEYOVOG TTOL POVEPDOVEL TNV AELOTIGTY ENLOPaoT TOL 6TOoVS AdYoug SN Tov R3.

5. Activation Temperature: To activation temperature copfdriet kotd 31.90% o
dwaxvpavon tov Adyov SN. H p-value 0.001 eivon yopnAdtepn amd 1o 0.05,
VTOONA®VOVTAG OTL 0 TOPAYOVTOS OVTOG €YEL CNUOVTIKY] OTATICTIKY ETIOpOoN
otovg. Etvan évag mapdyovrog a&iometoc, mov a&ilel va mapakoiovbeiton
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6.4 Avaivon Iavopopunong - Regression Analysis

Me v xpnomn g avaivong moAvopounone, o€ ATV TNV épevva, Kabopiomkayv ot
oxéoelg MeTOEL TV oveEaptnTov  PETOPANTOV  (Topduetpol  €AEyyov) Kot
eCoptnuévov petapfintov (amaviioeg R1, R2, R3). H aroteleopatikdtnro avtodv
TOV GYEGEMV TOGOTIKOTOIEITAL YPNGILOTOIOVTAS TO0 R2, éva GTATIOTIKG METPO IOV
aE10AOYEL TV EYKVPATNTA TOV LOVTEAOD TOAVOPOUNGNG

O mpoyvwotikég e€lodoelg yioo v péon amdkpion R1, R2, R3 (ce mm) , mov
TPOKLITOVV Ad TNV AVAALGN TAAVOPOUNONG EKPpdlovTol oG :

R1=-111.5-0.1118 Printing Speed_1 - 12.3 Layer Height 1 - 45.3 Layer Width 1

+ 0.965 Nozzle Temperature 1 - 0.191 Activation Temperature (R*2 =75.59 %)
(6.5)

R2 =68.7 + 0.0292 Printing Speed 1 + 5.95 Layer Height 1 + 30.1 Layer Width 1

- 0.3424 Nozzle Temperature 1 - 0.0059 Activation Temperature (R"2 = 78. 01%)
(6.6)

R3 = 15.77 - 0.01159 Printing Speed 1 + 27.02 Layer Height 1 + 6.68 Layer
Width 1+ 0.2883 Nozzle Temperature 1 - 0.2520 Activation Temperature (R*2 = 96.
03%) (6.7)

To R? pe tiuq 96.03% deiyvel o eEopetikn tantion LeTa&d TOL LOVIEAOL KoL TMV
TOPUATNPOVUEVAOV  OEOOUEVDVY, YEYOVOG TOL VLTOONAMVEL OTL TO HOVTEAO &ivon
gEapeticd amotelespatikd oty mpoPreyn R3. Te davikn mepimtwon, 10 R? Qo
npénel vo, Kopaiveral petald tov 0.8 kot 1,0 yia va BewpnBei o poviého aitepa
amoteAecpaTikd. Apa avtég ol eElomaoelg elval KATGAANAeG yio tv TpdPieym g
CLUTEPLPOPAG LopPoToinong oynuotog Tv dopudv ABS 4D extdnwong.[38,42,43]

AxoA0VOOVV 01 YPOQIKES OMEIKOVIGEIS TMV GYECEMV UETOED TMV TEIPUUATIKOV KO
TOV TPOPAETOUEVOV TILOV.
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Exp vs Pred Regression
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—s— Experimental Value
— m - Predicted Regression
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Ewova 22 : Mepapoticég kot tpoPfrenodpeves Tipég R1

Exp vs Pred Regression
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—»— Experimental Value
— m - Predicted Regression
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Eucova 23 : Tepapotikéc kot tpoPfremodpeveg tipéc R2
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Exp vs Pred Regression

375 Variable
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Ewcdva 24 : Tepapotikéc ko tpoPremdpeves tipnég R3

Ewova 36: PAEmovue 10 dbypoppo TV TILAOV TG péong Tung tov R1 pe g tipég
tov Tpofremduevav Tindv, 10 R? éxet tuq 75. 59%. H mpoPreym éyve pe v
eElowon (6.5) o010 avticToryo didypapLpo.

