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MpodAoyoc - Euxaplotieg

H mapouoa dumAwpatiki epyacia mpayuatonolidnke otnv Epguvntiky Movada MNMponyuévwy,
JuvBetwy, Navo YAwkwv kot Navotexvoloyiag, R-Nanolab, tng oxoAng Xnuikwv Mnxavikwv
E.M.N., Top€ag EmotAung kot TeXVIKAG Twv YALKWY, Katd to akadnuaiko étog 2015-2016.

Kata tn Stadikacia eknévnong tng Epyaciag epdaviotnkav OVTIKELUEVIKEG KOL UTIOKELUEVIKEC
SUOKOALEG, TO TEAIKO QMOTEAECHA OHWG €ilval «Ttpoiov» oUAAOYLKAG SOUAELAC, EMLUOVAG KO
UTTOMOVNC, TOOO Ao Toug eMLBAEMOVTEC, 600 Kal armo HéEva.

Oa beha va euxaploTHow:

- Tov KaBnyntn tng XxoAng K. Kwvotavtivo Xapttién, yla tTnv eUmiotoouvn mOU UoU
€6¢elée otnv avaAnyn tou Bépartog

- Tov petadidaktoplko epeuvnth HAla Koupoulo, yia tn ouvexy Bornbeld tou Katad tn
Sldpkela ekmovnong ¢ Epyaciog

- 1n petamntuxlakn dottntpla EAévn MNkaptlou, yla tnv cupBoAn kattn BorBeld tng kab’
OAn TN SLApKELA EKTTOVNONG TNG Epyaciag, Kupiwg 6cov adopd to MNelpapatikd Mépog
KOLL TNV TIPOLYLOTOTIOIN G TWV MEPOAUATWY

- 0AOKAnpn TNV opdada tou R-Nanolab, yia tn BonBeld toug kat to peyaio evilapEpov
Tou €8¢eL€av.

TéAog, Ba nBeAa va adlepwow TNV Epyacia avtn otnv adepdn pou, Navtia Mapaockeuoldn, yla
NV oAOTAEUpN oTNPLEN OAQ QUTA TA XPOVLAL.



MNeptAnin

TNV nmapoloo SUTAWHATIKA €pyaocia, £ylve HEALTN TNG EMISPAONG TWV TAPOUETPWY TNG TPLOLACTATNG
EKTUTIWONG OTLG LNXAVLKEG LOLOTNTEG TPLOLAOTATA EKTUTIWIEVWY QVTIKELLEVWVY. H éAAewn BLBAloypadiag
KOLL TTPOTUTIWV TIELPARATWY YUPW ATIO TLG LNXAVLKEG LOLOTNTEG KOLL TOV TPOTIO IOV QUTEG eMnpealovial ano
TIG CAAQYEC OTLG TIUEG ONUAVTIKWY TIAPAUETPWY, ATIOTEAECE OUCLAOTLKA TO KLVNTPO YL TNV EKMOVNON TNG
Epyaoiog autig. MNa 1o okomo auto, SlEpeUVRONKE TTELPAUATIKA N UNXAVIKA cupnepidopd Tpldlaotata
EKTUTIWHEVWV QVTIKELLEVWVY YLt U0 SLaPOPETIKEC TOPAUETPOUG EKTUTIWONG Kal Yo SU0 SlodopeTika
UAWKG, to oAuyadaktikd of0 (PLA) kat to Carbonfil™. Zuykekpipéva, ektumwOnkav yio KABe UALKO 9
Sokipla kata to mpotumo ASTM D 638 Type | yia 6Aoug Tou miBavoucg cuvbuaououg 3 SladopeTikwy
erunédwy (levels) kat 2 Stadopetikwy mapapétpwy (factors).

OL mopapetpol mou e€etdoTnKav £ival To TMOCOOTO TANPwWOoNG tou UAWKoU (infill %) kol n ywvia
npocavatoAlopou-ektunwaong (infill angle). Ma to Mocootd MARPWGONG TOU UALKOU PEAETNONKOV OL TLUEG
50%, 75% kat 100%, evw yia tn ywvia npocavatohopol ot Tipé 45°, 759 kaw 90°. Apxikd, éywve pia
gloaywyn otig S1adopeg £VWoLeG TNG TPLOLAOTATNG EKTUMWONG Kal avaluOnkav OAeC oL TAPAUETPOL TNG
TPLSLAoTATNCG EKTUTIWONG TIOU HETOBAAAOUV TN UNXOVLIKN CUUTEPLPOPA TOU EKTUTIWHUEVOU AVTLKELUEVOU.
EmMelta, KATAOKELAOTNKAV Ta SOKIHL HE TN XprHon Ttou tpldlactatou ektumwtr Zmorph personal
fabricator 2.0 kat culntBnKkav Ta BAUATO TNG EKTUTIWONC.

To Sokipla Tou ekTuMWONKAV EETAOTNKAV APXLIKWE WE TTPOC SOULKEG aTEAELEG 0TO OMTIKO MIKPOGKOTILO.
TN ouvéxela £ywve Sokiun epelkucpol (Tensile Test) yia kaBe Sokipo kat and ta Ssdopéva mou
npoékuav, umoloyiotnkav n Uéylotn avroxn oe epedkuoud (Ultimate Tensile Strength), n péylotn
gmuunkuvon (Max elongation), to 6plo dtappong (Yield strength), uétpo ehaotikdtntog (Young’'s Modulus)
KoL n avtoxn oe Bpavon (Stress at Fracture). Ixediaotnkav kot culntAOnKkav tTa dtaypappata Taong-
napapopdwaong (stress strain curves). Emelta €ywve PEAETN TOU pnxaviopoU tng Bpalong Twv SoKLuiwv
Ue Tt xprion tou Omtikol Mikpookoriou kal tou HAektpovikol Mikpookormiou Zdpwaong (SEM).

T£Aog, £ylve avAAUON TWV ATTOTEAECUATWY KoL SUIATNON AUTWV. JUYKPLONKaAV oL UNXAVLKECG LOLOTNTEG TWV
EKTUTIWHEVWVY SOKLULWY Yot SLPOPETIKEC TLUEC TTAPAUETPWY OTO (6L0 UAKO aAAG Kot Yo SLodopeTIKa
UALKA. ETiumAéovy, €€xOnoav CUUMEPACUOTA OXETIKA LE TNV ETUPPON TWV EEETAIOUEVWV TIAPAUETPWY OTLG
UNXOVLKEG LOLOTNTEG.

MapoAo mou oKomog TNG mapouong epyaociag eivat n mpoPAsdn kal n Slepelivnon Twv HNXAVIKWV
OLOTATWY TPLOLACTATO EKTUTIWHEVWY SOKIHiwY ouvaptost SU0 CUYKEKPLUEVWY HETAPANTWV TNC
TPLOLACTATNG EKTUTWONG, TO CUMMEPAOUOTA Ta omoia eEnxBnoav dev adopolv UOVO TG UNXOVLIKEG
LOLOTNTEG. Emumpoobeta, KATAANEAUE KL O TO YEVIKA -0AAQ TAUTOXpova XPNOLUA- CUUTMEPACHATO
OXETIKA HE TNV OMOLOYEVELD TOU TEAIKOU UALKOU, TO KOOTOC €KTUTIWONG, TO HNXAVIOUO Bpalong KATL.
CUVOPTHOEL TTAVTA TWV EETATOUEVWV LETABANTWV.

To nooooto mAnpwong (Infill %) mailet MOAU oNUAVTIKO POAO OTLG UNXAVLKEG LOLOTNTEC KAL TG EMNPEATEL
TMOAU TlO AQueoca oe oxéon e tn ywvia sktunwong (Infill Angle). Akplpwg to (6lo LoxUEL Kal yla TG
TEPLOOOTEPEG GAAEC LBLOTNTEC TWV SoKLUiwy, oL omoieg BEPata Sev £XOUV AUEC OXECN HE TIG NXOAVLKEC
LBLOTNTEG AAAA €lval onpavTiko va avadepBolv.

‘Etol ywo To okomd auto, dnuouvpyndnkav Siaypdppata «Radar Charts», ta omoia ametkovilouv TIg
SL0popEC PETAEY TWV TUWY OE CUYKEKPLUEVEG LOLOTNTEC yLla To (610 UALKOG, To (610 T0C0OTO MARPWGNG



oAAa yla Stadopetikn ywvia ektunwonc. Ta Staypdppata autd BonBnoav onuavtika otnv eaywyn Twy
TIAPOAKATW YEVIKWY CUUTIEPOOUATWY KL YLo Tot U0 UAKA:

O XpOvo¢ eKTUMWONG UELWVETOL onpavTikd (amo 10 éwg 50 Aemtd) yio SladopeTikd MOCOOTO
mAnpwaong. Oco mo MoAU auooUE TO TTOCOOTO MAHPWONG, TO0O TLo XpovoBopa Ba sival n
ekTUTIWON.

AvtiBeta, n ywvia ektunwong daivetal va pnv ennpedlel kaBOAou To XpOVO eKTUTIWONG YLO
otaBepd MOCOOTO MANPWONG.

To KOOTOG TNG eKTUTIWONG AUEAVETAL ONUOVTIKA e TNV alfnon Tou MocooToU TARPWONG.
XOpaKTNPLOTIKA, yLa 0TABEpr] ywvio eKTUMWONG, TO UAKOG TOU VALATOC UALKOU Ttou armalteital
yla tnv ekTtOTwon &vog SokLpiou pe Mooootd mAfpwong 100% sivol peyaAvtepo kotd 150%
CGUYKPLTIKA L€ TO PAKOC TTOU QUTALTELTAL YL TNV EKTUTIWON €VOG SoKLUlou e TooooTd MANPWaong
50%.EUKOAOL CUMTIEPOIVOULE TIWG OE TILO PEYAAN KAILOKA EKTUTIWOEWV (BLOpNXAVLKA TL.Y.), TO
TTO00O0TO TANPWONG Ttallel CNUAVTLKO TTAPAYOVTA KOOTOUG TIOU TIPETIEL VAL LEAETATAL.

AvtiBeta, n ywvia ektunwong ennpealel eAdylota £wg Kal KaBOAoOU TO KOOTOC TNG EKTUTTWONG,
KoBW¢ TO PNAKOG VAMOTOG Tou amalteitol yia dUo ektunwoel SoKlpiwv (8lou Tocootou
TANpwoNg aAAd SLapopeTIKAG Ywviag ekTumwong ival oxedov to idto.

H amnokAlon Twv S1a0TACEWY TOU TEAKOU EKTUTIWHEVOU SOKLUIOU aTto TIG SLACTACELG TOU apyeiou
CAD e&ilval OXETIKA HKPN €wWG KOl OHEANTEQ ylo. OXeEOOV OAEC TIG EKTUTIWOELS TIOU
npaypatono|dnkav. Mapol’ autd OpwE, Tapatnpndnke Mwe yla TLo «TepMAOKEG» Ywvieg
eKTUTIWONG, UTINPXE eAadpw¢ LeyaAltepn amokAlon otig Staotaoelc. Etol, ta Sokipia mou eiyav
ywvia ektunwong 45 n 75° eiyov peyaAUTtepn amokKALON OTIC SLOTACEL TOUG OO OUTEC TWV
avtiotolywv apxeiwv CAD. AvtiBeta, yla ywvia ektimiwong 0°, mapatnpnBnke os 6Aa ta Sokipa
oxebov undevikn amokALon.

