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ITEPIAHWH

H xprjon 1@V o0vOet@dV DAIK®V 0TO auToKivTo aAAd Kat otr) Propnyavia yevikotepa, £xet
erextabel pe TV EPAPHOYI] TGOV TEXVOAOYI®OV TPLOOWAOTATHG €KTON®MONG 1] AA®G TRV
Katepydaolmv mpoobeong vAkod. O okomog g epyaotag avtrg eitvat 1 oxedlaon Kat pelét)
KATAOKELNG KEPANLG TPLOOIAOTATHG EKTOIIOOTG PeTaPAn g avapelng ovvOeTon DAIKOD pe KOVTEG
1Veg, IKAVI|G VA EKTOIIMVEL TEPAX10 PE PEATIOHEVEG TOIIKA PNYAVIKEG 1O10TNTEG AAN KAt [1€ KOOTOG

DAKOD PIKPOTEPO.

Apywa avalnmnkav ot PipAoypagia minpogopieg yia tig Owdpopeg texvoloyieg
EKTOIIOONG OLVOETOV Kat arm\®@Vv LAK®V kKabwg kat yia dtabeotpeg dratddelg 1) pnxaviopong yia
Vv avapelln too VAo evioyoong. MeletrOnkav ta obvOeta DAKA IOV YP1OHOIIO0VVIAL 0TV
TPLO0LAOTATH EKTOIOON, O TPOIOG IIAPAOKEDI)G TOLG KAl Ot epappoyeg tovs. Emiong,
avalnmonkav TAnpo@opieg yid T POr| TYHEVOV IOALDHEP®V Ta omota eivat pn - Nevtovia
pevOTA Kat mapovotdfovv Wdtattepotta ot petaBolr) tovg 1moovg. Axkolovbnoe 1) ovyypagr)
oL KePaAAaiov yia Tig ovyxpoveg pedodovg Katepyaolwy, IPOoobeong KAt a@aipeong LAIKOD.
Zopnep\neodnkav ot Paocukég texvoloyieg TPLOOIAOTATYG EKTOIMONG KAOwg Kat Pactkda otolyela
Yld TV KATAOKEDL!] TEPAxioV pe Komr og epyaletopnyaveg. To Bewpntikd pépog oAoxAnpwbnke pe
) ovyyPAP!] TOL KEPAAAIOL OXETIKA pe T oxediaon xai kataoxeor) pe T Porbeia tov
nAextpovikod vroloylotr). ITapovoiaotnkav mAnpo@opieg yia T XP1orn ToL LIIOAOYLOTI| Ot
oxedilaon eSapTpAT®V 1] HNXAVIOH®OV, TV avdaAvor) g Aettovpyilag Tovg Kat ) PeAtiotonoinorn)
HAPAPETPOV KAl TEAOG TNV KATAOKEDLI] TOVG OTO PN)AvVoLpyelo amod ynelakd kabdodnyovpeveg

EPYAAELOPN X AVEG,

210 MIPAKTIKO MEPOG TG epydoiag mpayparonoumdnke n oxediaon tng Kepalng agpoov
optotnkav xat dSraronodnkayv ot podtaypa@eg mov MPEmet va éxel o prxaviopog. Adonou)dnkav
ot mnpogopieg ano I PiPAoypagia oxetikd pe Tig Oardadelg eKTOIMONG KAt aAVAPENG DAK®V
Yld TV pHop@r) oL Oa MmpEmet va £xet 0 pXaviopog. AKoAovOnoe 1) avaAvon NG KATAOKELIG HE
KDPLO AVTIKELPEVO TV IIPOCOHROI®OT) TG PONG ToL piypatog peéoa oto Oahapo avaping. Eyive
eSaymyn) dSlaypappdt®Vv yid ) oxéon Tov YPOVOoD oL AILTELTAl yid TV avdapiln oe oxeon pe
dagopeg mapapetpovg Aettovpyiag. To Hmpaxktikd pépog OMoxAnpwbnke pe T peletn g
KATAOKEDLI|G, DAOIIO®VTAG yia Kdbe eSaptrpa Ta Ipoypappatd KaTepyaotiag.

Télog, 1 Sumhopatikn) epyaoia oloxkAnpwdnke pe ™V eKIOVNON TOV KATAOKEDAOTIK®V

oxedlwv mov mapartifeviatr oto mapdptpa Kat T oovvtadn Tov KeQPAAdioD TRV YEVIKOV

OLPIEPAOPATHOV KAl TOV IPOTACEDV Y1 PEANOVTIKI] £peDVA Kat eGEAEN.




ABSTRACT

The use of composite materials in the car, but also in the industry in general, has expanded
with the application of 3D printing technologies, or in other words, additive manufacturing. The
purpose of this thesis is to design and study the construction of a 3D printing head of variable
mixing of composite material with short fibers, capable of printing a part with improved local

mechanical properties but also with a lower material cost.

Initially, a literature review performed for information on the various printing technologies
of composite and simple materials as well as available arrangements or mechanisms for mixing
the reinforcement material. Composite materials used in 3D printing, how they are made and
their applications were studied. Also, information was sought on the flow of molten polymers
which are non - Newtonian fluids and exhibit particularity in their viscosity change. This was
followed by the writing of the chapter on modern methods, additive and subtractive
manufacturing. Basic 3D printing technologies were covered as well as basics for making parts
using machine tools. The theoretical part was completed by writing the chapter on computer -
aided design and manufacturing. Information was presented on the use of the computer in the
design of parts or mechanisms, the analysis and optimization of their performance, and finally
their manufacture in the machine shop by numerically controlled machine tools. In the practical
part of the thesis, the design of the printing head was carried out after defining and formulating
the specifications that the device must have. The information from the literature on the printing
and mixing of materials was used for the form and shape outline the mechanism should have.
This was followed by the analysis of the performance with the main object being mainly the
simulation of the flow and mixing inside the mixing chamber. Plots were derived for the
relationship of time required for mixing with respect to various operating parameters. The
practical part was completed with the implementation of the process planning for each part.
Finally, the thesis was completed by drawing up the plans listed in the appendix and writing the

chapter of general conclusions and suggestions for future research and development.




KEDAAAIO 1

Ewoaywyn)

1.1 Xxo1og

2KOIIOG TG TIapovodag epyaoctag etvat 1) oxediaon Kat peAétr KATAOKEDLG PG TIPOTOTOIING
KeQAAIG TPLOO1A0TATG eKTOI®ONG pe eSwbnorn vAwkov mov Ba eivat oe Béon va avapetyvoet Kat
va petaPallet To IOCOOTO KOVI®V VAV AVOPAKd 1) DAAOD OTO TNYHEVO IIOADHEPEG COPPDOVA HE
Tov Kodwka G mov eKteleitatl oty pryavy), £T01 OOTE T EKTOIOPEVA TEPAXIA VA EXOLV TOIKA

PeATiopeveg PN AVIKEG 1O1OTTEG,

Kata m) xpoviki) mepiodo eKovnong g pyaociag, 0to OOVOAO TRV EKTVIIOHPEVOV TERAXLDV
pe e§mOnon LAKOD, yivetal xprjon DAK®V aIIo pid apKetd peydAn yKapa moo mepthapPdavet eite
éva pOvVo ovotatiko eite avapelln HoAvPEEPOLS KAl KOVI®V VeV avipaka 1} valov. Ta vAwkd oo
OLVAVTIOVTAL 08 HOPPT| VIJHLATOS, IIEPIEXOLY LOVO TIOADHEPES 1) KAl pelypd IHOADPEPOVG PE KOVTEG
tveg 1] akOpd Kat oKOvI PeTaANov. AvTO onpaivetl OTL TO EKTOHIOPEVO TEPAXL0 AToTeNeiTat oe OAO
TOL TOV OYKO AIIO DAKO OLYKEKPLPEVIG oboTaong. XtV mepimtmor) &g g xprong dvo 1 xat
IIEPLOCOTEPMDV KEPANDV EKTOIIMOTG, PIIOPEL VA COVAVTATAL OTO 1010 TEPRAY10 OLVOLACPOG OVO 1)
KAl IAPAIIavVe DAKQOV aviiotolyd aAAd Oxt avdapelln avt®v pe arotéAeopd TO TERdX0 va
epavilet 1010t Teg idteg oe OAn ) pada tov. Me Vv OLYKEKPEVT] DAOIIONN O TG KEPAATG
EKTOIIMONG IOV HPOTeIveTal £d®, EMITVYYAVETAL 1] EKTOIMOI TERAYIOL OOV 1] MOCOOT®OI] TOV
DAKOL evioyvong OnAadn v Koviev wov 0a pmopel va SIapop@@VveTdal avaloyd ®OTe va
PeATi®VOVTAl TOMIKA Ol PIYAVIKEG O10TNTEG EAV AVTO AIIALTEITAL KAl OOVAP 1) KATaokevr] Oa
elvat eAa@puTePn KAl OKOVOPIKOTEPT], (NTOLHEVO OXL HOVO OtV avTtokivitoflopnxavia aAAa

OTOV KATAOKEDAOTIKO KAAOO YeVIKOTEPAL.




Kegalaio 1. Eroaywyn

1.2 Opwopot

Kepaly exktonwong: Sidtadn armoteAovpevn) ard oOVOAO eSapTHHAT®V, ITOL IPOKAAel TN

TOL DAIKOD eKTOIMONG KAt evaIiofeon) avTtod otV emPAveld EKTOIIOOTS.

Extonwon pe e Onon vAikov: etvat 1 texyvoloyia Tplo0tdoTtatg EKTOIIMOG OIIOD TO DAIKO
0g HOPPI) VI)PATOg OEPYETAL ATIO TNV KEPAAT] EKTOIIMONG, PELOTOMOLELTAL KAl eSEPXETAL PEOW EVOG

AKPO@LOLOL TIPOG TNV EMUPAVELT EKTOIIOONG.

Kovtég iveg avBpaxa: mpokettal yua peltypa wev davipaka xat movdpag ypagit). Ot
dlaotdoelg TV wvav eivat g tadng Tov 220 pm prjkovg kat 7 pm Swapétpov. Ot iveg amoteAody

10 85% TOL petyparog.

1.3 BipAoypagiki) avaokomnnon)

Extetapévn ¢pevva yivetat IAvem OTO AVTIKEIPEVO TG TPLOOIAOTATHG EKTONIMONG OLVOeTOV
VAK®V, ONAadr) AACTIKOV EVIOXDPEVAOV J1e OLVEXELG 1] KOVTEG tveg dvBpaxa 1) valov, kabmg avta
oovoLAlovY PIKPO PAPog Kat BeATiopéveg prxavikég 1010tnteg Kat Bplokovy moANEG epappoyEg.
[To ovykekpEva, 1) €peLVa avTr] APoPd Media ONKG 1) ENdPAO!) TG TOCOOTM®ONG TOV VOV OTIG
PNXaVIKEG 1O10TNTEG TOV TEPAXIDOV, O IIPOCAVATOAOROG TOV VOV Katd TV e§m@bnorn tov bAKo,
0 €COMAIONOG oL pnotponoteital yua v eSmbnon alAd kat v npoobnkn kat pifn vAK®V
evioxvOo1G, Ta POVIEAA IIPOCOHOI®ONG TG PONG KATA TV eKTOI®MOI KAl enaAjfevorn avt®v e

netpapatika dedopéva K.a.

1.3.1 Movtélda 1§®dovg Kat mpocopoimon)

Ta IAAOTIKA IOV XPNOOIIO0VBVTAL 0TV TPLOOA0TATH EKTOII®OL) O®G To ABS kat to PLA,
elval DAIKA IOV O PELOTI] HOoPPr ep@avifoov Statpntiki) Aémtovon dnAadr kate® ard v
emidpaon datpntikev dovdapemv, peioverat to §mwdeg tovg. Tétola pevotd amoxkalovvrtal pn
Nevtovela. Kata ovvénela npénet va avadnmovv poviéda Ipooopoimong too 1§oadovg tovg. Ot
Hofstatter, Thomas xa. [1], mpaypatonoinoav MpooopoOoElg POL|G 08 KEPAAL] EKTOIMONG KAt
xpnowpomnoinoav to dtadedopévo yla napopotleg nepurtmoetg povtedo €mdovg Cross-WLE. To

POVTENO aLTO TEPLYPAPETAL ATIO TIG TIAPAKAT® OXEOELG:

1no(T) 1)
1+ Mo(My /o™

n(T,y) =

—A,(T —Tr) )

no(T) = Dy exp [m




ZappPag Orkovouidng, «Aumdwuatiky epyacia»

1, A1, Az, D1, D2, D3 otabBepeg too vAkod

1 puBpog drarpnong

T XPOVOG YaAAP®OONG

Avrtiototya ot Ases Akas Mishra, Affaf Momin, Matteo Strano xat Kedarnath Rane [10] xat

alot [11][12], npaypartonoinoav IPooopoi®mor) PO1g PEod OTO AKPOPLOLO TOL EKTLIIMTI) KAl
eCrjyayav otaypdappata petaBolng g mieong Kat Tov 1§mdovg yia TOIMKEG TIHEG TAPAPETP®V
Aettovpytag kat yia bAd PLA xat ABS. Optaxég tipég oTig IapapeTpong eKTOIOONG OIIMG 1)
dvvapn e€wbnong oe oxéon pe Vv TaxLITA EKTOHKOONG ava@épovtat otn [15]. Ot tipég avtég Oa

Xpnotporotnfoovy yla v TEKPNPieon ToV aroTeAeOPdTOV TG IIPOOMHOI®ONS.

1.3.2 Texvoloyia eKTON®O1G 0OVOET®V DAMIK®V

I'a mv xataokeor) tepayiov aro obvOeta LAKA pe TPLodAoTAT €KTOI®MOL DIIAPYOVV
dagopeg pébodot avaloya pe tov eSonmhtopd alAda kat to otddo oto onoto Ba yiver i avapin

TOL HOADPEPOVG e TO DAKO evioyvorng dnAadr) Tig tveg.

Ou Katarzyna, Elbieta x.a. [2], ovovowiCoov avtég tig pedodovg, Tig OYeTKEG pe TNV
texvoloyia e§wbnong vAkod mov aAPoPd KAl TNV IAPOovOod epydoid. Ymdpyet 11 dovatotmta
KATaoKevng Tepayinv amod ovvieta vAkd pe pia ke@alr) ektonoong 1) pe 6vo. Emtong pmopet va
ylvel Kat epmoTtiopog Tov DAKOD evioXLONG PEOA OTO MOADHEPES, OTO AKPOPLOLO PV Pyel TO

DAIKO AIIO TNV KEPAATL). 2TV TeEAevTAla IEPUTTMOL £XOVE OLVEXT] tVA Y1 DALKO €VioxDLOT|G.

Onwg avagepoov ot Fuda Ning, Weilong Cong, Junhua Wei, Shiren Wang, Meng Zhang
otV avagopd [3], 1 mapaockeovt) g IPmTHG LANG yla KATAOKeLY] ovvletov tepayinv, yivetat pe
avapn opaipdiov(pellets) mMAaotikov kat koviav wvev avipaka otnv embopnt) avaloyia

péoa oe e0keg ovokeveg avapdng. Emetta to piypa doxetevetat oe exPoleig (extruders),

Second extrusion

Plastic pellets
Filament
Carbon fiber -
DB et —{_FDM 3D printer |——

Ewova 1.1 ITapaokeor) vijpatog covletov vAukon




Kegalaio 1. Eroaywyn

ewbeitat oe popen) vijpatog kat ToAtyetat oe KapovAt kat dwatibfetat mpog XPr)|on 08 EKTLIMTEG.
2V ev AOym avagopd, peletr)fnke 1) emdpacn) Tov II0o0oToL WAV KAdmg Kat ToV S1aotdoemV
TOVG, 0 PNYAVIKEG O10TTEG TOV TEPAYI®V ON®G TO Opto Bpadong, To Oplo dlapporg, T0 PETPO
ehaotikotntag, n oxkAnpomta kai 1 ehatotnta. Xy [4], ot Kok xat Tze, pehétnoav xat
KATAOKELAOAV HPNYCAVIOHO IIPOCAY®DYIG KOVIMV VOV EINAVE OTO MOADHEPESG TNV ®dPd TG
EKTOIIOONG X®PI§ Opag va avapetyvoetat. Kabwg 1o extonopévo tepdyto £xet mopmoeg, ot iveg
£PXOVTAl Va KAADYOLV avTd Td KeVA KAt va evioxbooov v avtoxt tov tepayiov. Ot Khairul
Izwan Ismail, Tze Chuen Yap, Rehan Ahmed [5], mpooGiopifovv Tpelg TPOIIONg eVODPIATOONG
KOVI®V VOV evioyoorng oe ektonopéva tepayid. ITpwv mv extonwmorn pe avapelln pe TAaotika
o@apidia, KAtd TV EKTOIOON PEOA OTNV KEPAAL] 1) TO AKPOPLOLO KAl HETA TNV €KTOIMON)
avdpeoa otig otpwoelg tov moAvpepovg. Ot Khairul Izwan Ismail, Suganti Ramarad xat Tze
Chuen Yap [6], kataokedaoav pryaviopd Sooopétpnong oL IPooETel eIt TOIIOL TV ®PA T1g
EKTOIIOONG 1VEG EVIOYDONG AVAREST OTIG OTPWOELG TOL TOADPEPOVLS. O pnxaviopog tomobeteitat oe
EKTOIIOTY] X®PIG VA AAAOI®VOVTAL Ol dLVATOTNTEG TOL OXETIKA HE TOV OYKO Kl TV TayxLuta
extonoong. Kat oe avu) mv mepumtoon Oev mpoPAémetal avapen tov weov. v [7],
MEPLYPAPETAL O TPOIOg Onuovpyiag vipatov molvipomvAevioo (PP) yia extoneon pe
dlagopetikeg KAbe POPA MEPLEKTIKOTNTEG KAl HETPETAL OTO TEAOG I HPIYCVIKI] AVIOX] T®V
detypdarwv. H avdnon tov mocootod wvaov covodevetal amod avdnon g avioxng pexpt to 22%
al\a enetta napatnpeitat mtoor). H peiln tov dvo ovotatikeov npayparomnoteitat oe exPoleig
durhod koyAia. Ztnv [8] avagepovtatr ot Tpelg evaAllaxkTikol pnyaviopot ywa v embnon
IAAOTIKOD O EKTLIIMTH IOV £lvat 01 TOIIOL CLPLYYAS, VIJATOG KAt KOXAla. Avapelln oopatidiov
L€ PELOTO EMITLYXAVETAL PETASL AN®V KAt pe oTaTikoLg avapeikteg [13] mov eivat oookevég oo

tonnofetovvtat in-line ot Swadwkaoia.

