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Iepiinyn

To tomio TV KaTEPYUSIOV TPOGONKNG VAIKOV £xel 0AMAEEL SPOUATIKA T TEAELTALN
xpovia, €0l pe Tig texvoroyieg 3D ektumwonc. Xfuepa, ol teyvoloyieg 3D ektum®ONG
YPNOULOTOLOVVTOL OAOEVA KOl TEPIGGOTEPO, EITE Y10 TNV TAPAYM®YN N YO TPOCOTIKY XPTIOM.
Selective Laser Sintering 1 Selective Laser Melting (SLS / SLM) &ivar d0o yopoktnpiotikd
TopadelypaTo Katepyaoidv Tpochnkng vAtkod vyming okpifeioc. To viwod glvar vmd v
LOPON AETTNG OKOVNG OV amoTiBeTol G éva AENTO CTPAOUN TAVED GE PO EMPAVELD KOl OTN
ouvéyeln copmiEletal KoTdAAnAa. Téhog, éva Aéllep VYNANG 1GYDOG COPDVEL TNV EMPAVELQ,
TLPOGVOCOUATOVOVTOG / TAKOVTOG TN OKOVN € TOMIKA, Ol OE UI GUCCOUATOUEVEG TEPLOYES
TOPOUEVOLY YlOo. TNV LIOCTNPIEN TV eMOUEVOV OTpOcE®Y. Me autdv Tov TpOmO £€va
mePimAoKo TPIodIdoTATO oYNe Urmopel va mapaydel otpdpa-ctpoue copemvae pe to CAD
povtého. H moapodoo epyocic otoxevel va oxedldoel Kol vo  KOTOOKELAGEL €vav
OTTOTEAECLATIKO UNYOVIGHO Yio TN Stayeipton tng okovng v o punyovy SLS / SLM mov
avantoooetal 610 Epyaoctipio Teyvoroyiog Katepyacwwv EMIL Avtd to woppdrtt tng
punyovig etvar kpicio 010t ennpedlel onUOvVTIKG TNV akpifela Tov Tepoyiov oV TPOKELTOL
va topaydei, Kabhg kol v TayxdTNTA TG Tapayyns. To cueTnua amotedeital omd dapopa
VTOGLGTHLOTO TO, OTTOL0L EIVAL: O UNYAVIGUOG OV evamobétel Tn okovT 6to Tpaméll epyaciag,
0 UNYOVIGHOC TOV GTPMOVEL Tr GKOVT| Kol 1] KOTAGKELN TOV GPPayilel TO YDOPO epyaciag amd
dwppon okovng. H @don tov oyedioouov eiye dvo otddo, Tn GUAANYTN TOV J10QOP®V
mbavdv Aoewv Kol tov Aemtopepn oxedwopd. Katd 1o otddio cOAANyNg mapnydncav
TOALG EVOALOKTIKA oxédta. Xpnotlponowmvtag T nébodo Analytic Hierarchy Process (AHP),
ot evoAAokTikég AVoelg aflodoynOnkav pe Bdon to Kpitipe mov opilel o ¥PNoTNG Kot
eMAEYONKE M MO KATOAANAN eVOAAOKTIKY] ADGT. Zuvéyeln giye o AEmTOUEPNG OYEOIOGHOG
YPNOUYLOTOIDVTOG £VO, EUTOPIKO TOKETO AOYioukoD CAD péypt onpeiov Tov o unyovicuods vo
elvar £€Toog yio v kataokevn. OploTikomoinen Tov 6Yedacod TepAauPavel extloyn Tov
NAEKTPOVIKOV YloL TNV 001yNoT KIvnmpoVv kot TN dayeipion tov atcdnmpov. To erduevo
prue. ot dwdikacion g avamtuéng MTav N KATAoKEL TV eEupTNUOTOV  GE
gpyareopnyavég CNC, pe Baorn tov G-kKdoKo Tov dMutovpyndnke ypnoonoidvTag Eva
eumopwcd mokéto CAM. Zn ovvéyela, éhaPe ydpo 1 ocvvoppoArdynon. To pnydvnuo
doxdotnke og dvo edoeic. H mpmtn dokiun frov ympic okovn kot pe otdyo vo eAEyEet T
OMOTH AEITOVPYID TOV NAEKTPOVIKAOV, KOOMDG KOl TNV CLVEPYACIO TOLG HE TO VIAPYOVIQ
ovoTHHOTO EAEYYXOL TOL pnxaviuetoc. H devtepn odon ftav pio IAnpovg KMpoKag 6oKium
TOV UNYOVIOUOD UE TOAVUEPEC GE UOPEN OKOVNG, Kotd Tn JSdpkeln tng otudikaciog
evamdeonc evog GTPOUATOS. XE 0vTO TO GTAS10, Ol CTUEIOONKAY advvapieg TNG UNYAVIAS Kot
KOTNYOPLOTOONKAV GE VIOYPEDTIKEG EVEPYELEG TPV ALd TNV UNYOVIKT gvfuypduion Kot
exelveg mov eivol amhog Pertiwoeic. Téhog  mpoteiveton oyédo Pabuovounong tov
TOPOUETP®V KATEPYAGIOG X1 OIULOTOIDVTOG TV HeBodoroyia Taguchi.
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1 Ewoayoy