H opoloyévela tou Sokipiou daivetal va pnv ennpealetol oxedov kobolou amoé tn ywvia
EKTUTIWONG, AAAG €€QPTATAL ONUOVTLKA OO TO TOCOOTO TANPwOonG. Oco TIo PeEYAAN glval n TN
TOU Moc0oToU MANPWONG, TOOO TILO CUUTTAYEG KAl OOLOYEVEC €lval To Sokiplo. XapaKTnpLoTKa,
TO SoKiULo yla To UAKO PLA pe ywvia ektunwong 45° kal mocootd mAnpwong 100% eival moAu
TILO OLLOLOYEVEG GOV QVTIKELEVO CUYKPLTIKA [E TO SOKipLo PLA pe Tnv dla ywvia ektunwong aAld
L€ TTOC00TO TMARPWONG 50%.

MapdaA\nAa, pe tnv avénon NG ywviog ektUmwong, mapatnpnOnke HEOW TNG OMTLKAG
pLkpookomiag alénon avermbuuntwy dpavopévwy, Omwc T.y. To «cobwebbing» ) To «warpage»,
TIOU OXETL{OVTAL LE TN SLOKUAVOT) TNG OYKOMETPLKI G TIAPOXHG KL TNV SNULOUpYLO TAPALEVOUCWY
Taoewv AOyw avopolopopdng YuEncg tou ALkoU. MmopoUl e SnAadr va GUUTIEPAVOULLE, TIWG YLOL
TUO «TIEPLMAOKEG» YWVIEC EKTUTIWONG TAPOUCLAIOVTOL TIEPLOCOTEPQ AVETLBUUNTA PaLVOLEVA TNG
TPLBLAoTATNG EKTUTIWONG.

To mooootd MANnpwaong gaivetal va emnpealet TNV epdavion TETOLWV GaLVOUEVWY. Mo LEYAAEG
TIHEC TNG TTOPALETPOU AUTAC, £XOUE EVTOVOTEPN ERdAVION OKEBPWONG KAl LOTWV.

Ooov adopd T Bpavon, Ta dokipa and Carbonfi™ napovoiacav WSiaitepa avopoldpopdn
enudavela Opavaong os oxéon e ta Sokipa ano PLA.

Ou e€etalopeveg petaPAntéc 6 daivetal va emnpedlouv toug pnxoviopolg Bpalong oe
MULKPOOKOTILKO eMinedo, kaBopilouv OUWE TN LOKPOTKOTIKI UNXOVLKH CUMIEPLPOPA.

To gupmnepaopato tng mopovong Epyaciag anoteAolv mapakatadrkn ylo EMOUEVOUC EPEUVNTEG TTOU
B€Alouv va aoxoAnBouv pe tn Mnyavikn tng TPLOLACTATNG EKTUNWONG. Ta amoteAéopata Kol Ta
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6ebopéva pmopolv va aflomolnbouv yla MepalTEpw SLEPEUVNON TNG UNXAVIKAG CUUMEPLPOPAC
TPLOLACTATO EKTUTIWHEVWY OVTLKELULEVWY, LOC KaL TIPOKELTAL YL [io Kavoupla Texvoloyia pe akOun
TOAU pkpn BBAoypadia. Mepaltépw MAPAUETPOL UMOPOUV va €€eTaOTOUV oUUdWVA UE TIG
TPOTUTIEG SLadLkaoieg Tou akoAouBrnBnkayv e6w.

Abstract

This thesis has assessed the influence of the 3D printing parameters on the mechanical properties of 3D
printed objects. The lack of bibliography and standard procedures regarding this matter, was the main
motivation for this thesis.

For the purposes of this study, the mechanical behavior of 3D printed tensile specimen was explored for
two different printing parameters, as well as for two different materials, i.e., the poly(lactic) acid (PLA)
and CarbonfilTM. Nine specimens were printed for each material based on the ASTM D_638 Type |
standard for every possible combination between 3 different levels of 2 factors (parameters).

The 3D printing parameters examined were the infill percentage and the infill angle. The values 50%, 75%,
and 100% and the values 45°, 75°, and 90° were investigated for the infill percentage and the infill angle,
respectively. Initially, several aspects of 3D printing were presented and the parameters responsible for
modifying the mechanical properties of the printed object were analyzed. The specimen were then
printed by using the 3D printer Zmorph personal fabricator 2.0 and the steps involved in this process were
discussed.

To test for structural defects, the printed specimen were examined in the optical microscope. Upon
completion of this testing, a tensile test for each specimen was completed. From the data obtained, the
ultimate tensile strength, the maximum elongation at break, yield strength, Young's modulus and stress
at fracture were calculated. The stress strain curves have been designed and discussed. By using the
optical microscope and the Scanning Electron Microscope (SEM), the fracture mechanism of each
specimen was examined. Finally, the results were analyzed and discussed.

The mechanical properties of the printed specimen with different parameters both in the same material,
as well asin different ones, were compared. Several conclusions regarding the influence of the parameters
on the mechanical properties were reached.

In addition to the mechanical properties, other general but equally important conclusions were made.
Those refer to the homogeneity of the final product, the cost of the 3d printing procedure, the fracture
mechanism etc. in accordance with the considered parameters.

The Infill Percentage plays great part for the mechanical behavior of an 3d printed specimen. It affects its
mechanical properties much more directly compared to the Infill Angle. The same applies to almost all
other properties of the specimen, not only the mechanical ones. For the purposes of reporting this
influence, several Radar Charts were made, which portray the differences between the values of specific
properties for the same material, the same Infill Percentage but different Infill Angle. These Charts helped
out for reaching the following general conclusion for both materials:



e The printing time is remarkably reduced (from 10 up to 50 minutes) for different Infill Percentage.
Increasing the value of this parameter will lead to longer printing times.

e On the other side, the Infill Angle does not seem to affect the printing time, when keeping the
Infill Percentage same.

o The cost of the print is significantly increased when raising the Infill Percentage. For example, for
a standard Infill Angle, 150% extra filament is needed when increasing the value of the Infill
Percentage from 50% to 100%. Thereafter, when talking about big scale prints (industrial etc.),
the Infill Percentage plays an important role and should be thoroughly studied and considered.

e On the other hand, the infill angle does not seem to affect the cost of the print. The filament
needed for two specimen prints of same Infill Percentage but different Infill Angle is just about
the same.

e The declination of the dimensions of the 3d printed specimen from the dimension of the CAD file
is very small or practically negligible. However, for specimen with more complex geometries and
infill angle, there was a slight increase in this declination. For example, the specimen with Infill
Angle of 45° or 75°had bigger declination in its dimensions compared to the specimen with Infill
Angle of 0°, which had practically none.

e The homogeneity of the specimen does not seem to be affected from the Infill Angle. It depends,
however, on the Infill Percentage. The higher the value of the Infill Percentage is, the more
compact the specimen is. For instance, the PLA specimen with an Ingill Angle of 45° and an Infill
Percentage of 100% is much more compact and massive compared to the PLA specimen of the
same Infill Angle but for 50% value of the Infill Percentage.

e |t was observed through the optical microscope, that by increasing the value of the Infill Angle,
more unwanted phenomena such as cobwebbing or warpage. For more complex Infill Angles, the
severity of this phenomena is increased.

e Onthe other side, the Infill Percentage, also seems to affect the appearance of such phenomena.
For higher values of this parameter, cobwebbing and warping also appear.

e As to the fracture mechanism, the Carbonfil™ specimen had a much more dissimilar fracture
surface compared to the PLA specimen.

e In microscopic level, the examined parameters do not seem to affect the fracture mechanism.
They determine the macroscopic mechanical behavior.

The conclusion of this thesis can be of great importancy in further future research in the area of the
Mechanichs of 3d printed objects. The results and the data gained from the standard procedures
followed, can be used furthermore, since there is a lack of bibliography regarding mechanical
properties of 3d printed objects. In addition to that, further parameters of the printing procedure can
be examined using the same standard procedures which were followed in this thesis.
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KEDAAAIO 1°: H tpldractatn eKTUntwon Kot ta YALKA

1.1 Ewcaywyn

H texvoloyila tng tpldldotatng eKTUMWONG, N omoia €xel otopia dUO TEepimou SeKaETIWY,
geklvnoe pe TV avamtuén Twv TEXVIKWY TG Taxeiag mpotumnonoinong (Rapid Prototyping) kata
Ta péoa tng dekaetiog tou 197012, oL onoieg armookonovoav otV AndAeLn TWV ATEAELWV KOl
otn SpacTIK LElWON TOU XPOVOU KOTOOKEUNG TWV TPWTOTUTIWV SLadOpwv TPoidovTwy.

H katookeun mpotunwyv amoteAovuoe navta PéEpog tn¢ dtadikaoiag oxedlaong kol avantuéng
€VOG Mpoidvtog, mailovtog onUaviko poAo otnv e€acdaAilon tng AELTOUPYLKOTNTAC TOU KAl OTNV
EVOWUATWON 0€ auTo dladopwv EMBUUNTWVY XOPAKTNPLOTIKWY. OL nXaVIKOL Kol oL oXESLAOTEG
TIOU OVATMTUOO0UV TUNUATO UNXOVIOMWY, N OVTIKE(PHEVA TOAUTTAOKNG HopdnG, UmopolV va
QMOKTAoOoUuV, vo petadépouv N va e€nynoouv oe AAAOUG TIOAU TIEPLOCOTEPO OTOLXELQ KOl
mAnpodopieg SlabBETovtag Eva XELPOTILAOTO, AKPLBEC TPLOLACTATO LOVIEAD, VTl EVOG oxediou N
HLOG ATIELKOVLONG TOU QVTLKELUEVOU OTNnV 000vn evocg utoAoyLoth. Ma mopadelypa, N KATAOKEUN)
€VOG aKpLBoUG MPWTOTUTIOU TOU ££QPTHATOC KATIOLOU KIVNTAPA, ETUTPETEL OTOUG UNXAVIKOUC VA
SLaMIOTWOO0UV AUECA OV TO CUYKEKPLUEVO TUAUA Tatplalet and tnv anodn Twv SLaoTACEWV Kot
™G popdnG ToU HE TO UTTOAOLTTO AELTOUPYLIKO oUVoAo. Kat' avaAoyo tpomo, oL urevBuvol tng
mpowONONC oTNV ayopd VoG KATAVAAWTLKOU TPOIOVTOC UITOPOoUV, £XOVTAC OTA XEPLA TOUG €va
OKPLBEG MPWTOTUTIO TOU QAVTIKELMEVOU TIOU TIPOTEIVEL TO OXESLAOTIKO TUAMA, VO SLOTLOTWOOUV
€UKOAQ KOUL EYKALPA EAV QUTO EXEL TLG EMBUUNTECG AVAAOYLEC, TO OXNHA I Ta AAAQ XOPAKTNPLOTIKA
TIOU QUMALLTEL TO KOLWVO OTO omolo amevBuveTal.