1.4 ITepiAnyn ke@alai®v

210 20 xe@alato 1ov akolovbet, mapovoidlovtal ot emtd Paoikeg pebodot tprodidotartng
EKTOIMONG KAl Ol KAAOOIKEG KATEPYAOLEG He APAipeDt) DAKOD. ZT0 30 KEPANALO IEPTYPAPETAL 1)
oopfoAr] tov vroloyiotr) oty oxedidaor), KATAOKELI] KAt BeATIOTONoinNon TV Ipoloviov pid
dradikaota mov emxparet armokAeloTikd mAéov e0m Kat dexaetieg. AKOAovOel TO IPAKTIKO PEPOG
ornov oto 4° xepdalalo mapovotaletal kat avalvetat 1 dwadikaoia oxediaong tng Ke@aing
EKTOIIOONG PAOH TV IpodtaypdpmVv 1ov Tifevtat. Zt1o 5° ke@dAato akoAovbel n avaivon g
KATOOKEDIG, € TV DAOIIOLN 0T TG IIPOCOHOI®MONG POT|G KAt TNV eay®@YT] OOPIIEPACHAT®OV Y1d TV
Aettovpyla. 210 6° KEPANALO PENETATAL I KATAOKEDT) COPPOVA HE TG PEHODODG KATEPYATIOV IOV
AvVA@EPOVTAl 2° KeQPANAIO KAl YIVETAl Pl eKTIPNOI TOL KOOTOLG KATAOKeLNG. Téhog oto 7°
KEPAAALO TIAPOVLOLACOVTAL YEVIKOTEPA OLPIIEPACPATA KAt IIpoteivetal peAhovtikr) dovAetd Kat

eGeAdn) g mapovoag epyacias.




KEDAAAIO 2

Katepyaoieg pe IIpooBeon xar A@aipeon YAikoo

2.1 Ewoaywyn

Me tov opo «Tpwodudotary Extonwon» 11 alwwg «Katepyaoia pe ITpoobeon vAuov»
EVVOODE TIG OVYXpOVeg avtég pebodoug pe Tig omoleg pootibetatl éva oTpopa DAKOL IAVG O
éva aAAO Og PLa EMPAVELA DIIOOTHPLENG e OKOTIO T1) dnpiovpyid TEAKOD TePayion 1) IPOTOTOIIOD
Kat yU aovtod xpnowponoteital kat o 0pog «Tayeta ITpotononoinon» [21]. Ze avtibeon pe v 3A
EKTOIIOOT, OTLG KAAOOIKEG KATEPYAOLEG £XOVE APATPEDT) DAKOD AIIO TO AKATEPYAOTO TEPX10 HE
dlagopovg Tpomovg, ovvH g TG TIEPLOOOTEPES POPEG e KOIIL| XPIOIHOIOIOVTAG €VA KOIITIKO

epyaleio to omoio agatpel LAKO IAPAPOPP@®VOVTAG IAAOTIKA TO AKATEPYAOTO Tepdyto [16].
2.2 Katepyaoieg pe IIpooBeon YAikoo - 3A Extoniwon

2.2.1 Tomot 3A extonmong

1. E{wOnon vAikod (Material extrusion)

Eivar 11 mo ©&wadedopévn katr owovopkny pebodog 3A extdnmong xat yU  aoto
xpnowpornoteitat arrd MoANoDS oKlakovg xprjotes. To VAKO oo ovviBag dratibetat oe KapovAL,
npowbettat and xatdAMnlo pnyaviopo (PA. Ew. 2.1) kat eSobettatl péoa anod akpo@pvolo oo
Ppiloketar oe vynAry Oeppoxpaocia. Xt ovvéxela evamotibetat oty tpanea eKTOIMONG KAt
IIPOOKOAAATAL IAV® O€ ATV 1 OTO IIPONYOLHEVO OTP®HA DAWKOL 1oL 1101 virdpxet. To LAKO
torrobeteital 0To 0®OTO Onpelo pe T OXETIKY] KivIon TOL aKpo@Lotov Kat thg tpamnelag. Eivat
kaboplotikng onpaociag ot Oeppokpaocieg tENG TOL LAIKOL Kat TG Tpdmedag eKTOIMONG KAt 1)

Iieon (mpéret va etvat ooveyopevr Kat otabepr)) pe v onoida rmpowbet o prnxaviopog 1o VAKO




Kepalaro2. Katepyaoieg pe Ilpdobeor ka1 Apaipeot vlixod

HE0A OTO AKPOPOOLO MOTE VA IPOKOYEL OMOTI) dOpr| 0TO TEAKO Tepdy 0. AToOIOeTal PE Ta AP KA
FDM (Fused Deposition Modeling).

2. IloAvpepropog oe de§apevy (Vat photopolymerisation)

Ze avt) ) pebodo mov etvar yvwotr) wg SLA (ZtepeoAboypagia), vypr pntivi oo
Bploxketat peoa oe deapevr), dexetatl OMIov ATIATTEITAL OCOPPOVA HE TO HOVTIENO, VIIEPLMOES PMG
(UV) xat apeoa otepeonoteitatl pe molvpeptopo (PA. Ew. 2.2). Yrdpyet mat@oppa eKTOIOONG
10V petd amo Tt Snpovpyia pag otpmorng, KatePfaivet yia va vmodextet v enopevi). H 6éopn)
P®TOG KatevOLVeTAL pe T Por|feta KaTtOITPOV 0to 0WOTO onpeto. Emedr) 1o vAKoO eivat vypo,
IIPOKDIITEL ] AVAYKI Y1d EKTOIIMOT] EKTOG TOL KAVOVIKOL HOVTENOD Kat Sopr)g vrmootr}piéng 1) oroia

peta npenet va agaipebet.
3. Zovtyly oe Tpamela Xxovyg (Powder Bed Fusion - PBF)

e aotjv 1) pédodo (PA E. 2.3), 10 bAKO Pploketal o KOVIOPTOIIOUMEVT] LOPPL] Péoa O
KATAAANAO X®OPO KAl AITADVETAL P EO1KO P XAVIORO IIAVE® 0TV TAATPOPHA EKTOIMONG HLETA ATIO
) Snpovpyia kabe otpmong. H Oeppotnta mov anatteitat yia ) oOvingn tov bAKoo, mapéyetat
amo laser 1) anod 6éopn nAextpovinv. Ot drapopeg mapalayég g pebodov eivat ot SLS (Selective
Laser Sintering - Em\extixr) mopoovoownpdatoon pe Aéwlep ) yia molopepr), SLM (Selective Laser
Melting - Emextikry S pe Méwlep) ywa pétaila, DMLS (Direct Metal Laser Sintering -
Amnevbeiag mopoovoompatmorn petd oV pe Aélep) yia pétara kat EBM (Electro Beam Melting
- T1)8n pe 6¢opn nAektpovimv) yia peTtalAda.

4. Extodevon Yhixoo (Material Jetting)

Ta vAkd oo xprotponolovvTal edm elvat Kupimg Kepid Kat moAvpepr] Kabmg extoSevovtat
pe ) popery otayovidiev (BA. Ew. 2.4) oe oovexr) n xat” anattnon poper| (Drop on Demand -
DOD). H pebodog poradet pe v ektdnmor) peAaviov otig 0vo dtaotdoelg nave oe yapti. Ta
OTayovidla Tov LAKOD HOAIG IECOLV OV EMPAVELN EKTOIIMONG OTEPEOIIOIODVTAL KAl HE TI)
dnpovpyla puag otpmong, 1 empdvela vroyepel yla va dextel myv emopevn. To tepdyto
Xpetadetatl emIAEOV OKAIPOVOI) HE DIIEPLOES PG,

5. ExtoSevon Xovdetikod YAikoo (Binder Jetting)

Me 1t pebodo tmg exTOSenONG OLVOETIKOD DAKOD, TO TEAIKO TEPAXLO AIOTEAELTAL ATIO TO
KOVIOPTOIIOU|EVO DAIKO HOD DIIAPXEL OTO XMPO EKTOIIMONG KAO®G Kat artd 0 oLVOETIKO DAKO
IIOL EKTOSEVETAL KA ITOL etvat o vypr) pop@r) dSnAadr) ta Gvo LAA ovvonapyovv. H extogevon
TOL OLVOETIKOD DAKOD YiveTatl pe IAPOPOlo TPOIIo Onwg Kat ot pédodo Material jetting dnAadr)
pe Beppikovg 1) melonAexktpikovg enevepynteg. H xepalrn) extodevong kiveltat nave amod v
EMPAVELT EKTOIMONG KA EKTOSEDEL 0TO KATANANAO O1jieto To oLVOETIKO DAKO. Me avtr) 1) pébodo
IIPOKDIITOLY €VKOAA MOADXP®HA Tepdyta. [evikd ta Tepdyla £Xoov MePLOPLOPEV] aVToXT) Kt
Aettovpyotnta ald dev amatteitat LIOOTPEN KATA TV EKTOI®OL OIKG Kat oty pébodo pe

oovt&n okovng. Avagepetat kat og pebodog 3DP kat avamtoxOnke oto MIT (BA. Ew. 2.5).

8
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Support material filament —\
Build material filament

]

Extrusion head
Drive wheels
Liquifiers

Extrusion nozzles
> \_,
Build platform .

Support material spool

[\

Build material spocl _\o

Ewova 2.1 E§wfnon oAukod

Copyright © 2008 CustomPartNet

/ Lenses

Laser beam
/ Sintered part

Laser /

Leveling roller

Powder feed
supply

Powder feed piston
Powder feed piston

Build chamber
e Powder feed supply

Build piston Copyright © 2008 CustomPartNet

Ewova 2.3 Zovtnén oe tpanefa okovrg

/ Liquid adhesive supply

Inkjet print head

Powder
feed supply

Powder feed piston Build piston

Build chamber

Copyright © 2008 CustomPartNet

Ewova 2.5 Exto€evon oovietikod vAikoo

Lenses

‘1

K ¥ scanning mirror
Laser beam
/ vat

Liquid
p'ri‘ot'opcly mer

Laser /

Elevator m——

o

Sweeper

Layered part

Build platform
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Ewkova 2.2 ZrepeoMbBoypagia SLA

Particle collector

Heated
reservoirs

Plane milling head

— Ll"é‘éi print Build material

'Support material
Part support
Part

Build substrate
Build platform

Copyright & 2008 CustomPartNet

Ewova 2.4 Exto§evon vAikoo

Laser beam

Metal powder
& Shielding gas
Powder feeding gas ol

-

Deposited layer =1 DED direction

Substrate -Melt pool

Ewova 2.6 Evanofeon pe xateofovopevy

evépyela
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-y

Heated roller

Mirror
\ A’} Laser beam
A{/}(-Y moving optic head

Current layer

Part layer outline and crosshatch

Previous
layer

Material e—gm

sheet P F
s <
T Av‘
-

Material e | “v;‘\
supply fol \\\\/)/ Layered part:
and support material
Platform

Ewova 2.7 ZTpodpdtmon bAKoo

€ —— Waste take-up roll

Copyright © 2008 CustomPartNet

6. EvanoOeon pe xatevOovopuevy evépyera (Directed Energy Deposition - DED)

ITpoxettan yia pa mo odvOetn Kot TOAVIAOKL S1adKaoid TPLOdIACTATG EKTOIIMOLG TIOD
xpnowonoteitat koping ya emotopbwnon PAaBav 1) ateAei®v og DIIAPXOVTA TEPAXLA 1) IIPOOONK
VAKOD Og avTd. Yndpyet éva Katevfovopevo oe 1e0oepig 1) Kat Iévie dasoveg akpo@ovoto (PA. Ew.
2.6) oo evarofitel T0 DAIKO MPOG EKTOIIMOT MAV® OTO Tepdxto. To VAKO propet va etvat oe
pop@r] obppatog 1 okovng. Me avtr) T pédodo propovv va exton®dovy OAa ta LAKA aAAd
koplog epappoletat ya peétala. H mSn tov vAkod mdve oto KOppdtt yivetrat pe 6¢opn
nAextpoviov 1 Aéwep. Zovridwg to meptPaAlov yopm amod To onpelo IpootateveTal pe adpaveg
at¢pro. Emmpoobeta, 1 pébodog xdamoteg popég amattel katepyaota apaipeong vAkoo (ko) oe
gPYAAELOPNXaVT)) Y 1) IIPO0dooT) g TeEAKIG pop@r)s. [Tapariayég ot v ovopaoia tng pebodoo
etvat ot Laser engineered net shape - LENS, Direct metal deposition - DMD, Directed light

fabrication, Electron beam freeform fabrication — EBFF xa.
7. Z1popatwon O wv (Sheet Lamination)

Zmv otpopdatoon @oMev (PA. Ew. 2.7), xpnowponoteitat omotodnmote LAWKO etvat
drabéoo oe pOAa kat apod cvLyKoAANOel To IPOTO OTPOUA OTNV EMPAVELA EKTOIIM®ONG, Pl
KeaAn) Aétlep KOPet TO IPOPIA EITAVE OTO DAIKO. ZT1) OLVEXEL EMKOAMNITAL VEO POANO Kat KOPetat
TO IIPOPIA TOL ENOPEVOL EMUIEOOD ITAVTA PACEL TOL KM®OKA. XT0 TENOG agatpeitat o mheovalov
DAIKO KOl IIPOKLITEL TO TEAKO Tepayto. Ia extonmon petdAAov, 1) OOYKOAANON TV QOA®V
yivetat pe vmepryovs. I'a xapti, mAaotiko xat dAAa, 1 xomr| yivetat pe Aéwlep. Avtiototya ot
péBodot ovopalovrar UAM - Ultrasonic additive manufacturing xat LOM - Laminated object

manufacturing.
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2.3 Katepyaoieg pe Agpaipeon YAikoo

- al — ‘»‘4 = o e
; e Tl = S \

Ewova 2.8 TTAavy (apotepd) - Pr@raxda eheyyopevog topvog (de8ia)
(Wikipedia)

Cutting tool

Motion of chip Motion of tool

Rake face (relative to work)
Original surface
New surface Negative

rake angle

2 Relief angle

Cutting edge of tool Cutting edge

Shear deformation

; Workpart
to form chip

Ewova 2.9 Tewpetpia kontikoo epyaleiov - (Wikipedia)

ZT¢ KAtepydoileg He agaipeon Ao, oe  edwkég prnyavég 1mov ovopdldovrat
«gpyaletopnyavég - EM» (BA. Ew. 2.8), amo axkatépyaoto tepdylo dagatpeitat LAKO pe
eNeyXOPEVO TPOTIO KAl ME TI) XPHOI KOITIKOL £PYAAEIOD, €101 MOTE VA MPOKLYEL 1) emOopNTH
pop@r] Tov TeAwkov Tepaxiov. H agaipeon tov vAkod ovpPaivel pe el0xmpnon oe avto Tng
KOITTIKI|G OKJI1)G TOD KOIITIKOD ePYAAeion TO OIOl0 MPOKaAel AAOTIKI) HAPAPOPPDOT) TOL DAIKOD
KAl pe T OXETIKI) Kivion Tov gPYalelov @G MPOg TO KOPMPATL IMPOKVIITEL 1] AIOTUNOL TOL

AarroPAITTOL (IEPLTTO DAWKO).

ATIO Ta TéAn ToL 1990 KAVOLV TV EPPAVION] TOVG KAl XPNOIHOIIO0DVTAL KATA KOPOV Ot
gpyalelopnyavég (topvog, epéla, MAAvn K.d.) PEXPL KAl TIG pEPeg pag, maifovtag Ip@TAPYKO
PONO otn 20 Blopnxaviklyy enavaotaon pe Vv Kataokeor] MAnfwmpag Plopnyavikov Kat )

MIPOTOVI®V avd ToV KOOHO.

Ze avtifeon pe ™y agaipeon LAKOD pE KOITIKO epydlelo, PETAyevEOTEPA EPXOVTAL VA
OLPIANP®OOLV TIG KATEPYAOleg avTég Mo ovyxpoveg pédodot ommg 1 nAektpodiaPpmor), n
vdpoxorr) Kat 1 Komr) pe katevbovopevn 6¢opn evépyetag (Aelep).

11
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2.3.1 Kontika epyaleia

Ewova 2.10 KovdoAa @plag - pwTo Seco tools

To xomtko epyaleio (PA. Ewk. 2.9) Grabéter pia 1) KAt meploooTepeg KOITIKEG AKPEG KAt
KATAOKeLACeTAl ard DAKO OKANPOTEPO Ao avto Mov Hpoopiletatl va xatepyaotel. H xomtk)
AKHI) XPNOWHELEL OTO VA PIIOPel VA e10X®Pel TO KOMTIKO PE0d OTO AKATEPYAOTO DAIKO KAl vd
agatpei To anoPAitto (ypeQr). H yeopetpla g KOOTIKY aKprg Kt KAT €MEKTAOH TOL KOIITLKOD
gpyaleiov etvatl kabopiotikng onpaociag kat avotnpd kabopiopévr. H yovia anoPAittoo - rake
angle a (BA. Ew. 2.9) xat n yovia eeobepiag - relief angle etvatl o1 dvo Paocikég yovieg oo
xpetaletat éva Kontiko yia va dovAéyet owotd. H mpawtn xprotpedet oty Ko Kat 001)y1o1) Tov
arnoPAiTTov ektOg TOL Tepayiov Kat 1 devtepn OV AIOPLYI TPLPIG TOL KOITIKOD HE TO KOPPATL
KAl OtV ONPovpyild 0®OTHG TPAaXVOTTAG erm@avetag. AVAAoyd To DAIKO Tov Tepaxiov Kat to e1d0g
TG KATEPYAOLAG, Ol TIPEG TOV YOVI®V AVTOV AAAd KAt 0 dplipog T@V KOITIK®V AKP®OV ITOKIAODY

(epyaretia topvov, pplag, Tpomavia, ometpotopot KTA.) (BA. Ew. 2.10).