Avtég Tic pépeg m pébodog Selective Laser Sintering (SLS) eivor pio omd Tig
KOADTEPEG TEYVIKEG KOATEPYAGIOG TPOSHNKNG VAIKOD Kol piot TPpOSPAT HEAETN £€d€1&e OTL 1
Tdom avt) Ba cvveylotel kol oto péAlov [1]. Ot Bacikég évvoleg g Rapid Manufacturing
toviotnkav and Chua [2]. H dadikacio mov vAoroteital mpémet vo gival oe BEom va mapdyet
e€apTNUATO LE VYNAT TOPAYOYIKOTNTO, YOUNAO KOGTOG, YPyopn TapAdoct, KA ToldTnTa
Kot amodektn emavoAnyotta. H dadwacion SLS eivar oe 0éom va avtipetomiost OAES
OUTEG Ol OTOUTNOEIS KO EYOVV TAEOVEKTNUATO GE GYEOT] UE GAAEC TEYVIKEG KOTEPYAGIOG
npocOnkng vikov, onwg Stereolithography (SLA) mov eonydn to 1987[3]. 'Eva amd to
migovektnuata g peBddov SLS eivor Oti givar oe Béon va mopdyel cOvOeTo oot OXL
uovo oe pétaAda, oAld kol og moAvpepn omwe avagépetar [4][5]. Teyvoloyieg kataokeLNg
TPOCAVENCTG VAKOU UTopovV va StakplBodv TIC TEYVIKES GYNUATICUOD 1 APAiPESTS VAKOD
Ko [6] pe tpodmo pe Tov omoio kavouy To, TPoidvTa, INAad He TH INUOVPYiL GTEPEDY, OOV
elvar amopaitmro, yopic ™ xpnon €WKV epyoreiov. Onwc ol mMePIGGOTEPES TEYVIKES
npocavénong viAwkov, SLS mapdyst EapTnUOTO OTPOUA-GTPOUN. AVLTO eMTPEMEL GUEOT
ovlevén pe o CAD povtého tov mpoiovtog. H Ewdva 1 amewcovilel ™ Pooikn Wéa pog
unyavng SLS.

Optical fibre

XY-stage
for beam deflection

™ Focus unit

\\l. Deposition

/ mechanism

[ 1 Control computer
L

Focused
laser beam

" Unaffocted
powder

Recipient .
Sintered part

Conditioned chamber
{vacwum)

Ewova 1: Paoixi 10éa puag pmyovig SLS [12]

O1 yevikes apyés tng dwdkaciog SLS €xovv wg €&€nc. To vikd givar vtod TV Lopen
AemTNG oKOVNG 1 omolo evamotifetal og po EMEAVELN, TOTE GUUMIELETOL UE L0 OPICUEVN
pébodo kol otn cvvéyela £vo AELEP VYNANG 1OYVOG COUPMVEL TNV EMPAVELL TPOKOADVTOG
™EN TG OKOVNG OE TOTIKO EMIMEDO, Ol UN EMEEEPYOCUEVEG TEPLOYEG TOPAUEVOLV Yid TV
VTOCTNPIEN TOV ETOUEVOV OTPMGEMY KOl UE OVTOV TOV TPOTO £Va, TEPITAOKO TPLodAGTOTO
oynuo. pmopel va mapaybel odpewve pe 1o poviého CAD [7]. Avtq m Swdikooio
emovalopuPavetol péypig 6Tov £xEl KATUGKEVUOTEL OAOKANPO TO LOVTEAO.

1.1 ZXkomdg tng gpyaciog

H tpéyovca perétn diepeuvad tig dtdpopeg nebddovg yio v evamdbeon, otpwoinatog
Kot 1010TNTEG OKOVIG TTOL €ival KPIoIe yioo T PeATioon T modTTag TG EMPAVELNG Kol
TNV TOUKVOTNTA TOV TEAKOV KOpUaTIon. O 6KOTOC avTig TG epyaciog ival 1 avdmtuén pog
OTTOTELECUOTIKOD KO TPOKTIKOD UNYaviopod evomdbeong okdvng Xtig SLS unyoavég m
evamofeon g okovng glvar (o onpoavtiky dadtkacio. H modtta tov oTp®dpotog okovng
gtvon évo, ToAD onpavtiko Béua yio Ty akpifela Kon Ty otabepotnta g drodikaoiog [8] o
emiong emmpealel kol TNV TOWOTNTO TOL TeEMkoy Koppatiov. Toa Poocikd 7oloTiKd
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YOPOKTNPLOTIKA TOL KABe oTpduaTOg oKOVNG €lvarl va €xel otabepd mdyog Ko va givan
opoyevéc. Opmg dev vmapyel yeviKOG TPOTOG evamdOeons oKOvNG UEYPL GTLYUNG, TOL vV
toptalet og kabe gidog okovng [9]. Eivar yvootd 6t n vypacio exnpedlel To puOud pong g
oko6vng [10]. H meproym

H mepoyn g oyxetikng vypaciog 6mov o puBpdg pong TV UETOAMKOV Kot
KEPALIK®DY oKOVOV dev emnpedletar ovolaotikd givan 30-80%[11]. 1o onueio avtd npémet
va avoeepbeil 6TL 1 PipAloypagia otepeitanr Aemtopepeic HEAETEC Yo TO TG M EvamOdeon
OKOVIG TPUYUOTOTOLEITAL, Ol TEPIOCOTEPES OO TIG UEAETEG TOV TOPUTEUTOVY GE £VO, TOAD

aeNPNHEVO TPOTO.