MNaAaldtepa, n dtadikaoia TG KATAOKEUAG TPLOLACTATWY LOVIEAWV KAL TTPOTUTIWY CUVIOTATO OTN
xpovoBopa kat uPnAol KOOTOUG KATAOKEUN TIPOTUTIWV aTtO EUMELPOUG Kal TLOEELOUG TEXVITEG
LE TN XPRON EPYOAELWV XELPOG KOL LLKPWV EpYaAELOpnXavwVY akpBeiag. EKTOg amod to xpovo Kal
TO KOOTOG, oL Sladikaoleg mapadoolaknG TPOTUTIONOLNONG €VelYav TAvta €vo OTolXElo
aoddelag, kKabBwe petafy Tou apxwkoU oxeblou Kal Tou HoOVTEAOU pecoAafoloe TAvIa OE
HEYAAUTEPO 1 ULIKPOTEPO BaBUO N kavoTNTA KAl N avtiAnyPn Tou KOTOOKEUAOTH HOVIEAWV. H
KOTAOTOON authH apxloe va aM\alel pe tn Xpnolwgomoinon epyalsopnxavwv Pndlokng
kaBodnynong, KabBwg oL TMAPAUETPOL TOU KOATAOKEUAIOUEVOU TPOTUTIOU UTtopolcav va
eheyxBouv e€apxn¢ WoTe va avtamokpivovtal ue akpifela oto apyxikd oxedlo. Katl maAl Opwg n
Swadkaoia Atav xpovoPopa kat akplBr, Wlw¢ otnv MEPMTWON TOU TUXOV ULIKPOTEPES N
HEYAAUTEPEG TPOTIOTOLNOELG EMEREANQV TNV EK VEOU KATAGKEUN TOU LOVTEAOU.

H avantuén twv pnxavwv tpldldctatng EKTUTWOoNG, AMOTEAECE TO KABOPLOTIKO CNUELO TOUNG UE
TO MapeABOV. OLVEEC UNXAVEG EMETPEP OV TNV KATACKEU TIPWTOTUTIWV H avtlypadwv akpiBeiag,
aneuBelog amd Pndlokd HOVTEAQ TWV AVTLKEMEVWY SnULoUpYNUEVA LE TN XPHON AOYLOULKOU
CAD (Computer Aided Design) , pe ULKPOTEPO KOOTOC KAl PECA O SLACTNUO WPWV AVIL TWV
eBSopadwy A TWV UNVWV TTIOU AmaLTovoay oL TIAAALOTEPEG SLadLKaoLeC.
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H dpaotikn pLelwon Tou XpOVoU Kal ToOU KOOTOUG KOTAOKEUNG TWV TTPWTOTUTIWY, BEATIOTOMOLEL TN
Stadkaoia TnG avantuéng evog mPolovtog, MAPEXOVTACS OTOUG KOTOOKEUAOTEC TN XPOVIKI) AVEDH
Vo TEAELOTIOLOOUV TA TPOIOVTIA TOUG OTO TIO KPLOLWWO oTASLo TG AVATTUENG TOUG, AUTO TNG
Baowkng oxedlaong, pe anotéAeopa va ¢OAvouv otnv ayopd oAOKANPWHEVA, TOXUTEPA KAl HE
HLKPOTEPO KOOTOC. ‘HON amd 1o 1994 oL TexVIKOoL TNG €TALPlOG AEPOTIOPLKWY KlvNTHPwVY Pratt &
Whitney SnAwvav OTL N gl00ywyn TEXVIKWVY TOXELQG TTPWTOTUNONMOLNGNG YL TNV KATAOKEUN
XUTWV akplBeiag, emétpee TN HEIWON TOU KOOTOUC KOL TOU XPOVOU KATOOKEUNG TNG TAENC TOU
70 £w¢ 90%3. A¢ eMONUAVOULE OTO ONUELD aUTO WG “Taxeia” Mpwtotutomnoinon 8 onuaivel
“otyuata’ : otnv mpagn, oAa oxedov ta avilkelpeva mou kataokeudlovtol Pe TG pebodoug
QUTEC amatoUV TPEiC €wg 72 wpeg, avaloya Ue To péyeBog kal thv MOAUTIAOKOTNTA Touch.
ErmutAéov, n tpLOLAOTATN EKTUTIWON OUVOSEVETAL QKON ATO APKETOUC TEPLOPLOKOUG OO0V
adopd TO MEYEBOC TWV QVIIKEWEVWYV TIOU MMOPOUV va  KOTOOKEUAOTOUV Kol Ta
XPNOLLOTIOLOUEVA UALKA (N KOTOOKEUN UETAAAKWY OVTLKELUEVWY €lvaL OXETIKA SUOKOAN Kol
akpBn). MapoN avta BéRata, yivovtal MAEoV PeYAAa BAUATA KAl OTNV KATAOKEUN UEYAAWV
QVTIKELLEVWV KUPLWE O TUAOTLKA Hopdr), OTIWE ULIKPEG YEPUPEC.

OL texvoloyleg Taxelog mpwtotumomnoinong mou eival SlaBEéolueg otnv ayopd OruEpPQ,
nepAapBavouv €L BaOIKEC TEXVLKEG TPLOLAOTATNG EKTUNMIWONG, KABE pia amod TIC OMmMoleg £XEL T
dlaitepa mMAgovekTAMOTA TNG: TN otepeoAlBoypadia (stereolithography, STL), tnv emAekTiki
ouvtnén ue tn xprion aktivwv Aénlep (selective laser sintering, SLS) , Tnv mapaywyr OVTIKELLEVWV
HEOW TNC OUYKOAANong Aemtwv ¢UAwv (laminated object manufacturing), tnv katoaokeun
HOVTEAWV pEow evamoBbeong/cuvinéng Sadoxikwv otpwoewv (fused deposition modeling,
FDM), tnv texvikn tpLdlaotatng ektunwong ink-jet (3D ink-jet Printing) kot pia mapaAlayr tng
otepeoAlBoypadiag yvwotr kat wg Solid Ground Curing.

Itnv mapouca epyacia, avaAUETAL QTOKAELOTIKA KAl UOVO N KOTOOKEUR MOVTEAWV UEOW
evanobeoncg/ouvinéng Stadoxikwv otpwoewv (fused deposition modeling, FDM). Mapo)N’ autda
OAEG OL TEXVIKEG TpLOLAoTATNG EKTUTIWONG akoAouBoUv pia kowvA Sladikacia mévie otadiwv:

e Anuoupyia Yndlakol povtédou CAD tou oxediou ) TOU OKAVOPLOPEVOU AVILKELUEVOU

e Metatponr tou povtéAou CAD ot format STL.

o Tepaxlopd pe TN xprnon KatdAAnAou AoylopikoU, Tou apxeiou STL oe AEMTEC SLATOMEG
gh\aylotou mayoug.

e AUTOUOTOTOLNUEVN KOTOLOKEUN ToU OVTLKELUEVOU UE ™ Stadoykn
EVAO0ECN/OXNUATIOUOKAL CUVEVWON TWV SLOTOUWV.

e KoBaplopo kat TeAlkod ¢pLviplopa Tou HovTEAOU.

H petatponr tou povtéhou CAD oe format STL amoteAel to deUtepo otddlo TG TPLdLAoTATNG
€KTUTIWONG, €xovtag KablepwBOel wg mpotuTo €€ apxnc anod t otepeoAiboypadio kKabwc ATav n
TIPWTN EUTTOPLKA SLaBEoLUN TEXVLKNA TaxElag MpwToTtumonoinong mou avamtuxonke. Ot dladopeg
ekb060elg Ttou Aoylopikou CAD, XpnolpomoloUv  SlodopeTikoug aAyoplbuouc yia Tnv
ovanapaotacn otepewv (tpldlactatwy) avtikelpévwy. To format STL avamaplota pia
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tpdldotatn empavela wg Eva ALy otoxelwdwy eminmedwv tplywvwy, ou Bupilouv tnv
noAuedpikr) oPn tnNg empavelag evog Katepyaopévou Slapavtiov. Emeldn ta apyxeio STL
XPNOLLoToloUV otolxelwdn emnineda, Sev UmopolV va avamapacTooUV KOUTUAEG ETILGAVELEG,
Tapd POVO KATA Tpoogyylon. H avénon tou aplBpol Twv OTOLXEWWSWVY TPLYWVWY ETLTPETEL
KAAUTEPN TPOOoEyylon, OAAQ €xelL WG amotélecpa TNV auvénon Ttou uMeyEBouUG Kal TG
TIOAUTIAOKOTNTOG TOU apXxeiou. Meyadha Kol MOAUTTAOKQ apxeia onuaivouv peyaAutepo Xpovo
enefepyaociag Kol KATAOKEUNG, OUVEMWCG OL OXESLAOTEC TPEMEL Vo €ELOOPPOTIICOUV TIC
QTOULTAOELG aKPIBELAC HE TIC AVAYKEG EUXPNOTIOG WOTE VA KOTOOKEUAOOUV £va Slaxelpiolpo
apyxelo STL. H dtadikacia autn elval Kown yla OAEC TLG TEXVIKEG TPLOLAOTATNG EKTUTIWONG.

To tpito Brua tng Stadikaciag TN TPLOLACTATNG EKTUMWONG, CUVIOTOTOL OTN XPHON AOYLOULKWY
Computer Aided Manufacturing (CAM), omou elodyetal to STL povtélo kot opilovtal ol
KOTOOKEUOOTIKEC TIOPAUETPOL TOU OVTIKELUEVOU, UE Pdon TG omoleg Snuoupyeital To
TIPOYPOUMO KATOOKEUNG TOU WG M aAAnAouxio evtoAwv Tpo¢ to oloTnUA TPLSLACTATNG
EKTUTIWONG. To AOYLOUIKO TOU MpOoypApHaTog auTol dlatpel (tepayilel) To PndLlakd poviélo oe
Evav aplOUo AEMTWV yKAPOLWY SLOTOUWVY TTAXOUG Alywv Um €wg KAamolwyv cm (avaioya Le TNV
TEXVLKN EKTUTWONG), evw Mmopel va Snuioupynosl kat pia Bondntiky Soun, mou Ba
XPNOLLOTIOLELTAL YL TN OTAPLEN TOU MPWTOTUTIOU KATA TN SLAPKELA TNC KATAOKEUNG Tou (o€
TLEPLMTWON TIOU UTIAPXOUV ECWTEPIKEG KOLWAOTNTEG, TPOBOAOL, 1} AETITA TOLXWHOTOA). TNV ayopd
npoodEpovtal onuepa dladopa TETOLA TIPOYPAUHOTO, OVAAOYQ HE TN XPNOLLOTIOLOUUEVN
TEXVLKN, TA TIEPLOCOTEPQ ATIO TA OTIOLAL ETITPETIOUV OTOV XPr ot va pubpuioel to péyebog, tn Béon
KOl TOV TIPOCaVATOALOUO Tou PndLakol povtédou. O mpooavatoAlopog Tou povieAou kabopilel
TOV TPOTO L€ TOV OMolo auTd Ba KATAOKEUAOTEL, KATL TToU €xeL Wolaitepn onuaoia, kabwg ot
SLOTNTEC TWV AVIIKELUEVWVY TIOU KOTOOKEUATOVTAL HE TIG TEXVLKEG TNG TPLOLAOTATNG EKTUTIWONG
Oev elval OUOLEG KOL OTLG TPELG CUVIETAYUEVEG X,Y,Z. ETUTAE0V, 0 TPOCAVATOALOUOG TOU LOVTEAOU
kKaBopilel katd €va PEPOC TO XPOVOo Tou Ba amaltnBel ylo TNV KATAOKEUH TOU TPWTOTUTIOU,
£pooov oL oxedLaOTEC TPOTIUOUV Vol ETUAEYOUV TN CUVTETAYUEVN Z VL0 TN ULKPOTEPN SldoTaon
TOU OVTLKELUEVOU, £TOL WOTE VA LELWOOUV TOV apLlOUO Twv Stadoxkwv Aemtwv Statopwy mou Ba
evarnotebouv n pia mavw otnv GAAN, LELWVOVTAG £TOL TOV CUVOALKO XPOVO KATAOKEUNG

To t€tapto otadlo €lval N KATACKEUT TOU GUOLKOU QVTIKELUEVOU E TN XPoN TwV £EL TEXVIKWY
Tiou mpoavadEpBnKayv, armod UNXOVEC OL OTOLEC KATOOKEUATIOUV Hia-pia TIC SLOTOUEG OTLC OTIOLEG
Slapédnke Pndlakd poviélo, xpnoltonowwvtag ta diddopa UAKA (pntiveg, MAQOTIKA, XapPTL,
KEPOULKA 1 UETOAAQ OE OKOVN KATL). H KOaTtaokeun yiveETOL aQuTOUATOMOLNUEVA KoL aratteltal
HKpn avBpwrivn mapéufaon.