2.3.2 Yovlnkeg xomng

I'a v agaipeon tov LAKOD, eivat anapaitnto va kadoplotovv ot covinKeg pe TIg omoieg
Oa ytvet avtr) xat eSaptdrat anod o VAKO TOL KOPPATION, TO DAKO ToL gpyaleiov kabmg Kat aro

10 €1d0g KAl Ta XAPAKTNPLOTIKA TG EPYANELOPNXAVIIS.

Extog ammo ) oxetiki) Kivnon epyaleiov Kat DAIKOD MPEIIElL vd LIAPYEL KAl pid Kdpla
IIEPLOTPOPLKI] KIVNOT| PG ATPAKTOL IOV €iTe IPOOOEVETAL TO KOPPATL elte TO epyaleto (TOPVOG 1)

epeCa avtiotoya). Onote mpoxbdITOLY TPELg oLVOr|Keg KOTITG:
> H xorrtikny taybdtta Ve oe m/min
» H npoworn xomnr|g F oe mm/min
» To Babog xomr)g a oe mm
H xorrtikn) taydtta oovogeTal pe Tig OTPO@PEg TG ATPAKTOD [HE TI) OXEOT)

v _n*D*S
¢~ 1000

omov D 1) Stapetpog oe mm Kt S 1) IEPLOTPOPIKI) TAYOTNTA TG ATPAKTOL OE Ipm.

Ewdwa ya to ppelapiopa, 1) mpowmon PIopel va ekppaotet og

12
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Ewova 2.11 daceoloyro topveoong - OA Kpipmévng [16]

F=zxf;%§
0110V Z 0 APBPOGg TOV KOITIK®V AKPOV — OVTI®V ToL epyaleiov Kat fz 1) Ipo®or) avda dovTt.
Emiong ywa v topvevon 1 npowor) xorr|g F divetat oe mm/otp.

Ot 1petg ovvOnkeg Komrg Aapfavovtat amo To XEPLoTy TG EPYANELOPNXAVI|G | AIIO TOV
HPNXAVIKO IIOL DAOMOIEL TOV TEXVOAOYIKO IPOYPAHHUATIONO amd mivaka oo Oabétet o

KATAOKELAOTHG TOL KOITIKOD epyaleiov.

2.3.3 TexvoAoy1KOG IPOYPAPHPATIONOG KATEPYATLAG

I'a mv xataokevyy evog tepayiov, oovifwg amaitodvIal DAPAIAV® ThG Hag OladoYKEG
PAOCELG KATEPYAOLOG MOV ONHAivel HAPAIIAV® TOV €VOG KOMTIKA, AAAAYI| OtV IIPOOdE0 TOL
KOPHATIOL Kal QuoKd dtagopetikeg kabe gopa ovvlrkeg xommg kot otpatnywkes. Oha ta
IAPATIAVE DAOIIOIODVTAL KATA T1) PAOT] TOL TEXVOAOYIKOD IIPOYPAPHATIOHOD KATEPYAOIAG IO
TODG APHOOIODG PNXAVIKOVG £1Te MPOKELTAL YA KATAOKELI] O OLPPATIKY] pnyavy) eite oe cnc.
IpaxTikd o TexVOAOYIKOG IIPOYPAPHATIONOG AIIOTOII®VETAL O éva paceoloyto (BA. Ew. 2.11). Me
TOV TEXVOAOYIKO IIPOYPARHATIONO EMALYETAL 1] KATAANAL EpYAAELOPNXAVT), O TPOIIOG IIPOOOEOT|G
TOL TePAXIOL Og ALV, T KOIITIKA KAt ot ovvOrKeg Kat ot otpatnykég yia va bAorow et kdbe

@paon.
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KEDAAAIO 3

Xxediaorn, Avalvon xat Kataokeon pe ) Porbera
vnioAoytot) CAD/CAM/CAE

3.1 Evoaywyn

211G pepeg pag, ot Propnyavieg dev pmopovy va avtaneSEAbovy oTov aviaymviopo eKTog
edV Ta MIPOTOVTA MOV MAPAYOLV £XOLV KAAI MOOTNTA PE XAPNAO OOVAPA KOOTOG KAl PIKPOLG
Xpovoog avarrtodng kat napadoong. ITapaAAnAa, n avdmtoln T®v LIOAOYIOTOV MOV MAEOV
drabétoov moAL peydAn eneSepyaotikr) 10x0, a@Oovr pvijn KAt eVIDIOOLAKA YPAPLKd, Kabiota
TV LAOIOINOI DIIOAOYIOPH®AV AN KAl AAAGDV IOADIIAOK®V HIXAVOAOYIK®OV £PYACIOV OIGG 1)
oxedlaon kat Kataokevr), omobeor OXETIKA €OKOAN HELOVOVTAG £TOL TO OLDVOAKO KOOTOG
avamntodng toov mpoiovtog. Kata tov xokho avdamrtodng mpoioviog, ot Texvoloyieg IIov
XPNOOIIO0LVTAL HEPLYPAPOVTAL ATl Tovg opovg Computer-aided Design (CAD), Computer-aided
Manufaturing (CAM) xau Computer-aided Engineering (CAE).

3.2 Computer-aided Design (CAD)

3.2.1 T'evika

Me tov opo Computer-aided Design, voeital 1 oxedlaon AVIIKEWEVOV XPNOOIOIDVTAG

NAEKTPOVIKO DIIONOYLOTI) KAl AVAPEPETAL OE

1. Ex véov oxedlaon avtikeipévav, dnAadr) oty vAoroinon piag véag 1deag yia KArmoo
IIPOTOV.

2. Tpomnomoinon ovrnapyxovieov oxedimv mov oovpPaivel otV MeEPUITOON ILY. NG
Hapaywyrg pag PeAtiopévng 1 avabeopnpévng €k000mng evog mpoiovIog OIov
aAAafovv KAIold eMEPOLS XAPAKTPLOTIKCL.

Zxeotaorn) oe Ovo Kat tpetg draotaoeig (2A xat 3A).

ESaywyr) extonootpov oxedi®v yia KaTaoKeor).
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ZappPag Orkovouidng, «Aumdwuatiky epyacia»

Ta napandve vAomowovvrtatr oe Aoyopwka CAD ta omota xpnotpomnolovv KatalAnAeg

B1PA0OnKeEG AOyIOpIKOD yempeTpiag, yia va mapdayovy 3A kat 2A YE@PETPIKA avTikeipeva Kat

povtéla. Zta Aoyopkd avtd, oovifwg oopnepthapPavovtat kot epyaleta avalvorng (Finite

Element Analysis) kabwg xat Aoytopuwa CAM.

3.2.1 T'e@peTpiki) poviehomnoinon)

Ia wm Oonpwvpyla oxediov otov LIOAOYLOTI), XPNOWOIOoloLVTIAL OldPOopPeg HOPPES

YEDPETPUKIG HOVTENOIIOONG:

Movtelomoinor) tonov «ovppatog» (Wireframe): Anetkoviovtat povo ot akpég -
KapmodAeg Tov oxediov.

Movtehomoinon pe empaveteg (Surface modeling): Zto oxédto anewoviovtat povo
Ol eCOTEPIKEG EMUPAVELEG TOD AVTIKELPEVOL XwPig va divetat mAnpopopid yla 1o
E0MTEPIKO TOD.

Movtehomnoinor pe oteped (Solid modeling): To avtikeipevo amnewkovietat A P®G.
[Tapapetpikr)  povtelomoinon  (Parametric  modeling):  Tivetat  xpron

d1aotactoAOyNong KAt meploplopaV.

Koarta ) oxediaor), emxpatody 600 Pacikol TOIOL YeDUETPLKI)G HOVTEAOTIOONG.

R

Ewova 3.1 CSG Constructive Solid Geometry - Movte\onoinon)
HE oTeEpEQ
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Kepalaio3 . Zyeodiaon, Avatvon xar Kataoxeor) pe v forBeia vmodoyrory CAD/CAE/CAM

Ewova 3.2 B-Rep Boundary representation - Movtelomoinon pe
EMPAVELEG
Movrelomoinon péow orepewv (CSG - Comstructive Solid Geometry). Me avtov tov TOIO
povtelormoinong, ta TeAkd poviéha oovtifetat amnd arm\odotepd POVIEA OIS ALTA TOL KVPBOV,

1oL KDALVOpOoL Kat aAMw@V otepenv. H ovvOeon npaypatomnoteitat pe teheotég Boole (BA. Ew. 3.1)

Movreloroinon péow emeaveiwv (B-Rep - Boundary representation). Edw, 10 povtélo
dnpiovpyeitat amod MV Eveon TV eOTEPIKOV TOL empavelmv. Apykd oxedialovtat ot
eCHTEPIKEG EMUPAVELEG KAL OTI) OLVEXELX EVOVOVTAL PE KATAANAEG evTolég (knit) oto oxedraotiko
neptpalov. Tavtoxpova napéyetat n GvvVATOTTA TG IPOOO00IG OYKOD - DAIKOD 0 TEPIKA. (PA.
Ew. 3.2)

3.2.2 H ¢vvoua tng nmapapetpikng oxediaong

Zta ovyxpova Aoylopika oxediaong, To povtelo amaptifetat amno éva cOVONO OVIOTHTOV.
H xabe ovtotnra (2A oyfjpata, emipaveleg KTA) MEPLYPAPETAL A0 MAPAPETPOVS OTIG OIOoieg
11poodidetat kamola tipny. Ot d1aotdoelg oL AIIOTEAODV TIG MO ONHUAVTIKEG IAPAPETPOVS PLAG
ovtottag tov oxediov, otav aldlovtat, o avaoyxedtaopog ToL POVTENOL yivetatl avtopatd. Aev
xpetadetat To oProo AKP®V Kt 1) oxediaon) ek veoo, alAd 1) aA\ay1) OTLG TYEG TOV IAPAPETPAOV.
‘Etot e§owovopeitat xpovog Katd TV apyko oxedtaopo ald Kat Katd Tig avabemprjoetg evog
oxediov. H mapapetpikotnta ovviotarat kat oe aAeg dovatotnteg oo IapeXooV Ta AOYLOHIKA
oxedlaong On®g g MPOog Td IMo® PETAKIVIONG XPOVIKA TG KATAOTAONG Tov oxediov yla wmyv
IIPAypatoroinon aAaymv Kat avaoxedlaopod 1oV enopevev @doeav avtopara. Emiong, n
XP1o1 eSlO®OE®V e TI§ ortoieg oLVOLOVTAL Ol IAPAPETPOL TOL 0Xe0ioL, aAAd Kat 1) dvvatotta

dnpovpylag mapalAay®v avtov, OLVIOTOLY HAPAPETPIKOTTAL.
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ZappPag Orkovouidng, «Aumdwuatiky epyacia»

3.3 Computer-aided Manufacturing (CAM)

Me tov 0po CAM, voeitat 1 xprjon AOYIOHIK®OV Y1d TV KATAOKED) 1] KATEPYAOLA TERayimV.
Me 1 Porfeia avt®v tov Aoyopikov, eivat dovat) n Onplovpyia OtadoxKav @aoemv
Katepyaoiag (paoceoAoyla) ota ornoia opiovtat ta KOITKd epyaleia, ot oovOrkeg xomr)g kabmg
Kat ot otpatywég xatepyaoiag. O vmoloyiotg exel ) dovaromta va aviyvevoet mbavég
OLYKPOLOELS TOL KOMTIKOL epyaleiov vmoloyifovtag axkpipwg TV TPOXWI TOL KAl vd

MIPAYHATOIIOW)0El IIPOCOPOIMOT] TNG KATEPYAOLAS e EVIDIIMOOIAKA YPAPIKA
H nopeta epyaotag ota Aoyopuwa CAM vAomnotettal pe ta napakdte Paoka Prjparta

e FEwayetat 1o 3A povtého

e Kabopifovrtat o1 Staotdoelg Tov akatepyaotod VAKOL (stock)

e Em\eyetatn epyaletopnyav)

e Em\éyovtat ta komtikd epyaleia

e Opilovtat ot dSradoyikég paoeig Katepyaotag

e Eméyoviatr ot otpatnyikeg katepyaotag yia kdbe @don (exyovoplon,
NPLAIIONEPUT®OL) , AIIOIEPUTMOL))

e Extelettat 1) mpooopoicnon

e To npoypappa e§ayetl OTATIOTIKA Y1d TIG KOTIEG (XPOVOL KATEPYAOLaQ)

e Efayetat o kwdikag mov Oa exteAeotel 0TV PYANELOPNXAVT)

3.4 Computer-aided Engineering (CAE)

Me tov opo “Computer-aided Engineering”, voeitat 1) xprjon mponypévov AOyIOpIK®OV yid
NV avdaAovor) Kat PeATiotonoinorn tov oxediov Tov IPolovTog Katd Tov KOKAO avarrtodng. Tetowa
Moyopka eivar ta COMSOL, ANSYS, ABAQUS k.a. Me ) xprjon aot®v @V AOYIOPK®Y,
EMITOYXAVETAl I IIPOCOHMOI®ON KAl davdAvon TG OLHIEPLPOPAG €VOG  ODLOTHPATOG, 1)
BeATiotomoinon puag 1 Kat IEPLOCOTEPOV HAPAPETP®V TOL 0xedlov IIPOTOL @TLaxTeEl TO
np@totoro. Anladn) amo Vv apylkly 0&a pEXPL KAl TV OPLOTIKY] HOP@L] TOL HIPOIOVTOG,

eSOKOVOpELTAl XPOVOG KAl XPHHA IIPLV AIIO TOV HPOYPAPPATIONO TG IAPAY®YI] TOV.

O texvoloyikog oxedraopog (CAE) ompiletal oty avAaloor] HENEPACHEVOV OTOLYEI®V
(Finite Element Analysis - FEA 1) Finite Element Method - FEM). IIpoxettat yia pia pébodo pe
TNV omnotid eMADOVTAL IIPOOEYYIOTIKA e T Bor)feta Tov NAEKTPOVIKOD DIIOAOYLOTL], 01 SLAPOPIKEG
elOMOELg TIOL IEPLYPUPOLY PAONPATIKA TV KATAOTAON Kot Aettovpyia tov vrmod oyediaon
povtéloov. ['a napdadetypa, peletdatatl acpoOLVAPIKA 1) HOP@PI) OV TIPEIIEL VA £XEL 1) AEPOTOHN
€VOG ALTOKIVI|TOD WOTE ALTO Va eppavifel ovykekpipevn oopmepipopd. H por) tov ag¢pa ydpw armod
TV agpOTOpL), HePLypa@eTal aro Tig eSlomoelg Navier - Stokes mov wg yveoto dev priopoovv va

emAvboov avalvtikd. Etoy, n enihvor) yivetat mpooeyylotikd pe ) xprjon Aoyiopikod CAE.
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Kepalaio3 . Zyeodiaon, Avatvon xar Kataoxeor) pe v forBeia vmodoyrory CAD/CAE/CAM

2TV avdalvon) MENEPAOPEVOV OTOLYEI®YV, Ol OLaPOPIKEG S10MOELG TIOL MEPLYPAPOLY TO
poPAnNpa, petarpérnovrat oe ovotnud alyePpikmv [14] eSlomoemv O1ov ot teAevTaieg emAvovtal
OXETIKA €DKOAA arIO TOV NAEKTPOVIKO DIIOAOY10TI) AAAA IIpooeyylotikd, Boowdalovtag eva pépog
NG AKPIPelag TRV AIIOTEAEOPATMOV IOV OTA IIPOPAIATA TOL PIXAVIKOL elvat Eva oxeTko Jrtpa
Kat evolagépet oto Padpd moov 1o mpotov mAnpet tig arnatrtovpeveg npodiaypapés. To CAE, wg
Paowo ovotatkd g oxediaong evog MPoioviog, LAOIHOlEITAl KLPi®G o Tpla otddia: v

TpoemeSepyaoia — pre processing, v emiAoon - solving Kat v peremeéepyaoia — post processing.

3.4.1 Ilpoeneepyaoia

Kata wmyv npoenefepyaoia, o pnyavikog ewoayet (input) oto Aoylopko Ta anapaitnta

otolyeta exetva yla va npaypatonou)bet 1) ermthoon aro Tov DIIOAOY10TH).

e Kabopifetat 1n yeoperpia 1 omoia pPeAetdtal KAt IO aIOTEAel TO
DIIOAOYOTIKO T1EQT0.

e To vroAoyloTikO medio Y@PIeTal o eMPEPOLS PIKPA HI| EMKAANDITOPEVA
otolyela mov aroteAovV To MAEYpdL.

e Kabopifovtat ta diapopa @uowd @atvopeva mov AapBavoov xopd, Ornmg
pOI1] PeLOTOVL, petadoor) Oeppotntag, PapoTikda 1) NAeKTPIKdA media Kd.

e Oplopog TV DAIK®OV TOD POVTEAOD

o Kabopiopodg tov oovinkev tov IpoPArpatog oo emkpatody otd Opla 100
OLOTIPATOG (OLVOPLAKEG 1] OpLaKeg oLVONKES) ON®G TaxLTNTA 10000V T1)g

porg, rieon otnVv ¢0do KTA.

Ze eva IpoPAnpa vrroAoyloTiki)g pevotopnyavikig ya napadetypa (CFD - Computational
Fluid Dynamics), n Abor mpoxovmtel amo ToV LIOAOYIORO TaxLTNTAG POorng KAt IMieong oty
Aan\ovotepn) IePLIT®Oor), 0e KOPPovg péoa ota oTotyela Tov IIOAOY1OTIKOL 1ediov. Oco mo moAa
elvat Ta otoyela mov yopiletat 1) yewpeTpid, TO00 Mo akpiPrig etvat n Ador) oo mpoKvIrtet. Avto
Op®G onpaivel 0Tt amatteitat PeyaldTEPOG XPOVOS DIIOAOYIOHOD KAl KAADTEPOG NAEKTPOVIKOG
DIIOAOY10TIG. ZTNV HPASH EMOIMKETAL TO MAEYHA VA elVal AeIITOPEPETTEPO OTA ONpELa TTOL 1) POT)
Hapovotddet 1O1aLTEPOTITEG KAt OTO bIIOAOUIO MedL0 Ta oTolyela va eivatl peyalotepov peyédoog

Y1d Va §01KOVOHODVTAL DIIOAOY10TIKOL TOPOL.