Emutiéov, n epyacio avt Oo avIpeTOmoTEl TO TPOPANIO TNG GTEYAVOTOINGNE TOV
YOPOV gpyooiag, mov gival T000 (OTIKNG onuacicg, Kobmg kal dtadikacio gvamdfeong
oKOVIG. AvTO 0QeileTal GTO YEYOVOG OTL, €4V M TEPLOYN epyaciog Oev €ival OHOLOUOPPA
oOPAYIGUEVT), KABE pOpd oL TO TPaméll epyaciog KIVEITOL TPOG TAL KATW EMTPENTOVIUG XDPO
Yo V0L VEO GTPMUA TO VITAPYOVTO GCTPOUATO B TUPAUOPPDOVOVTOL KOl UTOPEL EVOEXOUEVMG
Vo LETAPAAEL TIG TPOSYPOUPES TOL KOUUATIOV.

Téhog, o mepapatikr pebodoroyia faduovounong Ba avarvdei. Avti n nébodog Ba
ypnowonotei robust teyvikég, dmmg Statistical Design of Experiments. e avtd 1o onpeio
npénel va ovapepbel O6tTL oV TpéYovco peAétn podvo m Bewpio kKot 1 oyxediaon TV
nepapdtov 8o Adfer ydpa. Avtd ogeidetal oto yeyovog OTL TO pnydvnuo omortel pio
unyovik Pabuovounon mpwv va givar étoyo yw v Pabuovouncn tov mopousTpov
katepyaciag (puOuog Tpopodociag, wyv Aélep, €id0g KAT cupTOKVOOT).

1.2 State of the Art

e autd To KEPAAalo Ba eEeTtacTovV o1 d1dpopeg nEBodot evandbeong okovng oe SLS
UNYOvEG oL ypMoLorolovvTal. Me Bdaon ta svpriuatae g PifAloypapikig avackonnong o
Tpoyuatomoindel 0 GYESIAGIOG TOL UNYOVIGHOD evarndOeong oKOVIG.

121  “Mnyoviki” evaré0eon okovng

H 7o xowéc kot mo gupémg ypnoipomolodueveg uébodot yia tnv evamdbeon oxdvng
oTig unyavég SLS givar «Mnyovikn evamdbeon" oty omoia 1 6KOVI] OTADVETOL LE PUNYOVIKI
uébodo, Ommwe o Aemida, évav kKOAvOpo kot éva slot feeder. Avtég ot pébodotl eaivovtar
oYNUOTIKG oty Topakdto ewwova (Ewodva 2). Eniong n evamdOeon tng oxdvng e€optdron
and Tig 1010TNTEG TNG O6KOVNG [12].

(al (b) (c)
Eixova 2: Myyavikéc uéodor yio evardbeon oxovie [12]

1.2.1.1 Evom60eon okovng pe slot feeder pe koivopo

H pébodog evandbeong oxdvng mov ypnoipomombnke omd tovg B. Van der Schueren
kot J.P. Kruth [12] ypnoipomotel £va cuvovacud tov pebddmv mov avapeépbnkay mapamdvem.
Mo ovykekpéva ypnowonoteite slot feeder ko kdAwvdpog. H Swadwkaocio evamddeong
okovng apyilel pe v mpog To KAT® petakivnon tov tpaneliov epyaciog Alyo mopamdve amd
ot givol 1o oo Tov KdPe oTpduaTog. XTN cvvéyela mepvhel amd mhve o slot feeder kot
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amAOVeEL Eva YoAapd GTPpOUN oKOVNG. XTN cvvéyewn 1 tpanela epyaciog avePaivel edylota
KOl TEPVAEL 0 KOAVOPOg cvpmiEfovtag T yaropn okovn [12]. [13].

1.2.1.2 Evom00gon okévng pe yp1on Kurivopov Ko Aemidag

Ot Budding et.al. [15] e&étacav emiong kou v mbavotta g xpnong Aemidog pali
He KOAVOPO 0 0T010G TEPIGTPEPETAL TTPOG TNV POPd. TG Kivnone. Ta amoteAéooTo QLTS TNG
UEAETNG OGOV  O@Opd TNV MUKVOTNTO NTOV TOPOTAVE omd  Kovoromtikd. Oupwg
mopotnpenonke 6t N péEBodog avtny Pmopel vo EXEl APVNTIKG AmOTEAEGHOTO OTOV O AGYOG
ocvumieong Eemepvoivioe Eva Op1o.

loose powder

Eixéva 3: EvaroOson oxovig ue kbAvopo kou Aemioo [15]