To teAeutaio otddlo mepA\apBAveL TNV ATIOUAKPUVON TOU OVTIKELULEVOU QIO TN UNXAVI Kal TV
amoomach TOU amdé TuXOov otnplypata. Meplkd TPWTOTUTIA  KATAOKEUOOUEVA OO
dwtoevaiobnta UAkA udiotavtal mepattépw enefepyacia okAnpuvong mpv mapadobouv yla
xpnon. Mmopel eniong va anatnBei o kaBaplopdg Kat to diplopa tng emPAvELAG TOU
TIPWTOTUTIOU | AAAEC eMeUPAOELG TTOU OXETI{OVTAL PE TNV ERdAVION N} TV AVTOXH| TOU.
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H évvola tng TpldLldotatng eKTUTIWONG UMOPEL va 0pLOTEL WG N PETATPOTN EVOG TPLSLACTATOU
Pndlakol povtéAou o€ éva TPLOLACTATO OVTIKEILEVO TO Oomoio PeTadEPETAL OTOV UALKO KOOUO.
H tpidldotatn ektunwon Bpiloketal o€ e¢eAlooopeVo oTtadlo, KabBwg n TeAKA TNG popdr Sev €xel
akopa Stapopdwbel. O topéag NG 3d ekTUMWONG MEPLOTPEPETAL YUPW ATO TPELS BACIKOUG
afoveg: a) Tov oXeOLOOTIKO TOMEQ, KATA TOV OMOLO QTALTELTOL N EYKATAOTOON KoL XPron
AoylopkoU mou e€eldikeVetal o€ 3d oxedlaopd. TETola AOYLOULKA ElvaL yVwOTA oTnV Blopnyavia
w¢ CAD (Computer Aided Design) kal EMITPEMOUV OTO XPNOTN:

e TNV mANRpn Slapopdwaon VO OVTLKELLEVOU KaL OTLG TPELG SLOOTACELG.

e TNV TeAKN PAcn TG EKTUTIWONGC, OTIOU O TIAPAYWYOC UITOPEL VA TEAELOTIOLHOEL TO TTPOLOV
1 va eviomioel Kal va emiSlopBwoel BaVEC ATEAELEG.

OuL Ttexvoloyieg¢ mpotumonoinong mneplhapfavouv €€ Boaowkég peBodoug TpLdlaotaTng
EKTUTIWONG:

YtepeoABoypadlia Stereo lithography (STL)

Ertidektikny ouvtnén pe laser Selective laser sintering (SLS)
JuykoAAnon Aentwv pUAwv Laminated object manufacturing (LOM)
EvamnéBeon dtadoxikwv otpwoswv Fused deposition modeling (FDM)
Tpwdldotatn ektunwon inkjet 3d inkjet printing

MapaAAlayn otepeoAlBoypadiag Solid ground curing (SGC)

oV .k wNPeE

Ta mévie kowva otadla mou akoAouBoUv OAeG oL TeXVIKEG 3d ekTUTIWONG Elvat:
a) Anpoupyla apxwou Pndlakol povtélou CAD

B) Metatpomnr tou povtéhou CAD ot format STL

V) Tepaxlopog tou apxeiou STL og SLOTOUEG EAAXLOTOU TTAXOUG

6) Kataokeun Tou avtikelévou e aAAnAanébeon twy Slatopwv

€) KaBaplopog kat TeAkd pviplopa Tou poviéAou

H tpdlaotatn ektunwon (3D printing) lvot pla pé€Bodog MPOOBETIKNC KATAOKEUNG OTNV Omola
KOTOoKEUALOVTaL aVTIKEIpeEVA HEow TNS SladoxIkng MpoaBeong eMAAANAWY OTPWOEWV UALKOU.
Itnv TPLdldoTatn EKTUTWON MMOPOUV va xpnotpornolnBouv Stddopol TUmol UALKOU, Kuplwg
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https://el.wikipedia.org/wiki/%CE%A5%CE%BB%CE%B9%CE%BA%CF%8C

KEPAULKA Kal TOAUMEPH. Z€ OUYKpLon HE OAAEG TEXVOAOYLEG KAl €EOTALOMO TIPOOOETIKAG
KOTOOKEUNG, OL TPLOLACTATOL EKTUTIWTEC £lval cuvnBwg Taxutepol, GONVOTEPOL KOl EUKOAOTEPOL
otn XPnon. OL TPLSLACTATOL EKTUTIWTEG XPNOLLOTIOLOUVTAL KUPLWG YLOL TNV KATOOKEUT GUCLKWV
HOVTEAWV KL TTPWTOTUTIWVY ATIO OXESLAOTEC, LNXAVIKOUG KAl OUASEC AVATTTUENG VEWV TIPOIOVTWY,
€XOUV TN SUVATOTNTA VO EKTUTIWVOUV PEPN KoL EEQPTAATA Ao Stadopa UALKA, e SLUPOPETIKEG
HUNXOAVLIKEG KOl GUOLKEG LOLOTNTEC KAL CUXVA OE HLa eviaia SLadLkaoia KATAOKEUNG.
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https://el.wikipedia.org/wiki/%CE%A4%CE%B5%CF%87%CE%BD%CE%BF%CE%BB%CE%BF%CE%B3%CE%AF%CE%B1

1.2 Fused Filament Fabrication (FFF)

H kataokeun péow EAeyxouevng EvanoBeong Ivwv YAkou (FFF) eivat pia péBodog mpooBeTikig
KOTOLOKEUNG OTPWOEWV €VOC UAIKOU Kal amoteAel pia ek Twv Baokwv Asttoupylwv tou 3d
EKTUTIWTI TIOU XPNOLUOTIOLONKE yLa TNV EKIOVNON TNE TapoUoas SUTAWUATIKAG. H TEXVIKN auTh
avamntuxbnke ta t€An tou 1980 amo tov Scott Crump KoL TpWToEUPaVIoTNKE oTNnV ayopd to 1990
KUPLwC o€ PEYAAEC aUTOKIVNTORLOMNXOVIECS. ZTOUC TPLOLAOTOTOUC EKTUTIWTEG TTIOU AELTOUPYOUV
Katd tnVv FFF €xoupe pia mpooBeTikr evamoBeon oTPWOEWY EVOC UALKOU OItO KATW TPOG TO TTAVW.
Ta mvevpatikd dikowwpata Tou 6pou FFF avrkouv mAéov otnv etalpia Stratasys, n omoia
Spoaotnplonoleital 6Tov XWPo TN TPLSLAoTATNG EKTUTIWOoNG’.

H texvikn FFF Boaoiletat otnv tén Kal tnv €MAEKTIK €&vamoBeon ploG Aentng (vag
BEpUOTMAQCTIKOU YLO TOV OXNUOTIOUO AAAETTAAANAWY OTPWOEWVY OL OTIOLEG KAl Ba SnLoupyricouv
TO TEALIKO QVTIKELPEVO. ZeKIVAEL Pe Tn dnuLoupyia evog stl apxeiou (stereolithography file format)
HEOW KATAAANAwWV Aoylopikwy ( T.X. Autocad), To omoio amoteAel Tn pabnuatikn Statunwaon Tou
TPOG EKTUTIWON QVTIKELUEVOU OE 3 SLOOTACELC. M TNV EKTUTIWON TOU OVTIKELLEVOU QTtalTE(TaL
€va UALKO, To omoio eival cuvABw¢ mMoAupEPEG o€ popdr VAHOTOC-poAoU, TO OOl TAKETAL KL
obnyeital oe éva otouplo (nozzle). MOALG to UAKO £xeL femepdocel To onueio voAwdoucg
HETATITWONG TOU Kal £XELALWOEL, EEEPXETAL LETA QIO TO OTOLLLO VLA VA OXNUATIOEL oTpwoels. Oco
npoxwpadel avt) n Sadikacia, ol oTPpwoelg UALKOU favaokAnpaivouv, €pyxovtal dnhadn oe
OTEPEQ HopdN. Apa, YL TNV TEXVLKN QUTH OOLTOUVTOL BEPUOTMANOTIKA UALKQ, LKava dnAadn va
Alwoouv Kal va EavaemoTpEYPouV ETELTA OTN OTEPEN KATAOTAON. To onuavtikd edw eival otL
0OUOCLOOTIKA Beppaivoupe To otopo (nozzle) yia va « A\lwoel» To UALKO, To omoio emnetta e€wbeital
otnVv entpavela eKTUNwonG. To otopLo pmnopet va kwvnBet oto XY enimedo akolovBwvtag tnv
TpoXLA Tou uTtoAoyiotnke amd 1o CAM AoOYLOULKO pE BAON TICMAPAUETPOUG TIOU €XEL OPLOEL O
Xpnotng.
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https://en.wikipedia.org/wiki/STL_(file_format)

MNapakdtw ¢daivetal n peBodog FFF:

Filament is led Filament spool
to the extruder

The extruder uses torque
and a pinch system to feed
and retract the filament
precise amounts.

A heater block melts the
filament to a useable

temperature.
The heated filament is forced

out the heated nozzle at a
smaller diameter

The extruded material is laid down
on the model where it is needed.

The print head and/or bed is moved
to the correct X/Y/Z position for placing
the material

Ewéva 1.1: H pébodog FFF37
Ta BrApata tng Stadkaoiog:

1. Tovnua odnyeital otov ekBoAéa (extruder)

2. Jtov ekPoAéa, évag PBnuatikdg Kivntipag puBuilel tnv mopoxn UALKOU, yla va

tpododotroel TNV aKPLBr MocOTNTA VALATOG MPOC TO akpodUolo.
‘Eva Ogppatvopevo UmAoK ALWVEL TO vAjUa TNV KATtAAANAn Bepuokpaocia.