3.4.2 Emilvon

Ano 11g Srabeopeg texvikeg aplOpnTkng emAvong, autr) MoV CLVAVIATAL IO CLXVA OTd
yvaotd vriodoyotikd naxéta CFD, etvat ) pébodog nermepacpévav OyKov. Ze YeVIKEG YPAPHES,

ta Prjpata mov akolovBodvtat Ao avtov Tov akyoptdpo etvat Ta NapaKkato:

¢ OMoxA)pwor) TOV SAPOPIK®OV ESLIOMOEMV TG POI)G Ot KADe £va Memepaopévo OYKo

(cell) Tov vrioAoytoTiKoL mediov
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ZappPag Orkovouidng, «Aumdwuatiky epyacia»

e Awakptronoinon - Metatporr) T®V e§l000e®V IOV TIPOEKLYAV OTO IPWTO Prjpd, o€
ovoTpa alyeBpK®V eSlonoe®V

e Enitlvorn tov ovotjpatog alyePPkaV eSlomoemV [ eMavaNnIrTiky) pédodo

To peydlo mheovéxktnpa g peboddoL TRV IMENEPATPEVOV OYKOV EVAVTL TV AA®V 10000V
CFD, gyet va xavet oto 0Tt Paocifetat oty apxr) datrpnong tng evepyetag ya Kabe rmenepacpevo

OYKO IOV eivat Kat guotkd opho.

To ovompa alyePpikav eSlomoemv 1oL rmpokovIrtet Avvetat aro ta naxeta CFD pe diagpopeg
pefod0ovg pe TV mo dnpo@iAn va etvat n pebodog ermAvong TPdOay®VIoD YPAPPIIKOD OOUOTHATOG
(TDMA - tridiagonal matrix algorithm). Apxikda vmoloyiovtat ot tayotnteg Kat Emerta
vroAoyiletan 1 mieon amo tov akyopidpo SIMPLE. 2ta epnmopwa naxéta CFD o yprjotng pmopet
va emhedet kat aAeg pebodovg emiAvong avaloya to mpoPAnpa, onag 1 pebodo Gauss - Seidel.

3.4.3 Metene{epyaoia

A0 Vv eniloon IPOKLIITOLY TEPAOTIOL OYKOL OedOPEVOV Kat aplpav mov yia va yivoov
ebKOAa avtnmroi kat yprowot xpewdlovratr petenegepyaoia. Oha ta ovyypova IMaxétad,
dlabétovv epyaleia OITIKOIIONONG TOV ATIOTEAEOPAT®V TG EMADONG Y1d VA PITOPEL 0 XP1OTNG Va

KATAVOI0gt ITOOTIKA KAl ITOOOTIKA avtd ta anoteAéopatd. Teétowa epyaleia etvat:

¢ AmEeKovion Tov DIIOAOYLOTIKOD MediOD KAt TOL MAEYHATOG

¢ Awaypdappata SlaVOOHATOV IIOL AIEKOVICOLY TayvTTa 1) aAa peyedn
e Awaypdappata 1oodypov KapmvAov (contour plots)

e 2A kat 3A Saypappata emeavel®v

e Aneovion Tpoxtag copatidiov

e Anplovpyla KIVOOHEVOV YPAPIK®V animation
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KEDAAAIO 4

Yxediaon Kegpalng

4.1 Ewoaywyn

I'a tov oxedraopd g KePAAr|g eKTOIMONG, YProtponouidnke 10 dnPOPNEG AOYIOPIKO
Solidworks 2021. ITpokettat yia mAfjpeg pXAVOAOYIKO IIAKETO OIIOL IIAPEXETAL 1] OLVATOTTA
XPHong epyalel®v yla MAPAPETPIKI] Oxedlaon, QPmTOpeallopd Kamwg KAt yla DIOAOYIOHO
(POPTIOE®V 1] XAPAKTNPLOTIK®V POIG, YA EKIIOVION HPOYPARHATOV KATEPYAOI®V KOG K.d. A0
myv apxy) g Owdwaoiag oyxediaong, vAomouwdnkav mapaMnAa  apyela  WYneuaxig
oovappoAoynong (assembly) tng KePAArG KAt TOL EKTLIMTE) OLVOAIKA, Ta orota Porfnoav otov
kaboplopo g tedkn)g pop@rg tov kdbe efaptriparog kot g kepalng. Ta eSaptripara

oxedlaotnkay eite pePOVOPEVA, elte IAVM OTA apxela oOVAPHOAOYNO1G.

4.2 KaBoplopog npodraypa@mv Ke@QAalg EKTON®OTG

H ev AOoy® xe@alr) extdnmworng, Oa mpémnet va etvat oe 0¢on va avapetyvdel OKOVI] KOVIOV
wov avipaka oto Typévo moAvpepes. Avto Oa yivetat katd tm) @aorn g e§obnong Tov vAKoOD
OOPPAVA PE TIG EVIOAEG TOL MPOYPAPPATOG IOV EKTEAEITAL OTOV eKAOTOTE eKTLIOTY. OAOG O
oxedlaopog ompiydnke otV mPOOITIKY) TOonofLTOoNg NG KEPAN)G O DIIAPYX®V EKTOHMOT He
OVDYKEKPIPEVA XAPAKTPOTIKA Kabmg kat oe omotlovonmote napopoto. Eyive mpoondabeia va

xpnoworoumBody  tonomoumpéva  LAKA KAl eSapTpatd IOL  XPNOUHOIIO0DVIAL  OTOLG
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2aPPag Orkovopidns, «AumAopatiks pyaciar»

TPLOOIAOTATOVG EKTLIIMTEG TOL EHITOPIOL, MAVIA Of OLVOLAOHO Kat pe Ta dedopeva moo

npogkoyav arod 1) PPAoypaAPLKl] aVAOKOIINOL), OXETIKA He TODG PIXAVIOHODG aVAaPSng.

ZOp@eOVA pE TAd HAPAIdve, 1 Ke@aln extoneoong Oa mpémet va Owabeter tig &g

IpodIay paPEg:

>

ZopPatomta pe tov ektonot) Hypercube Evolution [1] oo etvat kat o mpoowmmmkog
TPLOOIACTATOG EKTOIIOTG TOL ypdpovtog. H ovpPatomta agopd tov TpoIo
otping g KeParg oto opeio Tov X aova.

KatahAnho péyebog étol mote va pnv emnpedfetal 0 @QEAPOG OYKOG EKTOIIMONG
dnAadr| ot m@éApeg dradpopég otovg aloveg X, Y kat Z va mapapetvoov 000 yivetdat
0teg.

Aelapevi) 0KOVNG KOVTIOV VeV avBpaka 13 bahoo.

KataMnho Bdlapo avapedng omov Oa eloepyetat 1) okovi) Kat Oa avapetyvoetat pe
TO TAAOTIKO Kabwg Kat pnyaviopo mov Ha npaypatonotet v avapelln.
Mnxaviopo mpooaymyng tg okovng peoa oto Oalapo avapedng.

Poxtpa yla v dtatr)pnorn Tov VIpatog o xapnAr) Oeppoxkpaoia péxpt avtod va
QTAOCEL OV MEPLOXT) THSNS.

AKpo@LO0 yla TV 5000 TOL TNYHEVOL MMOADPEPODG 1) TOL pelypaTog.

Avepotpa ya myv yodn Tov TYPEVOD MOADHEPODG HETA TNV €000 TOL AIO TO

AKpo@PLOLO.

4.3 Tyediaon Ke@alng

Onwg npoavagepdnke, 1 oxediaon mpoPAéret v tormobetnon g KePairg oe DIAPXDOV

extonot [17] mov @aivetat oto oxnua 4.1. Apyikd, ywa Vv €KIovion v oxedlov, &ytve

E10ay®y1] 0To AOYLOPIKO oxediaong OA®V TV apxeloV TV eSapTpAT®V TOL EKTLIMOTL 08 HOPPT)

stl yia va dnpiovpynOet 1o Yynerako povtéo tov Kat va vrdapyet Kakvtepn enomteia. Ta oxédwa

avtda vradpyoovv Kat etvatl dabéoypa ehevbepa mpog xprion xat tponomnoinor). [Tave exet éyve 1)

avAamntodn T®V oxedi®V TG KeQPAMIS.
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Kegpdalaio 4. Zyediaon kepalng

Ewova 4.2. Wn@laxko HoviENo T00 EKTONOTH.

210 HAPATIAV® OXHHA, QALVETAl TO OxeO10 TOL EKTLIMT pE TO Popeio tov X dfova xopig
TV KePAAI) eKTOI®OING IO KAVOVIKA €xel Kat Iov @ativetat oto oxnpa 4.1. H Paon tng véag
KePAAN)G 0XedlAoTKe pe TPOIOo Mov vd Talpldlel oe avtd to @opelo kat va pnv aldafoov
ONMAvTikd ot dtadpopég Tov afovav kivnong xata X, Y kat Z, apa xat o dtabeoiiog 0ykog

EKTOIIOONG.
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4.3.1 Zovappoloynpa

Ewova 4.4. Empépoog cuotipata tng KEQPAALG.

210 oxfpa 4.3 @atvetrat 1 Ke@alr] cOVAPPONOYNHEVT] KAl OTo oxnjpa 4.4 @aivovtat ta
EMpEPODg ovotrpata, OnAad) 1) fAon pe TOLG TEPUATIKOVG HIAKOIITEG APLOTEPC, OTO KEVIPO TO
KOPl®Gg PEPog TG KEPAANG pe TV WPokTpa Kat 1o Oalapo avdpedng kat deid o pnxaviopog
TPOo@PodoOoiag TG OKOVIG KOVI®V wvewv avipaka 1] valov. H oyxediaon g yoxTpag xat oo
Oakapov avdapedng, Paociotnke otV €0PLTATA YPIOLHOMIOIODHEVT] KEPAAL] TPLOOLAOTATG
extonioong E3D - V6 [18]. O pnxaviopog tpogodooiag tng oKovng eivatl eE0AOKAN)pOL IP®OTOTLIIOG.

4.3.2 ©@alapog avapeilng

O 0dAapog avapeing Stapoppavetat peoa oto prhok tmEng (heatblock), e€daptpa mov
OLVAVTATAL O€ OAEG TIG KEPANEG EKTOIIRONG. TNV elKova 4.5, otnv kepaln) e3d v6 (a), o Oalapog
¢n¢ etvat To e§apTpa KAT® Amod TV YOKTPA. 2Ze aLTO TO PIAOK, IIPOOAYETAL TO MAAOTIKO OF
otepen pop@rn Kat Aoy® vynArng Oeppoxpaociag Awwvet. Epooov anatteitar avapeln wvov
avBpaka oto Ae@pévo TAAOTIKO, peéoa oe avto To MoK, torodeteital afovag avapedng Kat

dlapoppmvetat omr| IPOoAYMYI|G THG OKOVIG.
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Kegpdalaio 4. Zyediaon kepalng

Ewova 4.5. (a) KepaAn E3d V6. (B) Kegaln pe afova avapeilyg.

Ewova 4.6. E€aptpata moo amaptifoov to 8alapo avapeing. (a) Mmiok. (B) Kwhtipag ywa tnv
nepotpo@n too dfova avapewgng. (y) Edpavo otpigng tov afova. (8) Afovag avapeilng. (g)
Ireyavonontiky) dwataln. (¢) Mmpakéto xivntipa
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Meéoa oto Balapo avapedng, £xet StapopPabet KaTAANANAN KOO TA Y1d TV IPOCAPHOVT)
tov adova avapedng () (PA. Ew. 4.6). Z1o éva akpo tov afova torobeteitan Prdmtda ¢édpavo (y)
yia ) otpiér) tov arod PTFE. To dA\o axpo otnpiletat otov xwvntpa [19] mov avalapPdvet v
eplotpo@r) tov. O xwvntpag (B) otnpiletat oe kataMnlo édaopa () mov amotelel pépog g
woxtpag (1). H woktpa eivatl mg E3D al\d éxovv topvevtet ta d00 akplavda Otepvyld yid va
npooappootet 1o éhaopa tov Kwntpda. To heatbreak (PA. Ew. 4.6) xat avto g E3D mov
Xpnotpevel oto va pnv petadidetat 1 Oeppotnta mpog 1o VIjpd, TOPVeLETAL OTO ONpelo IIOD
etoépyetat oto Oalapo avdpedng £tol wote va agatpedet to oneipopa M6é mov dwabitel Kat
torrobeteital oto Oalapo pe akepalo xoxAia ovykpdatnong allen (PA. Ew. 4.7). To ehaopa (Q)
IIPEOOAPETAL OTNV WPOKTPA KAt eviidapeod epappodetal pikpr| moootnta Beppoaymyipng mdotag

ya va

Agpaymyog xat

avepot)pag

AN

Ewova 4.7. Aspaywyog, avepiotipag Kat akpo@ooto amo tv kepair E3D V6

KoxAiag ovykpdrmong Axpo@bdotlo

napalappavetatr kat 1 Oeppomra amo tov xwnupd. IlpoPAémetar  xatdAnAn
oteyavoromtikr didradn (g) yia my armogoyr) Stapporg Awpévov IAaotikov amro to Odiapo,
dedopévng g avénpévng mieong mmov emkpatet péoa. Aotr 1 dwarady Oa npernet va eSaogailet
) OTeyavotnTa, va aviéxel oe Beppokpaoteg g TaSeng tov 250°C kat va emtpérnet ehevbepia
replotpo@r|g tov afova. O aspaymyog Kat 0 avepotipdag TonodetodvTal yid v diat)pnorn mg
Oeppoxkpaotag g WokTpag oe yapnAd emneda, etvat davetopévor amno v E3D xat exet agarpedet

DAKO aro TOV Aepay®YO yid va Tatptldiet To EAaopd Tov Kivntpd.
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Kegpdalaio 4. Zyediaon kepalng

4.3.3 Baon otnpiEng Ke@ahng

H paon tng ke@ahr|g torobeteital mave OTo PopPelo YP1OLHOIOI®VTAS TE00EPLG MELPODG
eoboypdppiong ya va propet navta va Ppioketat oty idia bBéon oe mepintoon agaipeong xat
enavaronobétnong. Ot neipot avtot etvat tononoumpévot pe Stdpetpo D3 kat n fdaon ovogiyyetat
pe xoxAla M3 xat nepkoxAto aopaleiag amod v eprnpog pepia (PA. Ew. 4.8). Emiong exoov

torrobetnOet orrtikol Teppatikol SLaKOITEG yid TI§ aKplaveg 0éoetg Tov popeiov Tov X adova.

Teppatikoi Srakomteg

Baon xepalrg

EKTOIIOONG

/

dopeto X afova

ITeipot evBoypappiong

Ewova 4.8. Zovappoloynorn g fAcng 0To Qopeio TOD EKTOIIMTY).

Ewova 4.9. Aentopépera o0o@iéng kafarétoo yoktpag
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['a ) ovoen g kepahr|g ot Pdaor), oxedrdotnke KAPANETO TTOL ePAPPOCet 0TV POKTPA
Kat ovoiyyetat pe dSvo koyAieg M3 ot Bdor). Exovv toofet et péoa oto vAwo g Paong, dvo
epkoxAta M3 kat aoto Oa yivet katd tm) OldpKeld TG TPLodIoTATG EKTOIMOTNG [ TIPOOoDn KN
eVTOA1g mavorg Tov kmOwka G. Méoa oto ompa tng paong, exoov Stapop@nbel Kavalia yia

d1EAevon TOV KAAOOI®V TOV TEPPATIKOV, TG aviiotaong Oéppavong tov Baldpov kat Tov

Oeppootoryeiov yia t) perpnorn g eppokpaotag.

4.3.4. Mnxaviopog tpo@odooiag oKovig

Ewova 4.10. Myyaviopog tpo@odooiag okovng. (a) Kwvnpag. (B) Ae€apevr. (y) Ztopo e§odoo.  (d)
Anootatng epnpocbiag nAdxag. () Xtrmvio. (§) KoyAiag. (1) Epnpocbia nAaxa. (0) Tavootipag
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Kegalato 4. Zyediaon kepalng

Ewova 4.11. EpnpoocOia mAaxa. (a) Tpoyalieg. (B) Avrantopag. (y) PovAepav

H oxovn avBpaxovnpatov (milled fibers [22]) etvat éva petypa movdpag ypagitn xat wvov
avbpaka prxovg nepinoov 100-200 pm. H xe@alr) extdnwong nephapPavet deSapevr) ano PTFE
(B) (BA. Ewx. 4.10) ywa v amobrjkevorn tng okovng xat xoxAta (€) ywa tn docopétpnon xat
tpoodootia avtrg peoa oto Odaiapo avapedng. To PTFE avtéxetl otig Oeppoxpaoieg Aettovpyiag
TG KePANNG Kat £xel YapnAoO oovteheotr| Oeppiki)g ay®ytpot)tag.

Eywe emioyr) Prpatkov kivnujpa (NEMA17) yia tov pnyaviopo tpo@odooiag £Tot mote
va pmopetl pe tov 1d10 appo nalpwv amo tov ekeykt va dooopetpd kdabe gopda v 0w
IIOOOTNTA OKOVI|G. XTODG IIEPLOCOTEPODS ENEYKTEG TPLOOIIOTAT®OV EKTUIDT®V TOL EHUIOPLOD
ovrapyet dwabéopn Bdpa ovvoeong Prpatikod yia dedTEPO PXAVIOHO TPOPOOOOIAg VIJHATOG.
2V oxediaon avtrig mg Kepalr|g n dedtepn Bvpa diatibfetat yia Tov KvTrjpd T00 OLOTHHATOG

TPOPOOOOiag OKOVI|G.

H oxovn) oo nepiéyetat ot deSapevr), A\oyw Bapotntag katefaivet Ipog tov KOAVOPO O1Iov
napaappavetal ano tov KoyAia, dooopetpatat kat tpogodoteitat oto Oalapo. O kOAvdpog
KAtaokevdletal armo avoieidmto ydAvfa yla va pnv eioxopoLy ot iveg, Tepdyla HeyAaAng

oKAnpoTTag oto VAKO g deapevrg 1) omoia @ricyvetat ano PTFE.