1.2.1.3 Evon60eon pe kG.o0 Tpo@odociog

Ye aut) v péBodo M okdvn mpog evandBeon Ppicketor og Eva kAdo dimha and Tov
x®po epyacioc. H dadikcacio e evandbeong exvael e avtov Tov kKado vo aveBaivel 1060
600 omatteite Mote 1 okdvn ov Ba Pyel va emapkel ylo pion 6TPOGCT. XTN GLVEXELD HLE TN
xpNon KLAivepov 1 Aemidag otpdvetar n okovn [16][17][18]. H napaxdrom swdvo, (Eikova 4)
OTOTVTIMVEL QLT TNV SldIKUGia.

pyrometers ~:;
¢

(Q Tox
/“\ 2, Tix
specimen | 4.® |
| >
1

Eixéva 4: Powder deposition using a feed bin [16]

1.2.2 Mé£00d0g pg yp1o1n 00Vi|oE®Y

H mepopaticy didraén mov omewkoviletar oty mopoakato swkdva (Ewkovo 5)
YPNOOTOLEL Kol Yio TNV pOBUIoN TG PONG Kot Yo To TOTE Ba péel okOVN oplOVTIEG KoL
Katakopueeg dovioelg [26].

H Vertical vibration H
. 7

Horizontal
vibration

Exova 5: Po# orovig ue ypiion opiloviimv kai KoToKopopmy 00VHGEDY
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2 MeBoooroyia TG epyaciog

[Ipwv v dtepedvnomn tov unyavicpot evamdbeong oxovng sival {oTikng onuociog va
optobei n pebodoroyia wov Ba ypnoomomnbel, frina Tpog Ppa. Avto givar TOAD GNUAVTIKO
TPOKEWEVOL Vo dounbel m HEAETN Ko vo Yivel EDKOAOTEPO KOATOVONTY. XTO TPOTYOVLEVO
KepdAawo (kepdiawo Error! Reference source not found.) vafip&e pio ovaivtiky
TapoLGIaoT TV TOAA®V HeBOdwV Yoo TV evomdbeon okovng. Avtég ol mAnpoeopies Oa
xpnooronfovy Tpokepévon vo mapayfodv kdmolo oS Yo T punyavicud evamdfeong
okovne. H mapaxdto ewdve (Ewkdva 6) aneskovilel pe meptiinmtikd tpdmo ta frpato mov Ha
VoL EPOPLOCTODY KOTA TN SIAPKELD OVTNG TG UEAETG.

@

Literature Investigation

m Specifications of the mechanism

Mechanism

oncept Designs Accepted?

YES

Define the criteria that will be used for
the evaluation of the concept designs

NO

Criteria accepted?

Evaluation of the alternative designs

Select the best concept design

Detailed investigation for the
design

NO -
— Design accepted?
YES
— Dimensioning of the design <
Building the device

. NO
Testing successful?

YES

Tuning and Optimizing

NO
— Results acceptable?

YES
END

Eixova 6: didypouuo. pong e usBodoloyiag
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Y10 endpevo kearaio (kepdiato 3) Ba TopovclacTobV ddpopa oyEd EVvola Yl TO
pnyoviopd mov mpokettan vo, oyedtactel. Ilpv amd ) dnpovpyia Tov UNYOVIcHOL TPETEL VA
opteBotiv o1 Tpodiaypaég avtod. O punyavicpds evamodeong okovng tpénel va givorl o Béom
va gvamoBéoel otpapo 20um oxovng. Avtd to oxéd ot cvvéxeln o aloloynbovv e
Baon opiopéva kprmpla H a&loddynon tov evailoktikov oyediov 0o mpaypatomombel pe
™ xpnomn ¢ uebddov “Analytic Hierarchy Process (AHP)” [48], to amotélespa ovthg g
uebddov Ba eivar 10 KOADTEPO GYED0 DGTE VO aPYICEL O AETTOUEPNG OYEDOONOC Ue Paom
avtd. Otav to punyavoloyikd oxédle EYovv TEAEUOGEL M emOUEVT] Odom givol 1 @dorn g
KOTOGKELNG TOL pnyavicpov. To telkd Prina apopd Tic SOKIHEG TOV UNYOVIGHOD KOOMG Kot 1
puOon kot Beltiotonmoinon. Robust teyvikn 0o ypnowonombei yia ™ Pektictonoinon tov
unxavicpov. ITo  ocvykekpwéva, 0o ypnowomombel n teyvikny Statistical Design of
experiments pe v omoio. Ba pewwbodV o0 PSS OTOITOVUEVOV TEWPAUATOV YL TNV

Beltiotomoinon g unyavig [45].