To e€wBnuévo UALKO evamoTiBeTal oTnV eMLPAVELX EKTUTIWONG.

o nkw

To Bepud vipa odnyeital eKTOG TOU BEPUALVOUEVOU OTOUIOU OE PULKPOTEPN SLAUETPO.

H kedpaAn tou 3d ektunwt KabBwg Kal n emudpavela ekTUMwong £xouv tn duvatotnta

kivnong otoug X, Y, Z afoveg yla tnv akplpn evamodbeon tou UALKOU OTO CWOTO Kol

emBuunTo onueio.

To UALKO Ttpog ekTUTIWON BplokeTal cuvnBwg o popdr VAUATOG TUALYUEVO OE KApOUAL. To UALKO
obnyeital otov ekBoAfa (extruder), o omoilog HEOW TNE TTEPLOTPOPLKAC SUVANG TTOU aOKEL, WOEL
™V akplBr moootnta UALKOU Tou amatteitat. Emelta to UALkO odnyeital os éva PEPOC OMoU
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avamntuooovtal HEYAAEG Bepuokpaoieg, TIG omoieg kaBopilel 0 XePLOTAG avaAoya TO UALKO,
TIPOKELUEVOU va GTACEL TO UALKO TNV Bepuokpacia téng tou kat va Alwoel. To Alwpévo TAéov
UALKO odnyeltal ev TEAEL 0TO OTOWLO (nozzle), To omolo Bpioketal emiong otn Bepuokpaacia téng
Tou UAWKoOU. Télog, efwBeital PEow TOU OTOMIOU Ot TOAU ULKPOTEPN OLAUETPO aAMO TNV
OpPXLKA.AUTO TO OTOMLO KAl N BACN €KTUMWONG KWVOUVTOL OO KOLWOU KOTA UAKOG, TIAATOC Kal
UPoG. Me ToV TPOMO AUTO TO HNXAVNHO SNULOUPYEL €va OTPWHA QUTOU Tou PEPOUG, N Baon
Kweital, dnuioupyel dAAo éva otpwua Kol oUtw KoBe€nG. H évwon autwyv Twv oTPpWHATWY
SnULoUpYEL TO AVTIKE(HEVO.
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1.3 Ta dtadopa HEPN TOU EKTUNTWTH KAl N AELTOUPYLO TOUC

Itnv ewkova 1.2 paivovrtal ta Stadopa LEPN TOU EKTUTTWTH, TA OO AVAAUOVTAL TTOPOKATW:

Plastic Filament

PC connected via USB

Ewoéva 1.2: Ta Stadopa pépn tou ektunwtr38

1. EkPBoAéag (Extruder)

Eilval to e€dptnua oto omnolo elo€pyetal To vAua Kol To tpododotel oto Aeyopevo Bepualvopevo
UTTAOK.

2. Ogppowvopevo undok (Hot End)

Elval To H€POG TOU EKTUTIWTH OTIOU OVATTTUCCOVTAL LEYAAEG BEPUOKPACIEG TIPOKELEVOU VOL TAKEL
TO UALKO TIpOG EKTUTIWON. ZUVNOBWC, ElVOL KATAOKEUOOUEVO OO AAOUUIVLO Kol UIOpEL va pTaoel
o€ Beppokpaoiec péxpL ko 260 °C. Ta to Adyo autod, To UITAOK AUTO £ival BEPULKE ATTOUOVWHEVO
oo tnv umtoAounn dlataln, kabwe n emadn o€ AUTO UMOPEL HEXPL KAl va KATACTPEPEL AANA
efaptripata.

3. HkedaAn (head)

Elval to pépog mou amoteital amnod tov ekBoAéa kal to Bepuatvopevo umAok. Mmopel kat Kiveital
oTouG atoveg X, Y yla TNV evamnoBeon tou UAKoU otnv emdpaveLo EKTUTTWONC.
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4. To akpoduoio (nozzle)

MpOKeLTOL YLO TO OTOWLO AT TO OMmolo EEPXETAL TO TNYMEVO UALKO. Exel 1,75mm i 3mm. Me tn
BonBela tn¢ kivnong tng kePaAng koL Tou ekBoAéa, To UALKO e€€pxeTal otnv emBUUNTHA SLAUETPO
Kall evamotiBetal mavw otnv eMpAVELD EKTUTIWONG.

5. Hemdavela ektunwong (Printbed)

MPOKELTOL YLOL TO UEPOG TOU EKTUTIWTH OTOU YiveTtal n evanobeon tou Alwpévou UAKoU. Zuvnbwg
elval kataokevaouévo anod adoupivio, Plexiglass i yuaAl. Exel tn Suvatotnta Béppavong, £ToL
WOTE TO UALKO, META TNV evamoBeon tou, va Unv emotpeédel kateubelav oe Bepuokpaoia
neplBAaAAovTog, KATL To omoio BonBdcsl oTn ocwotr CUYKOAANON TWV SLOSOXIKWV CTPWOEWV.

6. TovAua (Filament)

Mpokeltal yla to UALKO Ttou Ba ektunwBel. Bploketal og popdr VIUATOG KoL EUMOPLKA BplokeTal
TUALYUEVO O€ €L6IKO KapoUAL Ta vipata mou urtootnpilovtal amno Toug cUYXPOVOUG EKTUTTWTEC
€xouv dLapetpo 1,75mm eite 3mm.
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1.4 BaGLKEC TAPAUETPOL TNC TPLOLAOTATNC EKTUTTWONC

MNapakatw cuvoilovtal oL TOPAUETPOL TNG TPLOLACTATNC EKTUTIWONG:

1. Noocooto nmAnpwong (Infill %)

To mocooto mAfpwong (Infill %) elvat pia TR mou avtavakAd To TocooTtd MARPWONE TOU XWPOU
HECO OTOV QAVTIKELUEVO TIOU TPOKELTAL VO EKTUTIWOEL. AglXVeEL OUCLAOTIKA TTOCO CUUMOYEC €ival
TO OVTIKELHEVO. AUENON TOU ONUOALVEL KAl alénon Tou amaltoUUEVOU UALKOU YLOL TNV EKTUTIWON).
e PEYAAEG TLUEG TTOCOOTOU TANPWONG OVOUEVETAL HEYQAUTEPN OVTOXN) TOU EKTUTMWUEVOU
UALKOU. Mapol’ auTd oTLC TPLOLAOTATEG EKTUTIWOELG, OL CUVNBLOUEVEC TILECG KUpaivovTal ano 30
€w¢ 50%, KaBwWC MePALTEPW AUENCN TOU TOCOOTOU TTANPWONG, AUEAVEL ONUOVTIKA TO KOOTOG KOl
TO XpOVO NG EKTUMIWONCG.

2. ApBpog efwtepikwv KeEAUPwvV (Number of Shells)

MpoKeLtal yla Tov aplOpd Twv e€WTEPLKWV TIEPLYPOUMATWY TIOU EKTUTIWVOVTOL O KABE oTpwon.
000 neplocotepa keAUDN UTAPXOUV, TOOO TIO UEYAAN OVTOXH EXEL TO EKTUTIWHEVO QVTLKELLEVO,
kaBw¢ avfénon Ttou aplBpol KeEAUGWV ONUOLVEL TIPOKTLKA TIEPLUETPLKA €vioXuon Tou
OVTLKELEVOU LLE TILO XOVTPEC OTPWOELG UALKOU. ITIC TIEPLOCOTEPEG EKTUTIWOELG, XPNOLLOTOLOUVTaL
2 1 3 KeEAUDN.

3. 'Yyog otpwong (Layer Height)

Elval lowg n 1o onuavtiki mapAapeTpoc, kabwg emnpéalel oto peyaAltepo Babud tnv mootnta
NG EKTUTIWONG. NPOKELTOL OUCLACTIKA YLOL TNV TIAPAUETPO TIoU 0pileL To UPoG KABE oTpWONG ToU
ekTUTIWVETAL 000 UIKPOTEPN €lval N TN TG, TOoO TLo TOAAEG OoTpwWOoELS Ba amattnBoulv €totl
WOoTE va OUPMANPwOel n ektuTMwon, KotoadEPvovtag HE QUTOV TOV TPOTO KaAUTEpPQ
OTTOTEAECUOTO KOL EKTUTMWOELS. MapOoN autd oL XOaUNAEC TIMEG TNG TIOPAUETPOU QUTAC
OUVETAYOVTAL Kal TIOAU TIlO PEYAAOUG XpOVOUG ektunmwong. Ol ouvnBéotepes TIUEG €lval oL
0.1mm, 0.2mm kot 0.3mm.

4. Nayxog ypoppwv (path width)

MPOKETAL yla TO TAXOC TNG KABEC ypappung evanobetnuévou UAKoOU og kaBe otpworn. Oco mio
TaXLd lval N KABe ypappn, TOoo AlYOTEPEG YPOUMEC CUVOALKA UIOPOUV va evamotefouv oto
£0WTEPLKOU TOU QVTIKELEVOU. MO0 CUYKEKPLUEVA, OGO TILO LEYAAN ELVaL N TN TNG CUYKEKPLUEVNC
TIOPOLLETPOU, TOCO TILO KXOVIPEGH ELVOL OL YPAUUEC KOL AP0l TOCO TILO CUMTIAYAG Elval n KAOe
otpwon. BiBAoypadikd, To mdxo¢ oTpwonc Kupaivetat arnd 0.2 mm éwc 0.4 mm?.
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5. Ogppokpaoia ekBoAéa (Extruder Temperature)

Elval n Beppokpacio otnv onola nmpénel va ptacel o eKBoAEag yla va EekvoeL n ekTUTwon. H
Bepuokpaoia mapapéveL oTnv TLUA Tou Tig Sivoupe kad’ OAn tn StapkeLa TG EKTUTIWONG. H TLun
NG Bepuokpaciag tou ekBoAéa eMAEyeTAl avAAoya HE TO UALKO TIOU XPnOLUOTOLE(TAL yLa
ektumwon. MNa to PLA, n katdAAnAn Bspuokpaocio ekBoAéa sivat yUupw otoug 230°C, evw yia to
Carbonfil™ o1 210°C.

6. Tayutnta ektunwong (Printing Speed)

Elval n taxutnta pe tnv omnola Kwveital n KeGaAr TOU EKTUTIWTH KATA TN SLAPKELA TNG EKTUTIWONG
Kall evamnoBbeong UALKOU otnVv emldAVELX EKTUTIWONG. MPAKTIKA, TIPOKELTAL YLOL TNV TOXUTNTA UE
TNV omola EKTUNMWVETAL KABE 0TPWOoN Kal Elval pia TTOPAUETPOC LUE LEYAAO EUPOG TILWV avAaAoya
TO QVTIKE(UEVO TIOU EKTUTIWVETOL KAl TIC EMBUUNTEG WBLOTNTEG. 2& TOAU UPNAEC TaxUTNTEG
Suvatal va utapyouVv aTteEAELEG eVvw avTiBeTa o€ MOAU XaUnAEC TOXUTNTEG, TO EVOMWOETNUEVO
EKTUTIWHEVO UALKO pUmmopel va mapouotdlel mPoBARUATA KATA T GUYKOAANGN LE TNV EMOUEVN
oTpwon.