INa ) petadoorn kivnong aro Tov KWNTPA OTOV KOXALQ, XPNOUHOIOLEiTal AVTAg
XPOVIOHOD Kat avtiototyeg Tpoxalieg rmov edpadovtat oe povAepdv (PA. Ew. 4.11). Ta tehevtaia
eaptpata Kadwg Kat 0 TAVDOTPAg OLVAPHOAOYOLVIAL OtV eprnpootia mAAKa 1 omoia
ONOKATP@VEL TO OLOTNPA TPOPOOOOLag OKOVIG. XTO &vd AKPO KOYA@VETAl IIAve oto OdAapo

avapedng eve oto aA\o akpo peowm tov arrootaty (PA. Ew. 4.10) nave otov xwvrtpd.

4.4. 2xoha - ITapatnproeig

Me v emtloyr] tov koxAMa ®g péoov Tpo@odooiag g okovng avipakovnpdrav,
emroyyavetrat feopnrikd 1 Onpiovpyla onotacdnmote avaloyiag MOADPEPOLS - VOV OTO

EKTOIMPEVO TEPAX0 KAOMG OO0 MEPLOOOTEPO MEPLOTPAPEL, TOOO PeyaADTePT MOCOTNTA WmV Oa
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rpoobéoet 1 onota etvat kat eDKOAa perprjotpn Kabwg mpoxovIrtel ano 1o Prjpa kat o Padog too
KavaAlod Tov KoyAa. 2e meplmtoon mov to ebpog g avaloylag avOpaxovnpdrov OSev
AIIotTeltat va eivatr peydlo, T0Te pmopet va oxedtaotel KEQPAAr] MO va dvapetyvoet 00O
OLaPOPETIKA VIIATA, TO €Va OKETO TOADHEPEG KAl TO AANO e OLYKEKPIPEVO TTOCOO0TO VMV IOV
etvat Owabeowo otV ayopd. Ze avtr Vv Iepimtwor), n kepaln Oa mpenet va dwabéter dvo
£100000¢ VNPTV 11pog To Oalapo avdpedng. Ztv mpddn) éxet amodetytet [3] 0Tt 0Tav avddaverat

APKETA TO ITO0OOTO VAV OTO TEHUCIY10, ALTO yivetatl Yyabvpo.

ZXETIKA pe T pop@r| Kat to peyebog tov Oaldapov avdpetdng, Oa mpoxbdyovy copIepdopata
amo 1 peletn) porg. AnAadr), amo Tr) OTLyHr) IOV €L0AYETAL 1] OKOVI), AIIALTELTAL KATIOW0G XPOVOS
HPEXPL TV OPOYEVOIION O TOL pelypatog omote ot Otaotdoelg Tov aldpov xat to onpeio oto

oroto torobeteital 1) O] TOL PIXAVIOHOD TPOPOdOCiag OLOTHVOLYV éva CUVOANO HAPAPETP®V
11pog Stepebivnor) Ao 1) HEAET PONG KAl AVAHESNG.

H emtloyny tov xwntpa tpogodootag, £ytve pe yvopova Tt dwabeowpotnta xat v
Toronoinon 1e@v otaotdoemv tov. [Tpokettat yia moAd dtadedopévo oo kat peyedog Pnpatukon
KWVIT)PA 0TV ayopd KAt OTO X®PO TG TPLodaotatng eKton®ong. Evaiaxtika, Oa prmopovoe va

xpnotponotndet Kat pukpotepog PHPatikog aAAd 0e COVOLAOHO e MAAVNTIKO HEWDTHPA.

levika ot mpodiaypagég mov TtéOnKav Kavomolovvtdl. Ao TO OLVOAKO WIPLAKO

oLVAPPOAOYNIA PAETIOVHE OTL O WPEAPOG OYKOG EKTOIIMONG €XEL pelmblel oe PiKpO T0000TO.
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KEDAAAIO 5

IIpoocopoimon porg

5.1 Ewoaywyn

To evolagépov eotialetatl Kopimg ot PENETN TG POTIG TOV AMOPEVOD ITAAOTIKOD PEOA OTO
Oc\apo avapeng kabmg kat Tov TPOIOL e TOV OIoio Ot Kovteg iveg avbpaka 1 oalov
avapetyvoovtat pe avtod kat oe nowo Padpo. H battepotnta xat SvokoAia TG OLYKEKPIEVTG
POI)G £YKELTAL OTO YEYOVOG OTL TO HOADEPEG TAPOLOLAEL peTtaPAnTo Emdeg OxL POVO O OXEOT He
1 Oeppokpaocia aA\d Kat o€ Ox£€01) He TIG SIATUNTIKEG TAOELG IOV AVAITTOOCOVTAL OTO POTKO 1edio.
ITwo ovykekppeva, mhaotikda onwg to PLA 1 to ABS mov yprnowomnotodvial evpémg otV
TPLOdIaoTATY eKTONMOTL), eppavifoov dwatpntikr) Aémrrovor (shear thinning), dnAadrn pe avinon
¢ datpnTikng Taong, to 1§wdeg Tovg petwvetal (Wevdomhaotikda). EmmAéov, pe tnv mpoodnxn
TOV VOV 0L elval oopatidia KoAvOpikod ox1patog alAda Kat pe v dipaoikr) mhéov Bewpnon
po1ng 1 povtelomoinon Tov HpoPAnparog yivetar apketd ovvletn. Katda tn PiAoypagixr)
avaoxonnorn) eywve avadrmorn yia pabnpatikd povtéda 1§mdong yia ta IPoavapepOpeva DAIKA
£TOL MOTE VA PITOPECEL VA Ipaypartornouwdet 1) Ipooopoimor), A Kt yid Helpapatid dedopéva
yia enainfevon tov anotedeopdrav. Ta toyyopata tov Oaldapov avapelng Oempeitat 0Tt eivat

adtapatikd kat 6ev LIIAPXEL KATIOW YT E0MTEPIKA OIOTE 1) Oeppokpaocta etvat otabepr.

I'a mv emilvorn eV nenepacpevev ototyeinv, xprnowponou)dnke to Adoytopikd COMSOL

Multiphysics 6.0. To Comsol napéyet ) dovatotta yid IPOCOHOINOELG O Kdabe EMOTHOVIKO
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medio al\d kat yia ovvOeta mpoPArjpata mov eRmAEKODV IMAPAIIAV® TOD €VOG EMOTHOVIKA

mredia.
5.2 Anpovpyia povtéAoo Ipocopoimorng

5.2.1. T'empetpia

Ewova 5.1. Poiko nedio ke@alirg avapeilng pe (a) to onpeio

MPOCAYDYIG TO®V COUATIOI®V

Ao ta oxédia g KeQaAr|g, IMPOKVITTEL EDKOA 1] YE@HETPIA TOL POiKOL mediov mov Ba
erm\vbet oto Comsol. I'ta v amo@oyr) MOKvmOong ToL IAEYPIATOG O€ ONPELd PLKPOD EVOLAPEPOVTOG
g POI)G, KATIOEG aKpég ayvoovvtat pe KatdaAnleg pvdpioelg oto Aoylopiko (ignore edges).
Ermiong, to onpeto oo tpopodotovvtat ot iveg avBpaxa, éxet armorrou)Oet kat otr) 0¢on) too et
tormofetn et pa pikprny opatpa (PA. Ewk.5.1) g éva emuméov medio vrmohoyiopov (domain) amo to

oroto arehevfep@®@VOVTAL Ol 1Veg MG OOPATION i€ COYKEKPIHIEVT) POT).

5.2.2. YAwa

2T1) PO1) avTr) IOV ivat d1PAOIKT) KAt PEAETATAL 1] aVAPELSH TOV OVO PACEDV, COPHPETEXOVY

000 LAKA, TO MOALPEPEG O TNYHEVI] POPPL] KAl 1 OKOVN pe Tig iveg avOpaxa, pe ehdyiot)
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npoobnkn movdpag ypagitn. Ia to molvpepég, xpnowonou)bnke n nepimtworn too ABS pe
rmokvotnta 1050kg/m3 kat pe dovapko 1€wdeg vroloyopevo ovupova pe to dradedopévo
povtelo €woovg yia Beppomhaoctikd vAwa Cross-WLF [23]. To povtédo avto meptypdget v
eaptnorn 1oL 1EmO0LG arIo T Beppokpacta, To PLOPO SLATPNONG KAt TNV IILEOT) KAl HEPTYPAPETAL

aro 11§ eSlomoetg

1o(T)

- (w)l_n 5.1)

n(T,y) =

—A,(T = Tr)

A, + (T =Tr) (52)

no(T) = Dy exp [

€ 1o TO OLVAPIKO 1EWOEeG 0€ PN deviko pdpo diatpnong, T 1) Oeppokpaoia, T: 1) Oeppokpaocia
avagopdag oo AapPdvetat oovr)0wg 1on pe ) Oeppoxpacia VAA®OOVG peTAIT®ONG, ¥ 0 pLOpog
dtatpnong, T n kpioyun StatpnTiky) Tdor) (critical stress), n o exbétng Power - law (pavepmvetl moco
Weudom\aoTIKO etvat To ToAvpepeg, yian = 1 1o peooto etvat Neotwvio) kat Az, Az kat Dy otabepég

TOL DAIKOD. ZOYKEKPIPEVT, Ol TIPEG TV otabepdV Tov DAKOL ovvoyilovtat otov mivaka 5.1

ITivakag 5.1. Xapaxktnprotika ABS

T: 373.15 K
T 503.15 K
T 3.48e4 Pa
Aq 24.96
Ar 51.6 K
D1 8.62el1 Pa
n 0.289

To VAo evioyvong eival tepayopéveg iveg avbpaka Siaotdoemv 7pm Sapérpov Kat

100pm prxovg.

5.2.3 Mafnpatiki) povtehonoinon
H por) tov moAvpepovg peoa oto Odhapo avdpellng neprypdpetat ano tig eStonoetg Navier
- Stokes xat mVv eSloworn g ovvexetag mov ekppaloov To dedtepo vopo tov Nedtova Kat 1)

dratnipnon g padag avtiotolyd. Xt Iapovod oxediaon) TG KePAAL)g IO OLOXETEDETAL OKOV)
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wov avbpaka oto typévo IOADHEPES, TIPOKELTAL Yid OUPACLKY) POI) OIIOL 1) pid (Ao eivat To
IOADPEPEG KAl elval To ovvexég Hpeco Kat 11 dedtepn @aon eivat ot iveg Omov eivat 1
draoxopmifopevn (dispersed) @don xat eivat oe pop@r| oopatdiev (particles). To eptPaiiov
too Comsol mapéyet ) dvvatdtnta xpriong OlaPoP®V HOVIEA®V DIIOAOYIOHOD avAaloyd TV
poogyylon nov anatteitat. Av dnAadr) o aplBpog tov oopatdiov oto pelypa etvat oxeTka
PKpPOg Kat avadnteitatl 1 akpiPrig TPoxd Toug 0To POiKO MeGio TOTE EMADETAL 1] HIAYX®PIOTIK)
EM@Aveld petady TV 00 PAoE®V OOPATIOIOV KAt pevOTov. AVTO ardattel ONpavIiKd peyahoog
DIIOAOY1OTIKODG TTOPOVG ONAaOI) emeSepyaoTIKI] 10XD KAl PVIHL. XTNV IEPUITOOTN TG KEPAATG
avapesng omov o aplipog twv oepatdinv etvat oxetikda peyalog oto petypa, propet dnAadr) va
nowkiletano 5 éwg 20%, Sev etvat onpavtiko va etvat yveotr) 1 akpiPrg 6éon too kabe oopartidiov
ot1) por] aAAd T0 ITO000TO KAT OYKO T®V 0dpatdinv oto petypa oe kabe xpovikn otiypr) aAAa
Kat oe kdbe onpeto g por|g ard v dpd Moo mpoodyovtdat oto Oalapo kat péxpt v £5odo arod
TO0 aKpo@LO0. Me T OLYKEKPIPEVT) IPOCEYYOT], €SOIKOVOHOLVTAL DIIOAOYLOTIKOL ITOPOL, OIMOTE

HPEW®VETAL O XPOVOG IIPOCOHOIDON.

Me dedopéva ta mapamndve, evepyomouwjonkav ta poviéda Laminar flow xat Phase
transport pe apgpidpopn ovlevdn (two way coupling) faon tovo povtédoo Mixture model. AnAadr
10 poiKo medio enmpeadetat amo TV VIIAPSN KAt HETAPOP THG QAONG TOV VOV KAl AvIioTpo@d,

Bdon tov povtéhov avdapeing.

H porn meprypagetar amo 1§ eSlowoelg Owatrpnong oppng xat padag (5.3) xat (5.4)

avtiotolya

pg—?+p(uv)u =V[-pl+K]|+F (5.3)
dp _

% +V(pu) =0 (5.4)

K =pu(Wu+ (Vu)T) — % w(vuw)l (5.5)

pe K va etvan ot 0pot g 1p1Prig. O 0pog g mokvotntag vrdapxet otig (5.3) xat (5.4) oxt enedr)
al\adet pe o xpovo alha emnetdr) oto poviedo Mixture model Tov Comsol dev eivat drabéown 1)

aovprieotn por). [Tpaktikd dev alalet KATL OTa ATIOTEAEOHATAL.

2TV IEPUITOON TG PO1G MOADPEPOVG, emeldr) 0 appog Re eivat ToAd pikpog, g Tadng
tov 104 Aoym peydalov dvovapkod 1§mdovg, 0 0pog g oppng p(uV)u mov dev eCaptdrtat amod to
Xpovo pmopet va diaypaget (6edopévoo 0Tt peletdrat pn povipn por), aAAiog diaypagpetat OAo
10 aplotepo pélog g eSiowong). H por) avtr) Aéyetat éprovoa (creep flow) 1} al\uwg por) Stokes.
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Emiong, o 0pog tmg Papotntag oty mepIt®on NG KePaAng avapedng apeleitat. Aixog va
LVIIAPYEL KATIOwd AN dvvVapn va emdpd oto pevoto, 1) elomor) g 0pur|g yivetat

9
pa—I: = V[-pl + K] (5.6)

H dwatrjpnong pdadag yia xabe gaon divetat aro v napakdate eSlomorn

d
a(l)idh') + V(pipiuy) = Q; (5.7)

¢ ¢; T0 M0000TO KAT OYKO TN¢ Kabe @pd oto petypa. Etvat mpogaveg ott ioyvet
HE @;

ZOVEN®G 1) TUKVOTHTA TOL PLYHATOG elvat

p = bepe + Papa (5.8)

Ornov ¢ 10 O00OOTO KAT OYKO TNG OLVEXOLG PAong ONAadt) ToL MOALPEPOVS KAl ¢y TO

II000O0TO KAT OYKO T1)G OIAOKOPIIOPEVTG pAong ONAadI) TV VoV.

H eSiowor) g ovbvéxELlag TOL Pelypatog etvat

N
9
5P+ 7 (pum) = ; Q; (59)

Me u,, ) péon tayot)Ta Tov pelypatog Kat Q; mnyr) 1) araymyt) TG EKAOTOTE PAOT.
To 1€mOeg tov piyparog diverat Ao epmelPKoLS 1) AVANDTIKODG TOIIOVS DIIOAOYIOHOD e
Bdon to mooooTo TNG HLAOKOPIIIOPEVTG PAOTG.

I'a tov vmoAoy1opo ToL 1KWdOVG TOL petypartog xprotponoteitat 1) ToAL dradedopévn oxeon
DIIOAOYIOHOD 1E®OOVG IOV APOPU Helypa OTepemV OOPATIOI®Y Ot DYPO, 1] oxéon Krieger [24] (e€.
1.1)

1= U (1 . )_Z-qumx (5.10)

¢m ax

Me ¢ 10 1§0deg g oLVEXODG PAONG KAL Ppyygx TO PEYLOTO ITOOOOTO OOUATIOIDV VA 100DTAL
pe 0.62.

211G OUPAOIKEG 1) IONDPAOIKEG POEG, ELOCIYETAL O OPOG TNG TaxLntag oAiobnong petalo g
pong t@v &VO PACEDV Ugy,. XTIV IAPOVOA POVIEAOMOINON, Xpnotponowdnke To PovtéAo

vroAoylopov tayvtntag oAiobnong kata Haider - Levenspiel [24] mov eivar katdAnlo yua
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pelypa vypov pe oteped oopatida pn opaipikda onwg ot iveg avpaxka. To poviého avto
ovoxetiCel TOV OLVTEAEOTT] AVTIOTAONG HETASD DYPOL Kat oopatidiov pe Vv tayLtnta ohiodnong
g Kabe @dong kat v peon TaxLTTA U, TOL piypatog. [a Tov DIIOAOYIopO TOL OLVTEAEOTT)
avtiotaong, AapPdavetrat vmoyn 1 oEAPKOTTA TOV OOUATIOI®V KAl KAIOlol EPIEPLKOl

OLVTENEOTEG.

H opalpwotnta exppddetat armo tr oxEon)

Asphere

0<s; = <1 (5.11)

Aparticle
Eivat 0nAadn o AOyog g em@avelag o@aipag 100d0vVapov OyKov HE TOV OYKO TOD

OoOUATOlon IPOg TV EMPAVELD TOL OROPATIO0L.

Avalvtikn) meptypa@r) tov povtéAev vrroAoyiopo vrdapxet oto eyxetpidio CFD too Comsol
[24].