2.1 Analytic Hierarchy Process (AHP) & Kpiripwa A&rohoynong

H Analytic Hierarchy Process (AHP) eivat pua pébodog Aqyng anopdosmv 1 omoio
¥PNOooTolEl TOALUTAG KprTpla Ko avortdydnke and tov Saaty [46][47][48]. H AHP éyet
TPOGEAKVGEL TO EVOLUPEPOV TOAADY EPELVNTAOV, KUPIMG AOY® TV HOONUATIKOV 1010THTOV
™G HeBOdOV Kol TO YeEYOVOC OTL TOL OOLTOVUEVO GTOLYEID €1GO00V €lval AAAOV €VKOAO V.
Bpebovv. H AHP eivan éva epyaieio Aymc amopdcemv mov pmopel vo ypnoyomroindei yuo
Vv emiAvon oOvBeTov TPoPANUATOV  amdPAcNS. XPNOWOTOlEl Ho 1epapyikny doun
TOAALOMAGDY emumédwv. To oYeTikd oTolyeior TPOEPYOVTAL YPNGILOTOLOVTOS EVOL GOVOAO 0T
ovykpicelg (evydv. AVTEG 01 GUYKPIGELS XPTCLULOTOIOVVTIOL Yol TV ATOKTNON TOV PapdV TG
ONUOVTIKOTNTOG TOV Kpunpiov, kabdg Kol TOV GYETIKOV UHETPOV  EMOOCELS TWOV
EVOALOKTIK®V GE GYE0M LE KADE LEPOVOUEVO KPLTAPLO amOPAcTS. AV 01 GLYKPIGELS Ogv givar
OTOAVTMG GUVETNG, TOTE OLTO TAPEYEL EVOL UNYOVICUO Yia T BedTimon g cuvénelog.

2.2 Statistical design of experiments

I v Bertiotonoinon g pnyovig Oa xpnooromBei n uébodog Statistical Design
of Experiments (SDoE) ot téoogpa otadio pe Bdon ) pebodoroyio tov Taguchi(Ewova 7).
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d START

¥

Determine the factors

¥

Determine the number of levels for each factor

\

Calculate the Degrees of Freedom Phase 1

¥

Select an orthogonal Array that fits to the problem

\

Define the data analysis procedure

———————r———————

Conduct the experiments Phase 2

———————*———————

Analyze the data
Predict the performance at these Phase 3
v v !
. Determination of the Conduct experiments
Individual factor . . .
contribution optimum levels ANOVA analysis under optimum
. (ANOM) cond'itions

_______.1________

Validation Experiments Phase 4

|

N Experiment results Valid?
o)

1Yes
EX

Ewxova 7: Aidypouua porg Statistical Design of Experiments [49]
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3 IIpoKaTOPTIKOS OYEOLOONOS TOVL  UIYOUVIGUOV
gvamo0eonc okovng

Ye autd T0 KEPOAO0 Oa avaivBohv ol eVOAANKTIKOL GYESOOUOL TOV UNYOVICUOD
evamobeonc oxovng. Xtn ovvéyewn Ba agoroynbodv, mpoxeévov va Ppebei o PEATIGTOC
oxedopog o oyéon pe Tig Tpodiaypapés. H mapaxdto ewdvae amewovilel to poviého CAD
NG UNYOVNG TOL £XEL O KATOOCKEVAGTEL.

Ewcova 8: povrédo CAD ¢ SLS /mxahly'g

3.1 Evoiloxtikoi oyediocpoi kot aSlodAdynen Tov pnyoviepov evomodeong
oKOVI|G

Yrapyovv 600 tOmOL GYEdivv Tov Bo TapovslacTovy ot un-vfpidwoi (3.1.1) kot o1
vfprowcoi (3.1.2) emione ta evorloktikd oyédio karnyopiomoiodviar ue Pdon ) uédodo mov
XPNOWOTOLO0Y Vi, TNV evamobfeon TS okOVHG. AOY0 THG OHUAVTIKOTHTOS TOD UNYAVIOUOD
OPKETO EVOLAOKTIKG, GYEILO ONUIOVPYHONKOV.

311 Zyédra pn vPpotk®OV PUNYovIGRAV evam60ecns okovig

Y10 ke@dAoo avtd Bo mapovsiocToby To Un VP oxédwo. H ocvupmieon g
okovng Ba mpaypoatonomBel pe Evav koAvdpo. Ta axdiovba oyédia ypnoiponotel povo tov
KOAVOPO Y10t GUUTEEST KoL EVOV UNYOVICUO TOV SLAVELOLY TOVdPO MOTE 0 KOAVOPOGS Y10 Vol
GLUTIEGEL.
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3.1.1.1 TalavroTi evardédeon

H pébodoc avt ypnoponotet gite opilovria 1 kébetn 66vnon, dote va dnpovpyndet
po pon g okovng péca oto doyelo okovng. O Ilivaxog 1 mopovcidlel to eVOALAKTIKA
oyé010L.

# No. Concept design

(o

NHPD11

NHPD12

NHPD13

() (O

Iivaxag 1. EvonoBOson ue ypnon doviigewv

Me Baon v AHP pébodo n mpotiudtepn evorroktikny AOoT oyedOCUOV gival 1
NHPD11, pe 35,80%, n onoia givor eEAa@pdg TAV® oo To. SO GAAEG EVOALUKTIKEG AVGELG OL
omoieg ka1 ot 600 akorovdei pe 32,09%.
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3.1.1.2 Mnyoviepdg pe eminedo pavro

O1 eminedot 1AVTES TOV XPNGLUOTOOVVTAL GLVIOMG Y10 TN LETAPOPE TV VAIKDV OO
10 éva PéPog 6to GAL0. Avtd Ta oYL YPNGILOTOLOVV TIG 101G apy€G OMMOS TOL TPOPOOITN
oywoun, N omoia Ba tapovoiactel apydtepa, dniadn ™ dHvaun g Papdtntag Kot g TPPNS
petaéld ToV cOUATIOIOV 6KOVIG Kol Tov udvta. 210 oyxediooud Nol o wdvtag Bo eivan o€
0éom va Kwveitor povo mpog pio katehvvorn, og ek To0Tov, N ardbeon okovng Oa extedleotel
uévo mpog pio katevbovon, oe avtifeon pe to oyedocud No2 omoio pmopei vo evamobétet
OoKOVI KOl 6TIG dV0 KatendOveelg.