7. Tayxutnta kivnong (Movement Speed)

Eival n tayxvtnta pe tnv omola Kweitat n kepaAr otav dev EKTUTTWVETOL UALKO. ZuvhBwC oL TLUEG
NG MAPOUETPOU QUTAC €lval TTOAU UPNAOTEPEC ATTO QUTEG TNE TAXUTNTAC EKTUTIWONG, KABWC £ToL
HELWVETAL 0 XPOVOG TIOU QTALTELTOL XWPLG va ETIPPEATETAL AUESA N TTIOLOTNTA TNG EKTUTTIWONG.

8. Osgppokpaoia smipaveiag ektunwong (Printbed Temperature)

Elval n Bepupokpacia mou €xeL n emipAVELX EKTUMIWONG £TOL WOTE TO TNYHUEVO evamobeTnuévo
UALKO va pnv RZEL KalL VAL LNV OTEPEOTIOLELTAL KaTeUBEeiay, £TOL WOTE OTaV evamotebel N akpLBwg
ETOPEVN OTPWON UALKOU, va €XEL avtiotolyxn Bepuokpaocia yla va prmopéoouv ol U0 SLaSOoYIKES
OTPWOELG VO eVwoB0oUV piKpopoplakd. Auto Bonbad KataAuTikd otnv KAAUTEPN CUYKOAANGCNH TWV
OTPWOEWV Kal otV MPOANYN eUPAVLONG CUYKEKPLUEVWY AVETILOUUNTWY GALVOUEVWY OTIWG O
SloXWPLOUOG TwV OTpWwoewv Kol N eudavion oxwopwv (Layer Separation and Splitting), n
okéBpwon (Warping) kat n cuppikvwon. H cuvnBilopévn Tiur eivat yopw otouc 60 °C.

9. lwvia ektinwong-npoocavatoAiopdg (Raster angle n Infill angle)
Mpokettal yla tn ywvia meplotpodng tou rectilinear mAéypatog oto XY eninedo (yUpw armno tov Z
afova). Avaloya HE TN YwVio EKTUTIWONG LETOBAAAOVTAL GNUOVTIKA Ol LNXAVIKEC LOLOTNTEC TOU
EKTUTIWHEVOU QVTIKELPEVOU, OTwG Ba avaAuBel oto enmdpevo kepahatlo. ITic €lkoveg 1.3-1.5

daivovtal CUYKEKPLUEVA OL TPELG YWVIEG EKTUTIWONG TIOU ETUAEXONKOV yla TOUG OKOTIOUG TNG
epyaociag.

10. To Aoylopko Voxelizer
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To Voxelizer elvat AoyLopiko mou €xel avamtuéel n etatpia yia tov ZMorph 3D Printer. BonBaet
otnv enefepyaoia Kal EKTUMWON AVTIKELWMEVWV E TNV TEXVLKA TIou Aéyetal voxelization, 6mou ta
ovTIKeipeva amapTtilovral anod tpdlactata pixels avti yia tpiywva (PndLakrn mAeypatonoinon).
AUTO eTutpEneL Asttoupyieg mou dev Suvato va yivouv pe apadoolakEG TPOOEYYIOELS, OTIWG TNV
xpnon ¢Atpwv Kal apeong cupBatotntag pe apxeia capwong MRI. Mmnopel va kaBodnynost
OAeg TG KedbaAéG TNG Z-morph. EvaAAakTikd pmopel va Aettoupynoel Kal pe GAAa opensource
Aoylopika onwg to Pronterface, to YARRH kat @AAa mapdpola. Mmopet eniong va dextel apyeia
KL oo aAa CAM Aoylopika onwg ta: Cura, Slic3r, KisSlicer, SFACT.

Ewéva 1.3: Twvia ektunwong 45°

OL YpOUMEG TNG OTPpWOoNG oxnuotilouv
ywvia 90° pe tnv endpevn otpwon. H
£lKOVa glval amo to AOYLOUIKO
Voxelizer.

Ewova 1.4: Twvia ektvnwong 75°

Ol YPOUUEG TNG OTpWOoNG oxnUatilouv
ywvia 90° pe tnv emduevn otpwon. H
€lKOVA €lval amo To AOYLOMLKO
Voxelizer.
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Ewoéva 1.5: Twvia ektvmwong 0° rj 90°

OL YPOUMEG TNG OTpWOoNG oxnuatilouv
ywvio 90° pe tnv endpevn otpwon. H
£lKOVO £lval oo To AOYLOULKO
Voxelizer.
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1.5 Ta UALKA ITPOC EKTUTTWGN

Aekddec UAkwv elval SlaBéolpa yla TpLOLACTOON EKTUMWON, ONMWG TO OCUMUITOAUUEPEC
akpulovitpiliou-Boutadieviou-ctupeviou ABS, To TOAUYaAAKTLKO 0V PLA, To polycarbonate PC,
noAvapidlo PA, to moAuotupévio PS kal Stadopa BeppomAaoTikd EAACTOUEPH.

1.5.1 BloSiaomwpeva oAU EPH

Fevikd, éva BLOSLOOTIWHUEVO UALKO (OKETO TTOAULEPEC, AVOUEMELYUEVO TIPOLOV 1) cUVOETO) pmopetl
va tapaxBel and avavewolleg mnyEC. OL KALVOTOUIEG OTNV AVATTTUEN UALKWVY amd BlomoAupepn,
n SLatrpnon Twv 0pUKTWVY HE BAON T MPWTES UAEG, N TARPNG BLOAOYLKN OMOLKOSOUNGLUOTNTA,
N UELWON TOU OYKOU TWV QMOPPLUUATWY, N TTPOOTACIO TOU KALLATOC HEOW TNG HEIWONG TwV
ekmounwyv Slo€eldiov Tou AvBpaka Tou ameAeuBepwvetal, KABwWG Kal oL SuvatotnTeC
epapUoyNC YEWPYLIKWV TIOPWV yLo TN cUVOeon BlomoAupepwy eival pepikol and toug Adyoug yia
TOUC OTOLOUG QUTA TOL UALKA £XOUV TIPOCEAKUOEL TO Snoacto evdladEépov.

O kUKAOC {wN¢ TwV BlodlaoTtwHeEVWY TIOAUUEPWY PALVETAL OXNUATIKA TTOPAKATW:

BlomoAupepn
Metatponn (biAp,biokol)
TIAQLOTLKWV
JuMoyn
BloarmofAitwy
Mapaywyn
TLOAUEPWV
o, Koumootomnoinon
AVOVEWOLUEG
TiNYEG (apulo, .
, DwtoouvOeon
Kuttapivn)

Mepika mapadelypata Twv EUMOPLKWY BLOATIOKOSOUACLUWY TIOAUUEPWY OTNV ayopd ival To
Polylactide (PLA), to moAu (3-ubpofu Poutuplkol-cuv-3 ubpofuPaiepikd) (PHBv),
BepuomAactikad pe Bdaon to ApuAo, kat moAukampoAaktovn (PCL). Ta tpila mpwta mMOAUUEPN
TIPOEPXOVTAL ATIO YEWPYLKEG TIPWTEC UAEG KOL TO TEAEUTOLO OO TETPOXNMLKEG TTINYEG. OAa ToUu(g
ev8UKvevTaL yla AR pn Koumootonoinon. °

Itnv epyacia autn, blaitepou evéladépovtog eival o ToAUYaAaKTIKO o€V (PLA). H emioTnuovikn
KOWOTNTA £XEL OTPEYEL TNV POCOXN TNG oto PLA ta teAsutaia Xpovia Kol outo ylati to PLA
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Bewpeital and moAAoUG w¢ N amavinon otnv au§avOouevn avaykn TG ayopdg yla UALKA
ipogpxopeva amnod tn Blotexvoloyia. Auto odeiletal ev pépel otnv avénon tng¢ adboviag Tou,
aAAQ emiong eneldn) eVKoAa avaktatol and ¢utd, ival oxeTtikd ¢ONVO Kal KATEXEL UEYAAEG
SuvatotnTeG va TpomomnolnBel kal va evowpatwOel og plypata moAupepwy Kat dAAa ouvBeTa
UALKG pe KOAEC TEAKEG xprioetc. 0

1.5.2 To roAuyalaktiko ofv (PLA)

MpoKeLtal yla €va €k TwV SU0 UALKWYV TIOU XPNOLUOTIOLONKAY YL TOUG OKOTIOUG TNG apoUong
epyaciag. To PLA xpnolUOMOLELTAL EUPEWG OTNV TPLOLACTATN EKTUTIWON KoL EMOUEVWE KPLBNnkKe
evlladEpov epeuvNTIKA va EEETAOTOUV OL UNXAVIKEC LOLOTNTEC eKTUTIWHEVOU PLA. ETol, N gupeia
XPrion Tou aAAd KoL | CUVEXAG €PEUVA TIOU YIVETOL TTAVW CE OUTO YLOL TNV TPLOLAOTATN EKTUTIWON
Atav ot Bactkdtepol AdyoL yLa TNV EMAOYK) TOU.

To moAuyaAaktiko oL (polylactic acid) Bewpeital éva and ta 1o XproLLo TTOAULEPH OTLG
HEPEC HaG. To yeyovog OTL ival BLoamolkoSouroLlo Kat adpopoLwoLo and Tov avepwrivo
0PYQVLOUO, TO KOBLOTA KATAAANAO yLa €val LEYAAO PLOUO LATPIKWY Kol PaPUOKEUTIKWY
edappoywv ald Kal yLa KATAOKEUN TEXVNTWY UPOOUATWY TAACTIKWY UITOUKAALWY Kol
OUCKEUAOLWV. ATIWTEPOG LEANOVTLKOC OTOXOG TWV EPELVWY, €ival n BeAtiwon tng avtoxng Tou
UALKOU Kall N PElwan TOU KOOTOUC MAPAYWYNG, YEYOVOG TTOU Bl TO KAVEL AVTOYWVICLUO EVaVTL
TWV N6N UTIAPXWV TIETPOXNULKWY TTAQLOTIKWV.