Ewova 37: PAémovpe 10 SOypapplor TOV T®V TG Héong T tov R2 pe tig tipég
0V TpoPremduevoy Tiumv, 10 R?  éyxet tun 78. 01%. H npoPreyn éywve pe v
e&lomon (6.6) 6TO AVTIGTOLYO OBy POLLLLOL.

2tV ekova 38 : PAETOVUE TO SLAYPOLUO TOV TIUOV TG HEONS TG Tov R3 pe Tig
TIHEC TV TPOPAENOUEVOV TGOV, To R? éxet Tiun 96. 03%. H mpdPreyn €yve pe v
e&lowon (6.7) 6T0 avVTIGTOLYO OBy POLLLLOL.
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7. XoumepoocuoTao

Ev kataxAeidt , pe apopun TV EKTEAEGN TNG GLYKEKPIUEVNG OITAMUATIKNG EPYACINGC,
e€eTAOTNKE 1| CLUTEPLPOPE TV TETPASIACTOTO EKTVTOUEVOV dop®V and ABS, v
10 gpébiopa g Beppokpaciog, coppfdrioviag oty Tpdodo Kot otnv eEEMEN ¢ 4D
extomoong. H épevva eotidlel otov Kkpicipo pOAO GLYKEKPIUEVOV TOPAUETPOV
EKTOMMOONG  TOL €MMPEALOLY TOV UETOCYNUOTIOUO TETOU®V OOUMV, TPOGPEPOVTOG
TAnpoopiec kol amoteAéopato €merta. omd pebodikn perétn. Amd To Pocikd
EVPNUATA TNG EPEVVOAG GUUTEPAIVETOL TTOG

e Méoa and ta dtypappaTo avaAvong KUPLOV EMOPAGE®Y, Yo TIG petpnoelg R1
Eyovpe BEATIOTEG AmOOOGELS Yo TayOTNTA eKTOTT®OOoNG 150 mm/s, Hyyog GTPOUATOG
0.3 mm, m\dtoc otpdpatoc 0.48 mm, Ogppokpacio axpogusiov 220° C wou
Oeppoxpoocio. evepyomoinong 150° C. T 1ig petpioeic R2 avrictoryo yio
ToyvTNTO ekTOITOOoNG 150 mm/s, Vyog otpdpatog 0.2 mm, , TAATOG GTPOUATOG
0.52 mm, Ogppokpacio akpogvsiov 220° C kot Ogppokpacio evepyomoinong
150° C. Téhoc yio Tic petprioelg R3 yio toydtnTa extomoong 105 mm/s, vyocg
otpopotog 0.15 mm, midrog orpopotog 0,40 mm, Beppokpocio akpo@vciov
220° C xou Ogppokpacio evepyomoinong 160° C.

e Méow g avéivong, g avaroyiag S/N, and ta amoteAéopata e pedddov
ANOVA, 1 0Oeppoxpacia axpoeuciov (Nozzle Temperature) mpotictwg Kot
émerta 1 Oeppokpacio evepyomnoinong (Activation Temperature) avodelytnkov ®g
Ol OTUOVTIKOTEPOL TAPAYOVTEG EVEPYOTOINGTG OTNV EMOPACT CLUTEPLPOPAS
OAAOYNG OYNLLOTOG.

e To povtéha moAvdpoéuMoNs mov avamtvydnkav Yoo v TpOPAEYn TV
anokpicewv RI1, R2, R3 £&deiav 10yvpég OCLOYETIOEIS LE TA TOPATNPOVUEVA
dedopéva, vroypoppilovtog v aAANAETIOpaoN HETAED ALTOV TOV TOPOUETPOV
EKTUTIMONG KL TOV OTOTEAEGULATOV LOPPOTOINGNG Y LOTOG.

Ta oedopéva avtd amotehovv Pdon yww v Pertictomoinon g dadKaGiog
eEKTOM®OONG , Yy TNV 05omoinon TV TANPOV OLVOTOTHTOV TOV VAKOV TNV
oYNUOTIKN TOVG pHetafoAn oe ddpopes epapuroyés. H cvvexng épevva Kot avamtuén
o€ AVTOV TOV TOUEN TPOPAETETOL VO £XEL OLVNTIKA CNUAVTIKEG EMOPACELS GE TOAAOVG
Topelg ™G TEXVOAOYiNG KO TG KOWV®VIKNG avafaduionc.
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