# No. Concept design

NHPD21

NHPD22

Iivaxag 2. Miyoviouog pe eminedo yavro.
Me Baon v AHP pébodo n mpotiudtepn evorroktikry AOoT oYedOCUOV gival 1
NHPD22 pe 53.47% n onoia axolovBeite amd v NHPD21 pe 46.15%.
3.1.1.3 I010KOTUGKEVT] O0GONETPNTN

Avt) n uébodog mpoteivetal Aoym ™G akpifelag, TG ETAVOANYIUOTNTOC KOl TNG
VKoM TG kataokeung e O unyoaviopog docoldynong eivor katd kvplo Adyo éva
TEPLOTPEPOUEVO TOUTOVO UE Evo aplOud oylopumv og mpokabopiopuévo Babog, to onoio, Katd
TNV TEPLOTPOPN], TOIPVEL GKOVT] 07TO TO OOYEI0 KO TEPTEL TO UTPOGTA OTO TOV KOALVOPO.
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# No. Concept design

NHPD31

(o

NHPD32

NHPD33 - %

Non working [ Working area [ Non working
area area

Hivaxag 3: I010kotackevy dooouetpnty

H AHP pébodog avédei&e tv NHPD33 w¢ kadbtepn pe 44.37%.

3.1.1.4 Kadog Tpopodociog

O xkadog Tpopodociag amotereital and Eva doyeio okovng pe éva £UPoro 6To KATM
UEPOG, TO 0010 UITOPEl VO, KIVEITOL TTAV® KOl KAT® Yo VO TPOPOSOTHCEL T GMGTIH TOGOTNTO
OKOVNG 6TO GUGTNHO. YTAPYOouV dV0 EMAOYEG Yo TO €V AOY® OYES10, TOV OVTIGTOLEL OTNV
TOPOLGia VOG KAV TPOPOdOGiag oTr [io TAEVPE 1] Kot 6TLG 000 TAELPEG TG LUNYOVIG.

# No. Concept design

Non working | Working area Non working

NHPD41
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_ _ Non workin
Non working | Working area ¢
o area

[o] o O

NHPD42

Hivaxag 4: Kadog tpopodoacios

H AHP pé6odog avédeiEe tv NHPDA41 wg kaldtepn pe 53.54%.

3.1.2  Xyéono vPpotk@v pnNyovicp@y evamofeong okovng

Xe owtd 10 Keahlowo Ba mapovslocTovy Ta VPPOKA oyédia. Ta vPpdKd cyédin
wpoteivovtal yia TN PEATIOON TNG TOWOTNTAS TOV TEALKOD TPOIOVTOG.

3.1.2.1 Evano0eon pe slot feeder

O slot feeder ypnowonotei tig dvvauelg g Papvnrag kat TPPNG, TPOKEWEVOL Vo
evamoféael éva opoldpopeo otpdpa. ‘Eva amd to mieovektnuate anTtig ¢ HeBodov givat 0Tt
1N oKV givatl cvumieouévn pe dvo peBOdOVE, TPAOTO ATd TOV TPOPOIHTN KOl GTN GLUVEXELN TOV
KOAMVOPO.

# No. Concept design

HPD11

Ol

HPD12
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HPD13

Iivaxag 5: oyédio slot feeder

H xaldtepn evolhoxtikn pe Bdon v AHP pébodo eivar m HPD11 pe eldyiot
dpopd amd Tig GALEC.

3.1.2.2 1010KOTUGKELT] HOGONETPN TN NE AETiOO

O unyoviopds docopétpnong Ba evamoBéter pio 400 OKOVIG UTPOGTA OO TNV
Aemida, n omola B TNV OTPOVEL OHOOHOPPO, KOL HETE amd avtd 0 KOAVOpog Ba cupmiélet
€V0L TT0 OLLOIOLOPPO CTPAOUO GKOVNG, UE UTOTELECLO TNV KOADTEPT] TOLOTNTO EMPAVELQS,

# No. Concept design

HPD21

/N .