5.2.4. Tovoprakeg oovOnkeg
Zmv eopvtara Owadedopevn texvoloyia Tprodiaotatng extonwong FDM, n tomkn

TayoTa ekton®ong etvat ta 50 mm/s. Aot n TaxOvITA APOPA TNV TAYLTNTA He TV oroia
KUWVELTAL TO aKpOo@PLOLO TIAVE OTNV EMUPAVELA EKTOIIOONG AP MPEIEL VA elvat Kat 1) taxLTITa pe
Vv omoia eggpyetal 10 A@PEVO TAAOTIKO arId TO AKPO@LOL0 €10l ®OTe va evarotifetat oty
em@dvela ektonmong. H mo ovyvr) eniong Otapetpog akpo@uoion mov XP1OHOIIolELTatl etvat Ta
0.4 mm. Avtég ot TEg Xpropomoun)0nKayv Kat otV IPOOOHOI®On) TG Porg péoa oto OdaAapo
avapedng g KePaArg. Ztnv 10080 NG KEPAAIG ELOEPYETAL VI)a IOV Oempettat 0Tt POALG el
IIEPAOEL 0TIV DYPI) PAOT), Pe TaxvTTa Iepinov 1.5mm/s oo pe Pdon v eSiomor) g oLVExeLag
dnpovpyet por) e§0dov amod To AKPoPLOLO pe TayvIntda mepirmoo 50mm/s. H oAw) mieon oty
£80d0 OIMG KAl OTIG IEPLOCOTEPES MEPUITMOELG HENETNG POT|G TIOL 1) eKPo1) yivetat ehedbepa oto

eptBarov, AapPavetat latm.

e O\ TA €0MTEPIKA TOLYOPATA TOL OaAdapov avdpesng, AappPavetat oovOnkn py oAiobnong
OnAadr| n tayvta porg tvat 101 peE TOL TOLXOPATOG. XTA E0MTEPIKA TOLYOHATA IOV APOPOLY
Tov afova avapetlng, divetat EmMIAEOV MePLOTPOPLKI| TaXLTTA pe 0dpwon Tipev amo 0.5 eng 3
MEPLOTPOPEG TO OELTEPOAEITTO Yyia va peAetn et 1) emidpaot) tov pobpod meplotpo@rg Tov agova

ot por) Kat oto Pabpod avapedng.

H npooaymy1) tov wvov avipaka, yivetatl pe oapwmon Tipav amo 4e-7 cwg 8e-7 kg/s, Tijpég
IIOL AVTIOTOL(OLV Ot MOCOOTA KATA Papog éwg 15%. Zto epnopilo anaviovtal vijpata pe 20%
II0000TO KATA PAPOg Oe 1veg OIOTE PEAETATAL £TOL 1) COPIEPLPOPA TOV HANAPOL Ot OLAPOPETIKA
11ooootd. Meyalvtepa mooootd dev divoov embopntda amnotedéopata kabmg To Tepcyto eppavidet

yabopotta.
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5.2.5. Anpovpyia nAeyparog

Element Quality
Quality measure:  Skewness ¥

Statistics

Selection contains only meshed entities
Mesh vertices: 24043
Elementtype:  All elements -
Tetrahedra: 84669
Prisms: 13086
Domain element statistics
Number of elements: 97755
Minimum element quality: 0.1664
Average element quality:  0.6749
Element volume ratio: 2.019E-4

Mesh volume: 944.1 mm®

Element Quality Histogram

Ewkova 5.5. H diakpitonoinon g ye@peTpiag (aplotepd) Kat KATAVOHL) TV

oToEiOV oOp@va pe T Aootntd toug (skewness)

H dnpovpyia méyparog etvat moAd onpavtiko Prjpa yia my npocopoimon[14]. Ano to av
Oa yivelr owota to mAéypa, eSaptatat n axkpifeta g Adong Kat n opHoTTA TOV AIIOTEAEOPATHOV.
To mAéypa mpémet va yivetrat pe TETOO0 TPOMO, WOTE O OnNpela IOL 1] POl MAPOLOLACEL
O1aTEPOTTA KA ONHAOLd, VA ePPavifel IOKVOON £XOVTAG OTOLXELd PIKP®OV OXETIKA O1A0TACEDV
Kat pe KataAAnAn pop@r) (tetpagdpikd, opfoymvikda KTA) yia mo akpipr) Avorn. Zto vnolouro
poiko 1medio n drakpironoinon g ye@PeTpiag yivetat pe mo apatod DAEYpRd yid eSOIKOVOHN O

DIIOAOYIOTIK®DV ITOP®V.

ITpotpdrat oTig IPOCOPOIWOELS POMV KAl OTA ONHEld IOV I YE@HETPLA elval COPHETPIKT),
va epappoletat dopnpevo meypa . Etot i Avon Ba ocoyxAiver mo yprjyopa xat Oa eivat mo
akpPrig. Ztnv vmolouln yeopetpia mov eivat mo MoALIAOKL), Onpiovpyettat prn OOpnpevo
nAeypa pe eledbepa tetpacdpikda ototyeia. O oovOLAOPOG TOV MAPAIIAV® Elval To LPPLOKO

TAEYHdL.

2V Oeplntmon TG KePaAng avapedng, 1 yeoperpla epgaviel oopperpia povo otnv
€10000 TOL MAaoTIKOL PV To BdAapo kat oty £§0do péoa MAEOV 0TO AKPOPLOLO OIIOD 1) HOPPT)
etvat KoAwdpikr). Meoa oto Bahapo n meplotpor| tov afova avdapedng Kabmg Kat 1 KOVIKI)
pop@r Tov emPallet ) dnpovpyla pn Sopnpévov mAéypatog. a Aoyovg mpaktkotntag
erm\exOnke n avtopatn Snpovpyia méypartog anod to Comsol pe ehevbepa tetpasdpixkda otoryeia
OTO OUVOAO TG YE@PETPLAG.

I'a ) pelén ameaptnromnoinong tov MAEYHATos, £ytve MOKV®ON pe dSumAactaopo kdbe
@OpA TOL APOPOL TOV OTOLXEI®V €G OTOL 1] TayLTTA €§0d0L Ard TO AKPOPLOLO PETA TOV

DIOAOY1OPO, VA PTAOEL TV T IOV IIPOKLITTEL ATIo TNV eiomor) g ovvexetag. Ta amotehéopata

36
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ovvoyiCovtatl otov mivaka 5.2. Emiong, oto ox. gaivovtal ta OTatioTiKd oL A@opoLV TV
IIOWOTNTA TOL HAEYPATOG. Z0VN0eg KPP0 Yid TNV HOWOTNTA TOL IAEYpatog etvat 1) AoSotta
(skewness). Qg AoSotrta opiletat 1) TOLOTHTA TOL OTOLXELOD AVAPOPIKA HIE TIG ITEPLEXOPEVES YDVIEG
TOL, OTO KaTd MOOO IIPooeyyiletl Tig y®vieg Tov 10avikov ototxeiov. Anhadn éva 100mAevpo
Tplyevo (em@avelako ototyelo) éxet Aofomta ion pe 1. Omotodnmote MO EmQPAVeLaxo
TPLY®OVIKO OTolyelo oL 01 yavieg Tov Oev etvat ioeg, amoxAivel aro 1o 1 pe eAdylotn arodeKT)

tipn) to 0.1. Ed 1) eAayiotn oot ta etvat ion pe 0.16 pe péyebog mieyparog finer.

ITivaxkag 5.2. MeAétn ane§aptnronoinong mAEypatog

Meyebog Ap1Bpog ITowotta otolxel®v | YroAoytopévr tayvtnta
IIAEYPLaTOG otol el®v (AoSotnta - skewness) e§ooov (m/s)

Coarse 9517 0.12 0.089924

Normal 20673 0.1224 0.089801

Fine 38076 0.1215 0.055378

Finer 97755 0.1664 0.053767

5.2.6. ITapapetpiky) emiloor

H por] omv mepimtowon tov Balapov avapedng etvat pn povipn. Aoto yiveratr yuatt
HPEAETATAL 1] AVAREE TOV VOV 0TO AM@PEVO MAAOTIKO. ATIO 1) ottypr) oo Oa eioéAbovv ot iveg
oto OdaAapo kat péxpt va Pyovv amo 1o aKkpo@volo, 1) HOCOOT®OI) TOV VMV OTO Helypd TOmKd
etvat peyebog moov alddet pe to xpovo. Av 1) por) )Tav HOVO@AOIKI] povo dnAadr) n por tov
n\aotikov, Oa apkovoe Avor aveSaptntn aro To xpovo 0nAadt) poviun).

2ovohika mpayparonou|dnkav 20 IPOCOHOW®OES ®G AMOTEAeOpd ovvOvaopmyv 4
dagopetikmv pobpmv meplotpo@r)g tov afova avapellng kat 5 dagopetik®v napoyxmv padag
wov avipaxa. Me aoto Tov 1pomo peletdarat 1) emdpact) Tov pobpod meplotpo@r)g Tov agovda oty
POI] KAt avApELSn yid OOYKEKPIPEVT) IAPOXT] Palag tvmv aAAd Kat 1] eIOPAoT) TOL dLAPOPETIKODL
II0000TOL V@V Ot Aettovpyla g kepairg. O em\otng naprjyaye ta obvola dedopeévmv
OOPP@OVA PE T] POVTEAOIIONO1) IOV £Y1VE, €VA Y1d TO TIEGL0 TaX LT TAG, £VA Y1 TV IIieor) Kat éva
Yld TO IIOCOOTO VOV OTO Helypda Kafmg KAt TOMKA YPAPIPATA TAXOTNTAG Kat Mieong Onwg ot
I1EPLO0OTEPOL EMADTEG TIOV PaivovTal otr) ovvexela. Me v peteneSepyaoia TV armoteAeopatov

dnpovpynOnkav enurAéov diaypdappara oo napatibevrat ot v enopevn) Dapaypago.
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Kegalato 5. Ilpooopoioon pong

rev=3s"-1, mass_source=8e-/kg/s, Time=500s Slice: Velocity magnitude (mm/s)

rev=3s"-1, mass_source==8e-7kg/s, Time=500s Contour: Pressure (bar)

Ewova 2 Tayvtnteg kat meoeig oto alapo avapeiing

70

60

50

40

30

20

10

38.57
36.63
34.68
32.74
30.79
28.85
26.91
24.96
23.02
21.07
19513
17.18
15.24
13.29
11.35
9.41

7.46

5.52

3.57

1.63
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Time=10s Surface: Volume fraction (1) Time=50's Surface: Volume fraction (1)

0.14

0.12

0.1

0.08

0.06

0.04

0.02

Time=100 s Surface: Volume fraction (1) Time=150 s Surface: Volume fraction (1)

Time=200's Surface: Volume fraction (1) Time=300 s Surface: Volume fraction (1)

0.2

01

Ewova 5.4. EE¢MEn tng avapelng tov copatidiov otoog xpovoog 10s, 50s, 100s, 150s, 200s, 300s.

5.3. ZxoAwa - Zopnepaopata

A1IO Vv ewova 5.3 gpatvetat 0Tt 0 xpoOvog oo Xpetadetat To petypa yia va otabeporoujoet
Vv avaloyia tov otnv €000 ToL akpovoiov oto 7.5%, etvatl oxeTikda peyalog nepirroo ota 300s
EV® pe avinon TV oTPoPAV 0 XPOvog avtog empnkvvetat. H 0aktoAtoetdr)g Stapop@mor) Kat ot
dlaotaoetg tov Baldpoo eivat Tétoteg TOL To TOALHEPEG BENEL APKETO XPOVO pexPL TNV €50d0 Kat
emuIPOOeTd 1) mEPLOTPOPIKI) KivI|On DIIEPLOYVEL TNG OIAPIKOVG TAXVTNTAG OIIOTE PE TNV avSN o)
ToL pLOPOL IEPLOTPOPIIG O XPOVOS Yia va e§ENDet petypa peyalavel. Xpetaletat enavaoyedtacpog
tov Baldpov wote va pewwdel o ypovog mov xpelalovidal ot iveg va eu@aviotovy oto Hpelypa
egodov dedopévov ot 1 Sradkaoia avty) AapPdvel xopd T OTLYHI TG EKTOIMONG OGO

kabopiotnke otig mpodtaypapeg.
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Mass fraction of fibers (%)

Mass fraction of fibers (%)

—#— rev=0.5 1/5. mass_source=4e-7 kg/s

—&— rev=1 1/s, mass_source=4e-7 kg/s 7

—&— rev=2 1/s, mass_source=4e-7 kg/s

—=— rev=3 /s, mass_source=4e-7 kg/s

100

150

200

250
Time (s)

300

350

400 450 500

Ewova 5.3 Enidpaon tov poBpoo neprotpo@rig tov afova avapeing oto mooootd oc@pattdiov

070 peiypa otnv £§080 TOL AKPoPLOioD.

*
*

—#— rev=0.5 1/s, mass_source=4e-7 kg/s
—&— rev=0.5 1/s. mass_source=5e-7 kg/s
—&— rev=0.5 1/s. mass_source=6e-7 kg/s
—=— rev=0.5 1/s, mass_source=7e-7 kg/s

—+— rev=0.5 1/s, mass_source=8e-7 kg/s

100

150

200

250
Time (s}

300

350 400 450

Ewkova 5.4 Ara@opetikég Tipeg mapoyrg pafag veov

Me v al\ayr) g napoyng padag (Ew. 5.4) tov wvov avipaxa, gaivetrat ott dev aladet
KATL OTI) OOPIIEPLPOPA TG KePAAnG. Xpetdletal dpKeTog XPOVog yia TV avAapelln KAt oo

atvetat KAt 0To IPo1yoLHeEVO diypappd.

H alMayr) tov pobpoov neptotpo@r|g mpoxalel 0nwg @aivetrat oty ewova 5.5 petaPolr)

OV Iieon MOL AVAITTOOOETAL OtV €0000 ToL HMAAOTKOL otV Kealr. H tayxdmta porg

axkp1Pag ENAVE OTIG EMPAVELEG TOL ASOVA IEPLOTPOPIG HEYAADVEL. ADTO £XEL WG ATIOTEAEOHA TV

avinon TeV SIATPNTIKOV TACEDV OTA KOVIIVA OTPOPATA TOL PELOTOV OTOV ASova dpd Pel®OTr) TO

40



2aPPag Orkovopidns, «AumAopatiks pyaciar»

Pressure (bar)

32
315
31
305
30
29.5
291
s { / —#— rev=0.5 1/s, mass_source=4e-7 kg/s
285 o SN —&— rev=1 1/s, mass_source=4e-7 kg/s |
—&— rev=2 1/s, mass_source=4e-7 kg/s
~ —=— rev=3 1/s, mass_source=4e-7 kg/s
28 1 1 1 1 1 1 ! 1 1 ]
50 100 150 200 250 300 350 400 450 500
Time (s)
Ewova 5.5. Eniépaon too podpod neprotpo@rg tov aova avapeilng oty mieor) mov emKpatel
otV €10000 10V IAaoTiKov oto Odlapo.
T T T T T T T T T T
365F — . 1]
36 b
355 S — T
35 b
34.5 b
34 -
335 7
—— o —
_ 33 b
@
& 325 . . .
@ e =
% 32 1
& 15 .
31 b
30.5 b
30 —%— rev=0.5 15, mass_source=de-7 kg/s | |
295 —&— rev=0.5 1/5, mass_source=5e-7 kg/s | |
—&— rev=0.5 1/s, mass_source=6e-7 kg/s
29 —=— rev=0.5 15, mass_source=7e-7 kg/s | |
285 —+— rev=0.5 1/s, mass_source=8e-7 kg/s | |
- L L L L L L L L L L
50 100 150 200 250 300 350 400 450 500
Time (s)

Ewova 5.6 Metapolr) otyv migon pe tnv avénorn g napoyxng pafag tov copatidiov

Kwdovg Tov petypatog. Me 1) peimorn tov 1§adovg 1) avtiotaorn nov epgavifetat ot porn etvat
HIKPOTEPT) OIOTE PELOVETAL KA 1) ITieon) otV €loodo. AN\ayr) oty mieon mpokaleitat emong Kat
amo v alayn oty napoxt) pddag tov wov avipaka. Ano 1) oxéon Krieger BAémoope Ott pe
v avdnorn Tov MooooTod TV oepATdi®V avidvetal 1o 1§mdeg Tov Helypatog. ZoVenwmg
avapéveratr avdnon Kat oty Ieorn oV eloodo yeyovog mov @atvetat oto didypappda oty

sKova 5.6.
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H enidpaon g napoyng pdalag oty Iieon oe 0x€01) pe avtr) Tov puOpov mePLoTPOPNG etvat

ONUAVTIKOTEPT), TNG TASemg TV 4bar oe oxéon pe 1o 1bar mov gaivetat otnv ewova 5.5.

v ewova 5.7 @aiverat 1 Tipr] Tov OLVAPIKOD EHOOVG TOL PElYPATOG KAl M®G aUTH
petapaletat ota dapopa onpeia tov Baldpoov avapedng. Kovtd ota totyopata mov ondapyet
peyaln dwatpnon dnAadn otov dfova meplotpoPrig Kat otny 5000 TOL AKPOPLOIoV, TO 15MdEG
etvat pkpo. Me tipeg 18mdoug va kopaivovtat amo 300 émg 15000 Pa*s, tayvtnta porg 0.05 m/s
Kat diapetrpo akpogooiov 0.4 mm o apdpog Reynolds dev Serrepva pey£bn g tademg tov 104 kat

datohoynpeva Bempeitat éprovoda 1 por).

rev=0.5, mass_source=1528 Time=500 s Slice: Dynamic viscosity, mixture (Pa*s)

5 A 1.78x10*
x10*

i = il 14

| T |

0.8

0.6

V 249

Ewova 5.7 Aovapiko 1§m0eg yia mapoyxn padag 8e-7 kg/s (1528kg/mA3*s) kat poBpo neprotpoprg
0.51/s
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KEDAAAIO 6

MeAét KataoKeong

6.1 Ewoaywyn

H pelétn kataokeor)g mpoPAéret v xpron pefodav agpaipeong kat mpoodeong DAoL jie
T0 alovpivio Kat tov avoleidmto xalvPa va ypnotponotovvtat otd feppikd aAAd Kat pnyavika
empPapopéva pepn Kat dapopa MAAOTIKA ®©¢ DAKO yia ta vmoloura eSaptpara. Etot,
eSoKOVOpEeiTal xpoOvog Katl KOOTOG yld TV KATAOKELI] TOL HIXAVIOROL. Avatpeéxoviag ota
Kepdhawa 4 xat 5 mov agopovv T oxediaon Kat Ipooopoiwor Asttovpylag NG KePaing
avapetsng, OLVAYETAL OTL arO TO OOVOAO TO®V eSAPTNUATOV THG KEPAAL|S, T eSapTrjpata oo
extifevtal oe vynAn Oeppoxpaocia eivat o Oalapog avapedng, o afovag avdpedng, 1) deSapevn
TG OKOVIG, TO XLTWVL0 KAt 0 KoXAtdag tpogodootag tng okovng, to heatbreak xabag xat xamowa
HiKpoeSaptiparta mov etvat npooaptpéva oto Balapo kat Oa avagepboovv apyotepa. Emiong,
TO XUT®V10, 0 KoXAtag Kat o dovag avapeilng, ermedn Aettovopyodv oe epPAANov pe KbkAogpopia
oKOVNG avOpakovnpdtav mov eivat DAKO pe TOAD peydln okAnpotnta, Oa kataokenaotovy aro

avo&eidmto xaAvPa AKO ITOL YP1OHOIIOELTAl AANADOTE KAl Y1d TO AKPOPLOL0.