To moAuyaAakTikod o€V eival Eva armod Ta o UPEWGS XPNOLUOTIOLOU LEVA CUVOETLKA TTOAUUEPN OTN
Blolatpikn omwe puepPpaveg dpdyuatog, kaBodnyoluuevn avayevvnon LoToU (o€ 060OVTLOTPLKEG
epapuoyég), opBomedikd, pappata Kot kpiwpota. To PLA eival éva xewpopopdo poplo kat
eudpaviletal o T€coepels SLaPopPeTIKEC Lopdoloyiec. Mpokettat yia ta moAupepr P-DD-LA, P-LL-
LA (ovopaletat emiong PLLA), P-DL-LA (ovopaetal emiong PDLA) kat €va P-peco-LA. Me puBuion
™G avaloyiog TETOWwV TIOAUUEPWY, Tou Mw, Kal TOU KAAOMOTOG KPUOTOAALKOTNTAG E€ival
Suvatov va dtapopdwvovtal oL UNXAVIKEG LBLOTNTEG, 0 puBUOC amolkodounaong, n Bepuokpacia
Tg ko TtoANoL AANOL TP AYOVTEC OE KATIOLO EMLBUUNTO ONUELD VLol CUYKEKPLUEVN Edappoyh.th2

H mapaywyr Tou moAUYaAakTikoU 0€€0G yiveTal elte pe avtidpaaon MOAUGUUMUKVWONG TOU
YOAQKTIKOU 0€€0G, £(TE e TTOAUUEPLOUO TOU AAKTLSOU (KUKALKO TTOpAYWYO TOU YAAQKTLKOU
0&€0¢). O mpwtog Tpomog 0dnyel Kuplwg o mMoAupeprn UIKpoU poplakol BAapouc Adyw Tou
YEYOVOTOG OTL KATA TNV avtidpacn MOAUCUUITUKVWONG TAPAYETAL CUVEXWG VEPO TO OTIOLO Kal
TIPETIEL VAL ATTOUALKPUVETAL YL TNV LETOTOTILON TNE LOOPPOTILAG TTPOC TNV TTapaywyr TOAUUEPOUG.
AvtiBeta pe tnv péEBodo moAupeplopol Stavoleng SakTtuAiou Tou AakTLSlOU EMITUYXAVETAL N
TIaPOYWYr TIOAUUEPWY HEYAAOU HOPLOKOU BAPOUG OE UIKPO XPOVIKO SlaoTnua.
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IxAua 1.1: H xnuikn avtidpaon napoywync tou PLAY

H mapaywyn PLA katavaAwvel 25-55% Alyotepn evépyela amd OpUKTEG MNYEC (0pUKTA KaUoLUa)
o€ oxéon e To MeTpeAAikd toAupepn.8

1.5.3 Melovektipota PLA

Evw to PLA pmopel va BewpnBel we éva ¢Ako mpog to neptPariov BLoUALKO pe €QLPETIKEG
OLoTNTEC, £XEL ETIONC TTOAAG TTIPOd AV LELOVEKTILATA OE OPLOUEVEC EPOPUOYEC:

1) O puBu6C amodounong Tou PEow UEPOAUCNC TWV ECTEPLKWY OUASwWVY €lval TIOAU apyoc. Auth
n dtadikaoia Stapkel pepkég dopeg MOAAA £Tn, N omola Uropel va mapakwAUoEL Tn Blolatpikn
edpapuoyn tou.

2) To PLA &ivat moAU eUBpauoto, pe Alyotepo amo 10% smpnkuvon os epeAKUOUO Kal €Tol Sev
glval KAtaAANAO yLa AmALTNTIKEG EPOPHUOYEC OE UNXAVLKI) amoS0aon, EKTOC €AV elval KATtAAANAa
TPOTIOTIOLNEVO.

3) To PLA eival loxupa ubpodoBo kal pnopet va mpokaAéoel pAeypovwdn amoKpLon amo Toug
lotoUG Twv Iwvtwv eviotwy, AOYyw TNG XOUNANG TOU OUYYEVELAC ME TO KUTTOPQ, OTAV
XPNOLUOTIOLELTAL WE UAKO HNXAVIKAG LoTWV. 13

4) ‘Evag aANog meploplopog tou PLA kuplwg otnv guputepn Blopnxavikn sdappoyn ivat ot
TIEPLOPLOUEVEC LOLOTNTEC dpaynC oaepiou Tou eumobilouv TNV TANPN Tou TpooPacn ot
BlopnxavikoUg TOUELG OTIWG N cucKeuaoia.

26



1.5.4 Mn)avikéc 18otnteg tou PLA

OL UNXAVLKEG LOLOTNTEG AVTIKATPONTPI{OUV OUCLOOTIKA T AMOTEAECUATA TOU HopLlakol Bapoug,
TOU POCAVATOALOHOU TWV LOPLOKWY O0AUGISWV Kal TNG KpUOTAAALKOTNTAG.

To PLLA gival kpuotaAALko evw to PDLLA givat éva dpopdo Blodlaomwpevo moAupepES. E€attiag
NG KPUOTAAALKOTNTAC Toug, ta Slddopa PLLA moAupepr) i6lou poplakoU Pdapoug €xouv
KAAUTEPEG UNXAVIKEC LOLOTNTEC oo To PDLLA. To PLLA €xeL o Sopnpévn kat cuprmayr doun Kot
WC €K TOUTOU KOAUTEPEG UNXAVIKEC LOLOTNTEC Kal peyaAUTEPO Xpovo Iwnc. MapoN autd, ta
avnritopéva PLLA €xouv emiong KOAUTEPEG UNXAVIKEG LOLOTNTEG Ao TA YN avnrtopéva PLLA
AOyw Ttou peyoUtepou Baduol kpuoTtaAAkdTnTAG IOV TIPOKARBNKE artd tnv avomtnon. 4

OL unXaVLIKEG LBLOTNTEG TOUu PLA moLkiAouv o€ eupeia yKAUA, oo om0, EAACTIKO TTAACTLKO HEXPL
o€ SuoKaumTo MAAOTIKO UYPNANG avtoxng. Me avénon Tou poplakol Bapoug auvfavovtal Emiong
Ol UNXOVIKEC LOLOTNTEC. XapOKTNPLOTIKO apadelypa eival n avénon Tou poplakou Bapoug Tou
PLLA artd 23 *10° kg/kmol og 67 *10° kg/kmol, kdtt T0 onoio enédepe avénon otn SUvaun mou
amatteitat ya mAnpn kappn ano 64 os 106 MPa. Mapo)’ avta BERata, n avtoxr oe epeAKUCUO
nappelve dla ota 59MPa. Itnv nepintwon tou PDLLA , étav to poplako Bapog auEnbnke amo
47.5 kg oe 114kg , n avroxn o€ epeAKuopO Kal n Suvaun yia mAnpn kappn avéndnkav anod 49 os
53 MPa kat ano 84 os 88 MPa avtictoyya.®

OL 8Ladopeg 161otNTEC TOU PLA dpaivovtal otov moapakdtw mivaka:

Table 2.3 Mechamical properties of PLA (MNaturework ™ Cargill Dow)
(Doi and Steinbuchel. 2002)

Properties ASTM 2002D 2100D PLA Fesin
Specific gravity D782 1.24 1.30 1.24
Melt index, (g/l10min (190 =C/2.16 D1238 48 3-13 10-30
K) - Transparent Opague -
Clarity Dag2 TT00 (53) 3100 (56) TOOO0 (48)
Tensile strength at break psa (MPa) DEs2 8700 (600 Q000 (62) -
Tensile yield strength, psi (MPa) D8g2 500 (3.5) 500 (3.5) -
Tensile Modulis, kpsi (GPa) Dgg2 6.0 30 25
Tensile elongation, % D236 0.24 (12.81) 0.37(19.8) 0.3 (0.16)
Motched izod mmpact, ft-Tb/in (J/m) - Simular to - -
Shrinkage PET

Ewéva 1.6: Ot uNYaVIKECG LBLOTNTEG Tou PLA®

To peyaAutepo evdladépov, 6oov adopad tnv BeAtiwon Twv WlotAtwy tou PLA, éxeL otpadel otn
BeAtiwon Twv BEPUIKWVY KAl LNXOVLKWVY LOLOTATWY KABWE Kol TwV PEOAOYLIKWY, OTIWG TO LEWHOEG
Kol n avtoxn Ttou tAypatoc. MNa ta ¢u\pn PLA, n épsuva €xel otpadel otov Babuod
KPUOTAAAKOTNTAC, TN BepUIK) oTaBEPOTNTA KOL TIC EMLUNKUVTIKEG SuvaTOTNTEC. A TO OKOMO
0UTO, Ol EPEVVNTEG MAEOV oTpEdovTtal ota piypata PLA pe aAla moAupepn.
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1.5.5 To CarbonFil™

To CarbonFil™ gival to 6g0tepo UAIKO TIoU eTAEXONKE yla TN SLEPEUVNON TWV UNXOVIKWV
OloTNTWV TPLOSLACTWY EKTUTIWHEVWY OVTIKELMEVWY. MpOKewTal yla éva UAIKO NG €talpiog
FormFutura, To omoio eival ouclaoTikd tpomomotnuévo PET (Polyethylene terephthalate),
EVIOXUMEVO WE iveg dvBpaka, o€ ooooto 20 wt.%. To PLA kot to CarbonFil™ éxouv mapdpoleg
epapuoyEC otV TPLSLACTATN EKTUTIWAN, LE TO TEAEUTALO OUWCE VO Elval €va VEO KALVOTOUO UALKO
TIou aKOpn bev €xel Tnv dla eupeia xprion o cuykplon pe to PLA. Emopévwe, mépa amnod tv
HEAETN TWV UNXOVIKWV LOLOTATWY TOU KABE UALKOU EEXWPLOTA, N CUYKPLON TWV HNXOVIKWV
SLotATWV Twv Vo autwv UAKkwv (PLA kat CarbonFil™) éxeL peydho svSiadépov kat auvto
QTMOTEAECE (OWC TO ONUOVTIKOTEPO KPLTAPLO yia Thv erthoyr) tou CarbonFil™ w¢ sutepo uAIkS
Slepelivnong.

To eVIOXUMEVO aUTO UAIKO €xel 10% meplooOTEPN QVIOXN OE KPOUOH OUYKPLTIKA HE TO HN
EVIOXUMEVO KoL glval emiong moAU mo okAnpo®. Emiong éxel pio oxetikd unAf Beppokpaocia
Bepukng mapapopdpwong (85°C) kat moAU KaAr Bepuikni otabepotnta. ITo TEAOG TNG MaPoUoNG
epyaoiog rapatiBetat to teXVIKO puAradio (technical data sheet) yia to Carbonfil™,

MNapakatw cuvoyilovtal oL onuavtikotepeg diotnteg Tou CarbonFil ™:

e EEaLpeTIKA AKAUITO

e EukoOAia oTtnv ekTUMIWON

e Aev napouoialetal to GaLVOUEVO TNG okEPpwaOnG (warping)
e EAadpU

e MeydAn avtoxn otnv kpouon

e [loAU KaAr TPOOKOAANGN TWV OTPWOEWVY

e Jt0BepoTNTO SLAOTACEWY UETA TNV EKTUTIWON
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1.7 Ta npoBARUATA THC EKTUNTWGCNC

To eKTUNWUEVO UALKO v MPOOKOAAATAL OTNV EMLPAVELA EKTUTIWONG

Elval oAU onUavIiko n MPwWTn oTPWON TOU UAKOU va eKTUTIWOEL owoTtd Kot va cuykoAAnOel
EMAPKWG UE TNV emidaveLla ekTUTIWONG. MOAAEC dOpEG cuvavTATal To TPOPANUA TNG KAKNAG 1 Kal
KaBOAou TPOOKOAANONG TOU UAWKOU otnv emudpavela. Katt tétolo pmopel va  amoPel
KATAoTPOdIKO ylo TNV TIOPELQ KAL TNV TOLOTNTA TNEG EKTUTIWONG KoL TIPETIEL VO AVTLUETWITETAL
aueoa. MBavoi Adyol mou mpokaAouv To MPOBANUa auto eivat n AaBwg anootacn akpoduaciou
Kal emPAVELNG EKTUTTWONG, KATL TO ONMOL0 OVTIUETWIIlETAL Pe SLapETPnon TG eMmPAVELAG
EKTUTIWONG KAl TOMOBETNGCNG TNG OTNV CWOTH AmooTacn amnod TNV KeboAr Tou eKTUNWTA. Mia
GAAN aLTio TOU CUYKEKPLUEVOU TIPOBARUATOC €lval n KOKN poopddnon Tou UAKOU amo Tnv
€M AVELQ, KATL TO Omolo eival oAU oUvNnBOeg, kat AUVeTOL TTOAU amAd e TNV TOonmoBEtnon L8IKAG
Towiog mavw otnv emnlPpAVELD OTIOU TIPOKELTOL Vo eKTUTIWOeL To avrtikelpevo. TEAog, ol
eTAeyUEVEG Bepuokpaoieg mailouv emiong peyaAo poho. Mmopei n Bepuokpacio Tou ekBoAéa
Tou €xeL eTAeXOel va punv emapkel yla tTnv mAnpn tén tou uAwoL n avtibeta n Bepuokpacia tng
erudpavelag va eivat oAU xapnAn Kat £ToL vo EMavopXETal To UALKO TTOAU ypriyopa OTnV OTEPEN
KaTaotaon.