\ // \\\ ) /

N\ o | N !
HPD22 /I_[g N
ff 1H : f{ 17

\\\ //, —
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HPD23 \\;EL/ \\D// :

[
I //\-I ()
\_/ /A

:/ BN %‘U\<

ITivaxac 6: Custom dosing mechanism with doctor blade

H xaAbdtepn evolhoaktikn pe Paon v AHP pébodo eivor m HPD23 pe eldyiom
Spopd amd TIG VITOAOUTEG,

3.1.2.3 Mnyoviopoc pe eninedo ypdvra Ko Aemida

# No. Concept design

HPD31

HPD32

ITivaxog 7: Flat belt mechanism

H xoivtepn evarlaxtikn pe Paon v AHP pébodo sivar n HPD32 pe 53.47%.
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3.1.2.4 Kaédog tpo@odociac pe Aemidoa

# No. Concept design

= =

HPD41

HPD42

ITivaxoc 8: Hybrid method using feed bin and doctor blade
H xoaivtepn evarloktikn pe Bdon v AHP puébodo sivarn HPDA42.

H xoAvtepn evordoaktikn amd 6Aeg eivar 1 HPD23 1 onoia @aivetal otnv Topakdtm
ewova (Eucova 9).

V4 \/

7N
| 1
N/ L\D.—/

Ewéva 9: Best alternative (HPD23)

To mapaxdrte Sdypoppoe (Ewova 10) mapovotdlel tic kaddtepeg evarlaxtikéc. To
TOGOGTO TNG KAADTEPNG EVOALOKTIKNG &lvorl opketd mopamndve omd Tov vroloinwov 24.84%
kot okolovdei n NHPD33 pe 17.31%.
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30.00%
25.00%
= 20.00%

15.00%
10.00%

Final priority

5.00%
0.00%

Final Priority vs. alternative designs
24.84%

17.31%

11.02%
8.27% 8.60%

9.06%

NHPD11 NHPD22 NHPD33 NHPD42 HPD11 HPD23 HPD32

Alternative designs

6.33%

Eixova 10: Final priority vs. alternative designs

14.55%

HPD42
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4 AvolTIKOG OYEOOGUOC KOU  KOTOGKEVLY] TOV
GULGTINLOTOS OLUYEIPLOT OKOVIG

Me Bdon v puébodso AHP 1 kadvtepn evodlhaktikn Evvola gival n HPD23, n omoia
elvar n Idtokataokev| docopetpni o€ otabepn BEom Kot oTa 600 GKpa TNG UNYOVIG Kol TOV
KUAIVOpovL pe Aemida. Metd and pia mo Aemtopepn emeepyacio Tng KOADTEPNS EVUALAKTIKNG
POy LATOTOMONKAY OPIGUEVES AALYES, TPOKELEVOL Va PeATiwbel 0 YKOG, 1 amodoTikO TN T
10 KO0TOG, MG €&Ng: Lmhpyel POVO £€vag OTATIKOC OO0GOUETPNTNG OKOVNG avii yio dvo.
EmumAéov, otnv Kopuen tov Kuiivopov évag unyaviopog Ba tomobetnBel pe 0o Eeympiotoe
dOCOUETPNTEG OKOVNG iog dOOTG.

O1 mapdperpot mov mpémet vo Anehovv vody kot va ikavomrombolv sivat:

o O oyKog Tov doyeiov okovNg Bo Tpémel va gival i6og N LeyaAbTePOg amd Tov
OYKO TOL YMPOL EPYNCING.

o O docopetpnmc Bo mpénel va €yl TN SLVOTOTNTO VO TOPEYEL TOGOTNTA
okovNg Yo 20pum.

H mopaxdto ewove (Ewova 11) anewcovilel Tov TeAKO unyovicuo.

Ewcova 11: Telikog unyoviouog
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4.1 Koppdtia TOV pnyavicpov Kol cuvepporoynon

Ye autd T0 KEPOAoo Ba mapovslaoToby EEXWOPIOTE TO KOUWUATIO OV omapTilovy
GUGTNUO SLoEIPIoNG TNEG OKOVIG KaBMG eMiong Kot Tov unyoviopud cuvapporoynuévo. o tov
GYESOGUO TV KOUUOTIOV ypnotponomdnke to eumopikd makéto CATIA V5. Otav 6ha ta
KOUUATIOL GYEOIAOTNKOV GUVOPHOAOYHONKAY KOl £YIVOV Ol GOPOITNTEG TPOTOTOGELS Yol
Bértio epappoyn. H kataokeun tov koppatidv tpoaypatorotdnke oe CNC punyavipata.

H mapakdto ewdvo, topovoidlet to doxeio okdvng pe tov docouetpn (Ewova 12).
To Tep1ocOTEPA KOUUATIO KOTOCKEVASTIKAY OO OAOVUIVIO EKTOC OO OPIGUEVE KOUUATIOL
OV KOTACKEVAGTNKAY 0O TAATIKO.

Ewcova 12: Aoyeio oxovng

H Ewova 13 kou | Ewkdva 14 anotundvouy Toug AEOVEG GTOVE 0TOI0VG O TEPIGTPEPOUEVOG
O0COUETPNTNG TEPIOTPEPETOL

Exéva 13: Aéovag xwézx&rgznrﬁ Ewcova 14: Adovag tpoyaliag
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Ewéva 15 IThaivé OPPOYIOTIKO Eixova 16: Baon povieudcy
0000UETPNTH

Ewcova 18: Kdroyn oppoyiotikod dooouetpnth

) Ty
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Ewcova 22 Baon doooustpnth piag 60ong

Page 22 of 31



Page 23 of 31



Ewova 26: Ipopyirxog Ka)ézonomnig
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Ewcovo, 27: Avoyn 100 6QpoyioTIKiG KOTATKEDHS TOD YWPOD EPYACLOS

e ¥
Ewcovo 28: Karoyn tov oppaylotikig KaTtooKeDHS TOD YWPov PYOTIoS
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4.2 Awdwaocio evamédeong okovng

Ewova 29).