To Aoyiopiko oo yprotponouw|dnke yid Tig Koreg og epyaletopnyaveg etvat to Solidworks
Cam nov etvat vrmonipoypappa tov Solidworks. To yeyovog g evoopdatwong tov nakétoo Cam
oto oxedlaotiko, Ponda molv yuati to apyeio oxediaong ewodayetat amnevbeiag oto cam xopig va
XAvetat xpovog Kat dixag va amatteitat petatporr) tov apxetov. ['a v tprodidotaty ekton®on

xpnotponou)dnke 1o AOYyIOpIKO avolytov kadika Repetier.
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Kegpdalaio 6. MeAéty karaokeong

6.2 Kataokeon empepoog eSaptpatv

6.2.1 Baon otpiéng

H Baon omping, xwpig va emPapovetat Oeppikd 1) pnyavikd, 0a kataokevaotel aro
IAQOTIKO i€ TPLOOIAO0TATY) EKTOIMOT).

A6 10 Solidworks, to apyeio oxediaong eSdayetat oe pop@r) stl xat elodayetat oto Repetier.
H emtloyn teov napapétpev tepaywopov (slicing) (BA. Ew.6.1), dnladn teov mapaperpov
top/bottom thickness, shell thickness, speed xat infill density ¢yive pe yvopova tig pnxavikég

1010 TEG TIOL TIPEMEL VA €XEL TO EGAPTNHA KAl Elval TOIKEG yid TV TeXVoAoyia tplodiaotatng
extonioong FDM.

Metd v dadwkaota slicing, napayetat o kwdkag G oo Oa exteleotel otov TpLodLacTATO
extonotr). To apyeio mov napdyetat mepéyet OAeg TIg EVIOAEG ITOL XPeladovTdal yia va evarobioet
TO AKPOPLOLO TO DAKO EMAV® OTO TPArEll ektvnoong yia kabe eminedo. H omrtikomoinon tov
TeAKob Koppatiod Kabmg Kat ta otatiotikd g extonwong (PA. Ew. 6.2) eSayovtat ano to

Repetier.

Print Settings:
Print Corfiguration:  Default -

Adhesion Type: MNone -

Speedand Qually  Siuctes | Edusion | GCodes | Advanced Quaity: 02mm S
Infill Support Type Everywhers -
Shell Thickness [mm] Speed:
Top/Bottom Thickness Jmm] Slow Fast
et ra PiSoest,  Somnis
COuter Perimeter Speed: 46 mm./s
Infill Pattem: Automatic = Irfill Speed: €5 mm/s
Solid Top Infill Solid Battom Infil Infill Density

Enable Cooling
Filament Settings:

Extruder 1:  Default ©

Ewova 6.1 ITapapetpot tprodiaotatng eKTOI®ONG

Printing Statistics

Estimated Printing Time: 3h:27m:59s

Layer Count: 182

Total Lines: 145401
Filament needed: 17767 mm
Extruder 1 17767 mm

Ewova 6.2 ZTatioTikd KataoKe0ng eaptipartog,.
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Printing Statistics

Estimated Printing Time: 9m:27s

Layer Count:
Total Lines:
Filament needed:
Extruder 1

Ewova 6.3 Extonoon kafalétoo yoxktpag

50
18952
788 mm
788 mm

ATIO Ta OoTaToTKA AapPavetatl o XpOvog KATAoKeLIG KAOMG KAt TO AIIattovpeVo DAIKO €10t

®OTE VA DIIOAOY10TEL TO OLVOAIKO KOOTOG.

Enur\éov pe ) faon otr)pidng, ektonmvetat Kat to kaBaleto otpiéng g yoxtpag (PA. Ew.

6.3).

6.2.2 Epnpoofia nAaka, anmootatng Kat TEVIMTHPAg

ESaptmpa

ZTATIOTIKA EKTOII®ONG

Arniootdrng

Printing Statistics

Estimated Printing Time: 1h:Tm:13s

Layer Count:
Total Lines:
Filament needed:
Extruder 1

137
156302
4855 mm
4855 mm

Epnpoofia miaxa

Printing Statistics

Estimated Printing Time: 3Tm:2s

Layer Count:
Total Lines:
Filament needed:
Extruder 1

25

36391
2483 mm
2483 mm
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Teviotmpag

Printing Statistics

Estimated Printing Time: 6m:59s

Layer Count: 45
Total Lines: 13220
Filament neaded: 398 mm
Extruder 1 398 mm

6.2.3 Aovag avapelng

O aovag avapelng (PA. Ew. 4.6) etvat eva arho oxedlaotikd eSaptnpa aAAd 1) E0OTEPLKT)
OLapOPP®OI) IOL €XEL Y1a TI) COVAPHOYT| TOL HE TOV KV TP avAapedng, amotelel dtattepotnta
®G MPOG TOV TPOIO Kataokevr)g. To bAKO mov emhexOnke eivat o avoleidmtog yalvBag yiati o
adovag neplotpeetat péoa oto OaNapo avapeilng 0orov peet MAACTIKO pe tveg avBpaxa. Etatpieg
onwg ot Pcbway kat Jlepeb mapéyoov vrnpeoteg 3A extoOn®ong yta TAAOTIKA aANA KAt PeTaAN KA

DAIKA pe Texvoloyieg extonmong Resin 1) akopa xat SLM.

Metd ) dnpovpyia tov oxediov Kat Tr) HETATPOI] TOL O pop@r) stl, yivetat petapoptoon
ot oeAida g etalplag Kat eKTIPATAL To KOotog Kabwg kat o xpovog napadoong (PA. Ew. 6.4). H
eCMTEPIKI) EMPAVELA TOL ASOVA OTH) OIAPETPO MOV CLVEPYAETAl PE Tr) OTeyavoromTiky dwarady,

Oa vrootet Aelavor) pe meplOoTPOPr) 08 TOOK TOPVODL KAl XP1 101 AEITOKOKKOD YOAAOXAPTOV.

= 3D Technology SLA(Resin) MJF(Nylon) FDM(ABS) SLS(Nylon)

I Material 316L

Color Stainless Steel
shaft_mod st N

3.5%0.6+0.6 cm Build Time 72 hours
0.67 cm®

-‘

Qty
Product Desc

Price $8

3D Remark

Ewova 6.4 Extipnon xootoog yia 3A ektdonwmon tov afova avape€ng amo vAwko 316L
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6.2.4 @alapog avapeting

Kabag o Oalapog avdapedng etvat éva eSaptnpa peoa 0To OII010 THKETAL KAl Peet IIONDPEPES,
Oa xataokevaotel amno alovpivio Aoy® g KaArg Oeppiknig ayoypottag. Emuiéov kabag éxet
Olapop@P®oelg IOL AIIAITOLV  €0MTEPIKI] Katepydaoila pe Olaotaotakr) axpifela yua 1n
oLVAPPOAOYN O AANADV eSapTNUATOV, EMAEYETAL 1] KOIIT) TOL Ot PPECA 1) KEVIPO KATEPYAOLaAg
CNC.

Ia mv napaywyr) Tov OPOYPAPHATOG KATEPYAOIAg TOL &V AOYy® &SapTIpatog,
akolovbettat pa Tomkr) Stadikaoia yla avteg Tig HEPUITMOELS pe Pripata mov mapovotdfovrat

napaxkdate. H dadikaoia avtr) oe yevikég ypappeg akolovbeitat oe OAa ta Aoyopika CAM.

Apywa xabopiletat o To1og g epyaletopnyavig (PA. Ew. 6.5) xat ot povadeg pétpnong
oo YprotponotodvTat. Madil pe Tov TOmo TG EPYANELOPNXAVIG, EMAEYOVTAL AVAADTIKA KAl Ta
xorrtika epyaleia (BA. Ew. 6.6) oo Oa xpnowpomnowmbovv opifovtag ouykekpipeva tig d1aotdoelg

KAl Ta YOPAKTNPLOTIKA TOvG Kabmg Kat Tig ovvOnKeg Kort)g mov avtda a dovAeyoov.

Axolovbwg, emAgyeTal T0 TOMKO OLOTHA CLVIETAYHEV®V Tov Koppatwod (PA. Ew. 6.7)
ENAV® OTO OXE010 KAt Eetta emAeyovTal ot OlaoTdoelg Tov akatépyaotov bAwoL (BA. Ew. 6.8)
arno 1o omnoto Oa mpoxvYel TO TEAKO TEPAIO PETA AIIO TV KOMI|. XTr ovbVEXEld eSAayovTal ot
dagopeg @paoelg Katepyaoilag (QaoeoAOyl0) IOL AIALTOLVIAL KAl 1] OTPATNywky mov Oa
akolovbrjoel To KOITIKO epyalelo yia va kdavet v xomr| tng kabe ¢dong. Eméyovtag éva
emmnedo katepyaotag - setup (PA. Ewk. 6.9) ovotaotkd opietat 1o cOVOAO TV KOII®V oL Oa Kavet
1] {Xavn) oe avto TO emiredo Kat ot oTpatnykég mov Ha exteAéoet 1o epyaleio yia va oAokAnpmbet
1 ovykekppevn @aon (BA. Ew. 10,11). H dadwaoia priopet va yiver avtopata arro to AOylopKo

aAAd KAt YEYPOKivITa aro To YpHotn.

Machine — *

Machine ToolCrib  Post Processor Posting  Setup  Rotary fuds  Tilt Axis

Tool eib
Active tool erib © my tool crib

Machine — X

Usage| 5tn. No.| Tool Type | ID Comment Dia. (mmy) |F &
_ 0 [oril 20 [2.0mm SCREW MACH DRILL 2 0
Machine  Tool Crib  Post Processor  Posting  Setup  Rotary Axis  Tilt Axis 4 1 Flat End 10 [6MM CRB 2FL 19 LOC ] o
Avaioh n 2 2 |FlatEnd  [14[10MM CRB 2FL 22 LOC 10 0
valable macnines 1 3 |onil 19 [1.6mm JOBBER DRILL 16 0
=, Mil Machines Select 4 [CenterDril [1 |3MM X 60DEG HSS CENTERDRILL |3 0
; ) o ) 5 |centerDril |6 [10MM X B0DEG HSS CENTERDRILL |10 0

. " . Machine name : Mill - Metric -

Mill 4 ais - Metric 1 & |FaceMil |1 |40MM SFLFACE MILL 40 0
E Mill 5 axis - Metric Machine 1D : Miling Machine Metric 3 7 Flat End 7 |4MM CRB 2FL 14 LOC 4 [i}
-H’ Tum Mach.ines . Machine duty - Medium duty 4 I 20 |2.5mm SCREW MACH DRILL 25 0
----- Tum Single Tumet - Metric 4 9 Tap-Cutting |13 |M3.0 X 0.5 TAP 3 0
Machine type : Mill 1 10 |Dril 1 |2.2mm JOBBER DRILL 32 0

Number of axis : None 2 1 |Dril 195.0mm JOBBER DRILL 5 0.,
Max feedrate : 16500.00000mm/min a3 e

Max_ spindle speed : 12000 00000mm Add Toal... Edit Tool... Remove Tool Update Tool Save Tool Crib...

1 1 1 1 1 [} ' |
Ewova 6.5 Em\oyr) tonov epyaletopnyavig Ewova 6.6 Aiota KONTIK®V y1d TV KOIII] T®V

Olapopwv pacewv
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Kegpdalaio 6. MeAéty karaokeong

Fixture Coordinate System @

Method
User Defined v

origin A
Oentity

L

O Part bounding box vertex

® Stock bounding box vertex

i A
:
I ]

‘options A&

Create SW Caordinate System

Ewova 6.7 KaBopiopog too cootpatog oovietaypévev

Stock Manager @
v X
~

Material : 6061-T6 A

606178 |

|Nummummmy5 ‘
Stock Type 2
Co-ordinate System A

Bounding Box Offset A ﬂ
S T—
o I —
o —
I —
S —
T E—

| Load default ‘ | Set as default |
Stock size A
X:37mm ¥:245mm Z:24mm

Ewova 6.8 KaBopiopog tov akatépyaoctoo bAikoo
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Mill Setup @

Curve feature for chamfering

Strategy:

Ewova 6.9 KaBopiopog too emuedov katepyaoiag. Katadewkvoovrtag éva eminedo, 1o Aoylopiko

avtilappavetat Tig konég mov Ba kavet og avto.

Me tig anapaimrteg pobpioelg yia xabe otpatnywkn) oe Dapapétpovg ON®G KOITTIKL
TayvITa, IPOWOoL), IPooeyylorn Kontkov, KTA (PA. Ew. 6.12) to Aoyopuko CAM vroloyilet v
TPOXL TOL KOIITIKOD. 2T ODVEXEL DIIAPXEL 1] Ovvatotnta ekTéAeong mpooopoimong (PA. Ew. 6.13,
6.14) 6m1ov 0 prYavikog PAenel akpPPog TV Kivnorn Tov PYAAEIOD KAl AV DIIAPXEL OOYKPOVOT He

T1G 1010000KeLEG OLYKPATNOnG. Emiong eSayetat ano ta otatiotika o xpovog xomr|g (PA. Ew. 6.15)

6.2.5 Mnopaketo Kwvntpa

To eSaptnpa avto Ba xkataokevaotel ano alovpivio yatt Bonda dia péoov g PoxTpag,
oto va pnv eotaivetat o Kwnipdag tov dfova avdaplng. 'Yotepa amod emeSepyaocia oto

Solidworks Cam mpoxbrItet 0 XpOVog KATEPYAOLag IO QALVETAL OTOV IIVAKAL.

6.2.6 Xttovio

To xttwvio tov pnyaviopoo tpoodoociag okovng Ba @rtiaytet ano avodeidmto yalvPa yrarti
npénet va aviéxet ot gbopd mov mpoxaleital ano Tig tveg. Eivatl xkoAwvOpikrg pop@prg alAa
Olabétet Aerrtopépeteg KOPImMG EOMTEPIKA TIOD ODOKOAEDOLV TV KATEPYATLA OIOTE 1) Kor) Oa yivel

P& HIKPI) TaXOTTA KAt IPO®ON.

6.2.7 Aeapevi) okovng

Bpioketat moAd kovta oto Oalapo avaping kat extifetat oe vynAr) Beppokpaocia aA\a
gtvat emBopnto va éxet 000 yiverat yapnAn Oeppixr) ayoyipotmta yati alAiwg Oa Aettovpyrioet
oav mrepvylo Kat o Balapog avapdng dev Oa etvat Oeppikd otabepog. Emiéyetal wg DAKO To
TepAov (PTFE). Exet kalég pnyavikég 1d10tnteg, aviéyet aveta péxpt kat tovg 250°C xat eyet

XapnAr) Oeppikny ayeypotnta. Anattoovviatl mepirmov 50 Aemtd katepyaotag.
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n SOLIDWORKS CAM MC Manager
E'"L-P@ Cenfigurations

..... ' Machine [Mill - Metric]

-J) Stock Manager[6061-T6]

----- L, Coordinate System [User Defined]
=28 Mill Part Setup

1,_@ Perimeter-Open Pocket1 [Rough-Finish]
IE Open Pocket1 [Rough)

@ Rectangular Pocket1 [Rough]
@ Circular Pocket1 [Rough]
(g8 Hele Group? [Drill]

--f53) Hole3 [Drill]

@ Circular Pocket? [Rough-RoughiRest]- Finish]
=5 Mill Part Setup2

@ Face Featurel [Finish]

--f53) Holed [Drill]

-2 Mill Part Setupd

@ Circular Pocket3 [Rough]
@ Circular Pocketd [Rough]
-{gg Hole Group2 [Drill]

=8 Mill Part Setup5

--f53] Holed [Drill]

-f53] Hole10 [Drill]

=& Mill Part Setuph

=28 Mill Part Setup?
.[53) Hole15 [Drill]
.[53) Hole16 [Drill]
----- ;_i Recycle Bin

Ewova 6.10 To 60VONO T®V QACEDV Y1d TO ODYKEKPIHEVO TERAX10
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n SOLIDWORKS CAM MNC Manager
EEI"L-FB Configurations
..... L, Machine [Mill - Metric]
-JE) Stock Manager[6061-T6]
----- y L, Coordinate Systemn [User Defined]
-8 Mill Part Setup1 [Group1]
a-Lg Rough Mill1[T02 - 10 Flat End]
-] Reugh Mill2[TO2 - 10 Flat End]
{H Contour Mill1[TO7 - 4 Flat End]
a-1L] Rough Mill3[TO1 - 6 Flat End]
-] Rough Mill4[TO1 - 6 Flat End]
gl Drill1[T08 - 2.5x135° Drill]
-k Tap1[T09 - 3.0x0.5MC Tap-Cutting]
- DAll2[T10 - 3.2x118° Drill]
L] Reugh MillS[TOT - 4 Flat End]
=28 Mill Part Setup2 [Group2]
&2 Face Mill1[TO2 - 10 Flat End]
gl Drill3[T08 - 2.5x135° Dirill]
-7k Tap2[T08 - 3.0x0.5MC Tap-Cutting]
=148 Mill Part Setup4 [Group4]
L) Rough MillG[TO1 - 6 Flat End]
-1l Rough MillT[TOT - & Flat End]
gy Drill4[T03 - 1.6x118° Drill]
-l Tap3[T12 - 2.0x0.4MC Tap-Cutting]
-8 Mill Part Setup5 [Group3]
gl DrllS[T11 - 5% 1187 Drill]
-k Tap4(T13 - 6.0x1.0MC Tap-Cutting]
-gllp DrillB[TO8 - 2.5x135° Drill]
- Tap5(T09 - 3.0x0.5MC Tap-Cutting]
=42 Mill Part Setupf [Groupf]
-4 Rough MillR[TOT - 4 Flat End]
-2 Mill Part Setup7 [GroupT]
gl DrlZ[T1 - 5%118° Drill]
-k TapB[T13 - 6.0x1.0MC Tap-Cutting]
-y Drill8[T08 - 2.5x135° Drill]
G- Tap7(T09 - 3.0x0.5MC Tap-Cutting]
..... &) Recycle Bin

Ewova 6.11 Aiota pe Tig OTpatnyKeg Komrg tng Kdbe qdong xat ta

avtioToya KOITIKA epyaleia
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Edit Tool Parameters

Mill Tool  Mill Holder ~ Station
B Preview

Tooltype ©  Fat End W ‘E'
Sub4ype : Rough & Finish

Tool Dimensions Stock Material

Cut diameter (D7) : 10mm
End radius (R} : Omm
Flute length (L2) : 22mm

Default w
6061-T6

] Associate with stock material

4 4k 4k (4]
e
3
I3 |
e

Qverall length (L1): 73mm
No. of flutes : 2 tommsl e
Center cutting : (@
Non-cutting Portion
Type :  Straight

Spindle speed
] SMM 2 100

Spindle Speed: 3133.09836rpn

Ak |4

<

D2 Feedrates
Shoulder dia (D4) :  10mm = . Feed per tooth: 0. 1mm [=
Shoulder length (L4) : 22mm S Y feedrate : m -
Shank dia (D2): 10mm : - Zfeedrate: 200,00000mm/ =
Shark length (LS) : 22mm = | Leadin feadrate : m :
Leadout feedrate 1 400,00000mm/ |2
Properties - Hand of cut
Cutting parameters... Parameters
Tool material : Carbide O Fight Diameter offset : 10
Output through : Tip OlLeft Length offset : 1=
TechDBID: 14 Coolant :
Comment : 10MM CRB 2FL 22 LOC =
OK Cancel Help
QK Cancel Help

Ewova 6.12 Ztwypotono ano tov kafoptopod tov oovinkov xomrg yua kdde epyaleio Sexwprota

6.2.8 Avtamntopag
Oa @tiayTel Ao aAOLPIVIO Yd VA COYKPATHOEL € AO@PAAEeLa T OOV ToL pdvta Kat Oa

ao@aAiotetl oTov afova tov Prpatikon pe axkepaln Pida allen.

6.2.9 Agpaywyog

O agpaywyog ToL avepotpa PIopet va eivat o agpaymyog mov kataokevddet np E3D yua
Vv KePalr] V6 oo tatptalet padi pe tov avepotpa g, aANd enetdr] AKOLPIIAEL OTO PIIPAKETO
TOL KWVITPA avapidng, pe eva apnpo epyaleto propel va agatpedet Atyo vAwo. El0daN\ag

propet va extoniobet arro PETG pe eAayioto k0otog kat va tatptadet akpiBog.

6.2.10 KoxAiag tpo@odooiag oKkovng
ITpoxewpévoo va exmovnel mPOypaAppa Katepydaoiag oe 4-alovikr) pnyavi) Kat enedr) To
eCaptpa 0a kataokevaotel and avoleldmto ydAvPa, IpoTpdTal 1) eKTOIIOO! OIS KAl OTNV

IIEPITOOT) ToL adova avapilng. Amo mv etapia moo Oa xavet mVv ektdI®OOL, AapPdvoovpe to
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= T
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1B recrniogy Datakase

[ Mesage oo (] s0u0w0Rs AN NG Lt
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Fatures | Shatch | Sutsces | Wekrants | Dt Migrstion | Merkus | Evebusts | MB0 Dsmermions SOUDWORES Ao | SOLIDWORKS CAM | SOLIWORKS CAM T | SOLIDAORKS Inipiction
I AR ) [ L B
Simulste Toolpsth @
®
W
[ ['{'] s

b b s

sarea

Dty Gotons B
o R W7 EFa
st displar st 4 1 atomes
E —
comsiens: & @
i N *®

Intoemation &

:,] Qperstin

Toal

of [ 30Views | Wioton Shud
203 5910

Fdiing Parl )

Ewova 6.13 Anpiovpyia npooopoimong

%
25 SOLDWORKS  File Edt View Imiet Tosk Window A

nnnnnnn e [ pre—— 1@ ® - & x
(B Technotogy Datatisse R
5 Messae windom | [B] SOLOWORKS CAMNCEstor

S @o

st | St | Sofaces | Wobmants | Do igration | Mg | vt | W Dimensions SOUIDNORKS Addins | SOLIDWORKS CAW | SOLIDWORSS CAM T8 | SOLWORSS spction

G ER[¢|S[F[E@E =

Shnuate Tocpath @

~

-0Amm

woae: (TF) ;

meETee

Display Options. #
@y @72
Updste dsplayat: L6 1 Moses
= B
coons: & 19| BT
Cr . X

Infarmation &

@ Operation: Tap?

Tooi: T09. 3 0MSMCTap-01

TETEIRTN] Model 30 Viaws | Motion Study T
23510

Edting Part - ®

Ewova 6.14 Xpopatiki dmeikovion Tng €mQAVELAG TOV KOPHATION HETA TNV KATEPYAOid.
IIpaowo onpaivel akpipmg ot 1aoTaAcT) £VE KOKKIVO CNUAivEL 0Tl a@aipédnke mapandave
VAko. Ed® Ta KOKKIva givatl To onegipopa.

eEKTIP®HEVO KOOTOG (PA. Etk. 6.16). EVAAAKTIKA pe pikpod KOOTOG PIIOPEL va QTLaXTel ATIO OTPLPOVL
KatdAnAng dapétpoo.
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Parameters
Statistics

Toolpath analysis

Segments Length % Min Max
Lines: 2 100 X -47.5mm 39.5mm
Acs: 0 0 Y : -13.6mm 33.5mm
Total: 2 100 Z: -21.16052mm  62mm

Estimated machining time

Time ( min )

Toolpath  21.05

Tool Change 1225

Index  0.05

Total : 22365

TechDB Details

C:\ProgramData"SOLIDWORKS
A\SOLIDWORKS CAM 2023\ TechDB

OK Cancel

Help

Ewova 6.15 E€aymyl] ToV 0TATIOTIK®V T1)§ Katepyaoiag tov koppatiod. O xpovog

KATEPYAOLAG XPIOIHEDEL GTOV DIIOAOYIOHRO TOD KOOTOVG KATAOKEDIG.

screw_final.3TL 1 Remove £ Replace file Qty:1
% 8.30 = 8.30 = 43.50 mm
3D
* Quantity 1 + Add another quantity
Design Units inch cm
+ Material Resin  MNylon  PLA  ABS PETG  TPU PC ASA  PEEK  Aluminum
Titanium = Tool steel please enter custom materials
Type of Stainless steel
Stainless steel 316L,
« Color
* Process

Ewova 6.16 Kootog extonmong koxAia

$29.87

Close ~
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6.2.11 Aowura e§aptipata

H woktpa etvatl tononoupeévn mg E3D kat otov topvo agatipoovvtat ta 6vo televtaia

IITEPLYLA Y1d VA IIPOCAPHOOTEL OTO PIIPAKETO.

6.3 Extipnon kootoog

I'a tov bIIoAOY1oHO TOL KOOTOVG, KATAPTICOVTAL CLYKEVTPMTIKOL IIVAKEG PE Ta eSaptpata
opadonoumpéva avaloya to &idog Tng xatepyaoiag xabwg xat Sex®PloTog MIVAKAg He Td
ToIonouéva.

ZOYKEVIPOTIKA Ol XPOVOL KATEPYAOLAG APALPEDG Y1d TA AVTIOTOXA KOPPATIA (paivovtat

otov mnivaka 6.1

ITivaxag 6.1 Xpovol katepyaoiag

a/a Ovopaota Xpovog katepyaoiag (min)
1 Odalapog avaping 23

2 Mrnpaxketo Kivnujpa 15

3 Xttovio 26

4 AeSapevr) oKOvNg 48

5 Avtamtopag 8

Bewpettat KOOTog epyaciag cnc 15evpw ava mpa Kat Aettovpylag pnxavrig 2 evp® avd ®pa
[16] omOTe yla TG KOIEG OLVOAIKC TO KOOTOG EKTIHATAL 34£0P®.
I'a ta tepayia oo Oa exton@bodV exTipdTatl T KOOTOG pe 1) Por|feta TOL EKTIHITY) KOOTODG

TG ETALPLAG PETA ATIO TN PETAPOPTMOL TOV TPLOOAOTAT®V POVIEADV Ot pop@n) *stl. Avalvtikda

avd TeERAXo Ta KOOT Paivovtdatl otov mivaxa 6.2

ITivakag 6.2 Kootog ektonmoswv

a/a Tepayo Kootog extonmorng
1 Baorn otr)pténg 11

2 KapaAéto woktpag 8

3 Armootdrng 8

4 Epnpoobia mhaxa 8

5 Teviotmpag 8
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6 A&ovag avapiing 8
7 Agpaywyog 8
8 KoyxAitag 30

To oLVOAKO KOOTOG TV EKTVIIOHEVMV EKTIATAL OTd 89e0pm.

ITivakag 6.3 Tonmonowmpéva e§aptypata

a/a ESapmpa Ap1Bpog Kootog/tep Zbvolo
Tepayiov

1 Povlepav 618/7 2 13 26

2 Poxtpa 1 - —

3 Kwnujpag avaplng | 1 10 10

4 Avepot)pag 1 2 2

5 Brjpatukog 1 20 20
Tpoodootag

6 Axpogiolo 1 10 10

7 Teppatukog 2 3 6
draxorrtng

8 Atdpopot KoxAieg 10 10

9 Tpoxalia ypoviopod | 2 15 30

ZOVOANIKA TO EKTIPMPEVO KOOTOG €KTOG TOV HETANIKDV DAKGOV (EKKpepiel) mpoxovrrtet ota 237

EVP®.

6.4 opnepaopata

AV Ta eKTOIOOIA TEPAXLA EKTOG TOV AVOSEIODTOV eKTOII®OOVY Og OIKIAKO exTon®TY Oa
IPOKLYeL AtobnTr] pelmor) ToL KOOTOVG £1g BAapog OP®G Tov XPOvoL Kataokevns. ITapatnpr|Onke
OTL APKETA ATIO Ta TOIIOIIOUHEVA ECAPTATA iVl OE1PAG 1) EPIIOPEVOLNG KAl KAT EMEKTAON 1)
dabeowpotntd tovg kpiverar ap@ifoln. Teétowa eivar ta povAepav xat ot Tpoxaiieg. O
avaoyed1aopog g KePAAT)G e KOWVI|G OE1PG TOIIOIIOU VA eSAPTI AT KOl 1€ IIPOOAVATOAIOHO

11ep1ocoTePO otr prhocopia too DEMA etvat anapattntog.
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KEDAAAIO 7

I'evika oopnepaopata - IIpotaoceig yia peANovtikn épeova

H ke@alr) ektdrmong pe avapidn Koviov vev avipaka 1) balov, etvat pia obvOeTn) oxeTiKa
OLOKEDI) TTOL 1] Aettovpyia g IEPINAPPAVEL PAIVOHEVA POIG KAl JLAXLONG AN KAl P AVIKA
Kabog epmAEKeL por| THYHEVODL IOADPEPODG KAt IIPOCAY®YI] [T} OLVEXODG PECOL ONIMG vl Ot iveg.
Emiong etvat apxketd S0OKONO KATd T QAo Tng avalvong Kat BeAtiotoroinong, va emAvdet

HOVTENO IOV VA IIPOCOROI®VEL ONA TA HAPATIAVE.

Apyd, mpoteivetat va pehetnOet mepattepm, 1) Oeppikr) COUIIEPLPOPA TOL P XAVIOHOD. ATIO
T PeAET) KAt XP1)01) T®V AA®V KEQPAADV EKTOIINOLG £XEL YIVEL YVOOTO OTL VAL TTOAD ONHAVTIKO
1] KeaA1) va etvat KaAd povepéve) 1ot ®ote Kabmg To vijpa arroppopd Oeppotnta, to Oeppavtiko
otolyelo va propet va avamAnp®oel TV a®AEld yid Vv TSN aA\d Kat Ti¢ ar®AELeg IIPOg TO
ePPANNOV. ZT1V KEQPAAT) ITOL OXeOLAOTIKE £d®, AMIALTELITAL O DIIOAOYIOHOG AVTM®V TOV AIIOAELDV
wote va dtaoctactoloynOet to Beppavtikod otoryeio KataMnAa. Zagog Kat npénet va mpoPAeqet
1) Torrofetnon KatdAnNAng povaeonsg. AAN®OTe X®Pig HOV®OT) pe TV YPodn mov Snpiovpyettal aro
TOV AVERLOTHPA YOENG TOL £§ePXOPEVOD DAKOD ATIO TO AKPOPOOL0, 1] Kealr] Oev priopet va etvat
Oeppka otabepry. ONa ta mpooketpeva eSaptrpara otov Odhapo avdping onwg o Kwvntrpag
avapng, 1) 6eSapevr) g okovng Kat 1o xttewvio (barrel) pe tov koxAia, AettovpyodV wg YPOKTPEG
(rtepvyia) amoPoArg OBeppotntag ano to Oalapo npog 1o mepPAAAov Kat yU avTto MPEneL va
pedetnOel 1 por| tng Beppotntag mpog avta. H ywoktpa oty eicodo tov vijpatog avtietwmg

emPaletat va ovmapyet yiati tol pe v tonobétnon tov heatbreak, Aettovpyel wg ppaypa
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Kegalato 7. I'evika ovpmepaopara - Ilpotaoerg yia peAdovriky épeova

Oeppikd xat amotpenet T OBéppavorn tov vijpatog mpwv avto ewoéNdet oto Balapo avapidng.
Emiong, pe tm Oeppin) avaloon Oa dwamotmbel 1 Oeppixn) xaramovnon Kat ToV AouI®ov

eCapTPATOV ON®G 1] eSO TEPIKT| TIAAKA, O THAVTAG KTA.

211 ovykekpipévn) oxediaon dev eytve 1 mpoPAeyn) yia aveptot)pd Podng ToL DAKOD oV
eCepxetat amo 1o akpo@vowo. I'a va oopmepidngbel oto oxedlo, mpemet va yivel emloyn
ODYKEKPLPEVOD POVTEAOD AIIO TNV AYOPd KAl EL0AY®Y1] TOL OTO OCOVAPHOAOYNHA e dnjpovpyia
agpaymyod 1mov Oa xatalrjyet oto mAdt g €§0dov Tov axpo@LOioL. Znpelwveratr OtL Oev

arattody OAa ta VAKA Yodn petd v e§mOnor). Tétoto vAwo eivat to ABS.

Emiong Oev eywve mpoPAeyn avalvtikd tov vAwobd mov Oa ypnotpomowndel xat teov
OXeOAOTIKOV YAPAKTPLOTIKOV TOV Y1d T) OTEYAVOoIIoinon Tov adpov pe tov afova avaping.
Yrdpyet MAn0mpa DAK®OV KAt TEXVIKOV Yid T OTEYAVOIIOi ol HEPLOTPEPOPEVROV Tepayinv (II.X.
Topovxeg asova) ald o drabcopog xwpog Kat 1 Oeppokpaoctakeg ovvirkeg SLOKOAEDOLY TO
npoPAnpa.

EvaA\aktikd too pnyaviopoo tpogodooiag okovng pe kKoxAia, mpoteivetatl va peletndet n)
neplmrt®orn tng oxediaong Kepairg avapidng d0o dSaPoPeTIKOV VIpAaT®V, dnAadr) evog okETov
IAAOTIKOV Kt €vVOg pe meptekTikotnta 20% oe bAKO evioxvong mov eivat dtabéopo otny ayopd.
To mAeovektnpa edw eivat ot 11 Ke@ahr] Oa avapetyvoet d00 MAPOPOLAg KATAOTAONG DAIKA
(Tnypéva xat ooveyr)) Kat Oxt HoAopepég pe oxkovr). Eviexopévag n pin va yivetat mo evkola xat
ypryopa. EQocov eyive yvooto To @@EéN10 eDPOG TG TIEPLEKTIKOTHTAG DAWKOD eVIOXLONG ATIO T1)
BPAoypagia xat dev mpémet va avfaveral ameploptota Aoym wabopotntag, tote 1) Xpron

£tooo vijpatog pe npoodnkn wov 20% dev amotelel mpoPAnpa.

211 peAéTn) Kat avalvor) TG KAaTtaokenr)g, damotmdnke 0Tt 0 XpOvog yid T piSh Kat v
€000 piypatog amo To akpo@volo eivatl peydalog. Ilpoteivetat va yivel HAPAPETPIKT] PENETY)
KPLOWH®V O1aoTdoe®V ToL BaAdoL KAl TV eapTHHAT®V TOL KAt PEATIOTONONO ADT®V WOTE VA
ehaytotomnoOet o xpovog. Tetoteg draotaoetg etvat 1) S1apeTPog, To dtdxevo petadd Baldapov Kat
adova xkabwg kat to prjkog tov Baldapov. Me v eAdtt®or Tov dtakevov alAd Kat g Stapétpon
ToL OaAdapov, Oa mpoxvLYeL KAt EAATIOON TG PNXAVIKIG KATATIOVI|ONG IOV elvat {NTOLHEVO yla

v adlomotia Tov pnyaviopoo.

To LAKO evioyoong Tov ITOALEPOVS, IOV AIIOTEAELTAL ATIO TEPAXLOPEVES tveg avOpaka padi
e ToLOPaA ypa@itn evOexopevamg va ep@avifet TOIMKA OLOOMUATMOELS KATA TV Ipombnon péoa
otov KoxAla Kat idtaitepa oto onpeio mov vmdpyet KOVikotta Atyo mpiv eloéNdet oto Odhapo. H
IIPOOOPOL®ON] TG OLHIIEPLPOPAS TETOW®V DAKGOV  elvat OOLOKOAN Kat amdattel  Xpron
eCeldkevpeveOV poviéhav mov dev etvar dapeoca Swabéowpa oto Comsol. Mua pébodog mov
XPNOWOIIOLEiTAl yid T MPOCOPOIMOoN TG CUPIEPLPOPAG |1} OovVEXDV péowv eivat 1) Discrete
Element Method [25] xat xdmoteg gopég ovvOvdaletal kat pe to CFD. Opwg amattel peydln

DIOAOY1OTIKI| WXV Yl peydho aptfpod oopatidiov.
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