(A¥) > Start )

b4

New powder layer is™
End e 5 v

NO ) need it?

YES
h 4

Deactivate |aser

¥

Move roller to
powder dowser spot 1

A J
Drop the required
powder to the roller
dowser 1

A J

Move roller to
powder dowser spot 2

v
Drop the required
powder to the roller
dowser 2

v
Roller dowser 1 drop
powder to working
surface

X

Withdraw the doctor

blade — roller powder +—__ Doctor blade is enabled..: >

dowser 1 NO
TEs
v
Adjust the angle of

doctor blade to the
required

v
Layer the powder
(move roller to the
other side ofthe
working area)

-'.'_._[.)octor blade is enabled >

To mapokdto didypappo pong topovcstalel T dwdikacio evarmdeong g okovng (

k4

Wait for the laser to
finish the layer
X,

o NO -
New powder layer is ~ f

need it? End

Roller dowser 2 drop
powder to working
surface

b4

Withdraw the doctor
blade — roller powder

NO dowser 2

IYES
A 4

Adjust the angle of
doctor blade to the
required

h 4
Layer the powder
(move roller to the
other side of the
working area)

&

:A*.f

Exéva 29: Powder layering process flowchart

4.3 HAEKTPOVIKO GUGTNNA ELEYYOV TOV PN AVICLOD

[Iépav tov PNYOVOAOYIKOD KOUMOTIOD TOL UNYOVICUOD avoamtoydnke kot €va
NAEKTPOVIKO GUGTNU TO 07010 EAEYYEL TO GVOTNUA dlayEiplong ¢ okovne. To mapakdtm
o£010 TaPOVSIALOVY TO KUKAMDUOTO, TO, OTTOI0 KOTOGKELAGTI|KAY.
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Eicova 31: kdxlwuo droxomtdv
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5 Aok

H dokiun Tov unyavicpod mpoyotonotOnKe Yp1oILOTOIOVTOS TAASTIKY okovn. To
OTOTELEC O TNG SOKIUNG NTAV OTL O UNYOVICUOG AELITOVPYNOE QYoo Ympic AGOT.

Eicova 32: Piyn oxovig

6 Xvumepaopoata

O oyedlao oG TOL UNYAVIGUOD EYIVE GE dVO QPAGELS, TNV TPOKATAUPKTIKN KoL TNV PAcT
AemTopepovg oxedlacoD. Katd tnv mpokatapkTik @acn e HeAETNE elyav onpovpynonkay
TOALG EVOAAOKTIKG, oYEdt0. Oumg Ady® TOL PEYAAOL OaplBUOY TV EVOAAIKTIKOV GYESI®mV
NTOV amopoiTnT) He. TEYVIKN Yol TV avTIKEEVIKY a&loddynon tovg. e 1o Adyo awtd,
ypnowonomOnke Analytic Hierarchy Process (AHP). H pébodog avty ypnoipomorel
TOALOTAG KpLTpLaL Yl TNV aloAdYNon TV eVOALOKTIK®V oyedimv.. Xwpig v pébodo AHP
N GAAN avdroyn péBodo 1 GLCTNUATIKY Kol AVTIKEILEVIKT 0E0AdYNoT TV oxediov Ba ftav
0, 0vVOTO Vo TPoypaTomon Oei.

Av xot n pébBodog AHP amokdivye 611 0 kKoAOTEPOG GYEdOOUOG NTaY 0VTO pE VO
0100epoVg dOCOUETPNTES OTIG OV0 TAELPEG TOV YADPOL £PYOCinG TO TEAMKO oYES0 MTaV
ENOQPOG  JPOPETIKO A0y TV mpoovapepbiviov  Adyov  (Aertovpykdmra,
OTTOTELECUOATIKOTITO KOl TOV SVVATOTHTOV KATUGKELNC). Avii 00 GTATIKOVG dOGOUETPNTES
oTIG dV0 TAEVPEG TNG TTEPLOYNG EPYOCIOG EVOG HEYOAVTEPOS SOGOUETPNTNG TOTOBETNONKE 5N
pio mhevpd agpvovtag Stabéoipo ydpo amnd TV GAAN TAELPA Yoo TNV TPOGROOT GTO YHPO
epyooiog. Térog, ol dVo Aemideg oTic V0 TAEVPEC TOV KVLAIVOPOL EVOMUATOONKOV GTOLG
OOCOUETPNTEG Hiog SOoTG.

H doxpég mov pnyovicpol evamdbeong okdvng mpaypotomomdnKay pe HEYOAN
emtuyia. O docopetpntg YéULe TANP®G OO TNV OKOVN KAl VT HE TN GEPA TNG EMEPTE
OLLOIOLOPPO HEGO GTOV OOGOUETPNTA Uitg 00T TAV® GTOV KOAVSPO.
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