IkéBpwon (Warping)

YkéBpwon ocupPaivel 6tav to MAAOTIKO PUxeTal Kot cUOTEAAETOL. KaBwG TO EKTUNMWUEVO UALKO
PUxeTaL KoL CUOTEAAETAL, ap)Xilel Tautoxpova va TpafLETal mpog Ta péoa. MoAAEC popEg auTod
obnyel og KUpTWoN Tou UALKOU. H onuavtikdtepn OUwG eMimTwon Tou PpoBARUATOC aUToU Eival
N KAk TEALKN TOLOTNTA KOL N KN owoth Slakupavon Tou mAaxoug tou UALkoU kab’ OAn tnv
eTMLPAVELA TOU EKTUTMWHEVOU UALKOU, KATL Ttou Mmopel va odnynosl oe AavBaouéva
anoteAéopata 6oov adopad TIG LOLOTNTEC TOU EKTUTIWHEVOU AVTIKELUEVOU. Mia armo Tig mbaveég
outieg pmopel va eival oL PEYAAEG TOXUTNTEC EKTUTIWONG KAl OL TEPITAOKEG YEWUETPieC. To
MPOPANUa auto pmopel odpeiletal emiong otnv emiloyn pn KatdAAnAwv Beppokpactwy. ‘Etot, n
AUon oto ouykekplpévo TpoPAnUa Bploketal kKabBoapd otnv £peuva KAl OTL( CUVEXELC SOKIUEC
HEXPL va BpeBouv oL kataAAnAeg Bepuokpaoieg. TENog, n mpoodnkn (edv dev umapxel) vog
aveptotipa Puéng mavw amnd tnv enupavela EKTUTWONG UMopel va BonBroeL onuavtikd otnv
OVTLUETWITILON TOU TtPOBARUATOG QUTOU.

Napouciaon wotwv (Cobwebing)

To mpoPAnua autd mapoucialetal otav spdavilovial pkpol Lotol TMAAOTIKOU E€MAVW OTO
EKTUTIWHEVO aVTIKE(PEVO. AuTO cupBaivel cuvnBwg e€attiag Tng Sltappor ¢ MAACTIKOU KATA TN
Slapkela Kivnong tng KepaAng otav Sev eKTUTTWVETAL UALKO. Tn AUon oto TpoBAnUa auto TN
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dépvel n duvatdtnTa avakAnong Tou UALKOU TG OTLYMEG TG Kivnong tng kepaAng otav dev
EKTUTIWVETAL UALKO. YItdpyxel SnAadn n Suvatdtnta va emAeyel amo To AOYLOULKO N EVTIOAN auTh,
dnAadn va avakaleital-tpafLétal To UAKO KaBe dopd mou Kiveital n KeaAr Kol SEV EKTUTIWVEL.

YnioAsttoupyia tov ekBoAéa (Under-extrusion)

Me tov 0po auto voeital éva ocuvnBeg MPOPANUA TOU TTOPOoUCLAlETAL KATA TN SLApKELA piog
ekTUTIWONG. Mo ouykekplpéva, TIOAAEG PopéC o ekTtuntwtng aduvatel va tpododotrioel Tnv
TooOTNTA UAIKOU Tou €xeL amattnBel pe Sdtadopa opvnTIKA OAMOTEAECUOTA, OMWE AELMEG
OTPWOELG, TIOAU AENMTEG OTPWOEL 1] OTPWOELC TIOU TIOPOUCLAOUV QVWHOALEC (TpUTEC TU.X.).
Mpokettat yla éva mPOPANUa e TTOAEG TIBAVEG ALTIEG KOl TTOPAUEVEL UEXPL OTLYUNG SUOKOAN N
QVTLUETWTLON Tou. AuTto Tou BonBa olyoupa MAVTWE Kal TPETEL va ival dedopévo mpv amnod
KABe ekTUTIWON, €lval n EMApPKNE KalL cwaoTtr TPododotnaon Tou eKPoAEa e UALKO.

YnepOéppavon (Overheating)

To mAaoTLKO TIou e€€pyeTal amo tov ekBoAéa unopei va Bpioketal os Beppokpaoia petagy 190°C
Kot 240°C. Ooo 10 MAOOTIKO £ival akoun Ospuo, sivat TOAD UKAUMTO Kal PIopsi oAU UKo
va mnapapopdwBel. To mpoPAnUa tng unepBépuavong fekvasl otav €xel emdeyel vPnAn
Bepuokpaoia yla To UALKO 1) 8ev utapyel emapkng Puen. Auto pmopel va o6nynoeL o€ AOYXNUES
oLoBNTIKA EKTUTIWOELG KOl ONUOVTIKEC OAAOWWOELG oTn Soun Kol dpo TG LOLOTNTEG TwV
OVTIKELLEVWY. MMpokeltal mapol’ autd yla €va €UKOAA QVTLHETWIIOWO TPOPANUa, KabBwg
enmapkng Puén pe aveplotnpa Kal eVpeon TG KATAAANANG Bepuokpaciag ekBoAéa e SOKLUES
EMAPKOUV yLa TNV anoduyn Tou.

ALY WPLOHOG TWV CTPWOEWV Kol oXLOMEG (Layer Separation and Splitting)

Onwg mpoavadépdnke, n TPLdLACTATN €KTUNWON Asttoupyel pe tnv Stadoxikn evamobeon
AEMTWV OTPWOEWV UALKOU. KABe EMITUXNG OTPWON EKTUTIWVETOL EMAVW OTNV TIPONYOULEVN HEXPL
va oAokAnpwOel n teAikn dopn Tou avtikelpévou. MNa va ivat Opwe yepO KoL CUUTTOYEC TO TEALKO
EKTUTIWHEVO OVTIKELLEVO, Ba mpémel kABe otpwaon va gival TOAU KOAQ GUYKOANUEVN UE TNV
T(PONYOUUEVN KAl TNV €MOUEVN. EAv é0Tw Kat pila otpwon 6ev €xel oUYKOANOEL EMITUXWG UE TIG
avtiotolyeg SLadOXLKEG OTPWOEL TNG, £lval TOAU mIBavo To TEALKO AVTIKE(PEVO va SLaxwpLloTel A
va €XEL TIOAU KaKn aloBnTLKr Kal 0pvNTIKA OMOTEAECHOTO OTLG LOLOTNTEG TOU. To PALVOUEVO TNG
LN ETMITUXOUC OUYKOAANONG METOEL TwV SLASOXIKWY OTPWOEWY OVOUATZETOL SLaXWPLOUOG TwV
OTPWOEWV KoL amoteAel éva amd ta 1o ocuvnBlopéva mpoPAnpata oe pia tpldlactatn
ektuTwon. MBavotepn attia tou poPARpaTog autoL eival n xapunAn Beppokpacio tou ekBoALa
oe ouvduoopo pe tnv avemopkn PuEn katd tnv evanobeon tn¢ otpwong. H elpeon g

30



KatdAANAng Bepuokpaciag unopet va odnynoet aneuBeiag otnv dueon Avon tou poBARLATOG.
H av&non tng Bepuokpaciag emtpenel TNV KOAUTEPN CUYKOAANGCN TWV OTPWOEWY, KaBw¢ Ta
Bepud UAKA avamTuooouV oAU KAAUTEPOUG SECUOUG O OXEON UE To Otav ivat o Puyxpd. To
TMPOBANUA AUTO OPWGE TTOPAPEVEL TTOAUSLACTATO Kal n auénon Tng Beppokpaciog tou ekBoAéa
UTOpEL va unv emapkel yla tnv enilvon tou. Mia dAAn mbavn attia tou patvopévou ival to
HEYAAO TTAXOG OTPWOEWV, To ooo PnAn eivatl SnAadrn kabe otpwon. MelwvovTag To AXoG TNG
KOs otpwong pEXPL Eva BEATIOoTO onpeio duvatal va cUUPBAAEL ETIONG OTNV OVTIUETWITLON TOU
dawopévou Kal autd ylati 000 To AEMTEC €lval OL OTPWOELG, TOOEC TIEPLOCOTEPEC OTPWOELG
aaLTOUVTOL Yo Vo OAOKANPWOEL TO avTiKelpevo Kal apa To HeyaAUTEPO MAROOC TWV OTPWOEWV
ETUTPETEL TNV TUO YPHYOPN KAl KAAUTEPN CUYKOAANGHN HETAEL TOUC.
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1.8 EdapuroyEC TNC TPLOLACTATNC EKTUTIWONC

O TPLOL1A0TATOC EKTUTIWTNG UIOpPEL va XxpnotlpomnolnBet oe MoAAEG edappoyEC Kal n BoriBela mou
MpoodEpeL €ilval MOAU oONUAVTIKN Kal afloonueiwtn. Ze TOANEG XWPEG TOU EEWTEPLKOU N
OUVKEKPLUEVN HopdN EKTUTIWONG EXEL KEVIPLOEL TO EVOLOPEPOV EVOCG LEYAAOU TTOCOOTOU TIOALTWV
LE amoTEAETUA OL apXEC TOu va Bplokouv onueio ebapuoyng kat otnv kabnuepvi Lwn.

1. Téxvn:
Me tpldldotarto oxedlaopd douAelouv Tia MoANOL KAAALTEXVEG OTO XWPO TNG YAUTITIKAG,
xpuooxoiag, animation kat SLadpaoTIKAG TEXVNG. ZTNV MOPAKATW £lkova 1.7 mapatiBetal
EVaL £PYO0 TEXVNG KATAOKEVAOHEVO €€’ OAOKANPOU MO TPLOLAOTATO EKTUTIWTH).

Ewkova 1.7: Tplblaotata eKTUNIWUEVN TIpoToN Tou Bletvauélou yAumen Duong Le Thai

2. lotpkn:
MoA\ol xelpoUpyol oxXeSLAlOUV KOL EKTUTIWVOUV HEPN TOU OWHATOG E£(TE ylo va
TIPOETOLUOOTOUV yLa S1apopeC MOAUTIAOKEC EYXELPNOELG ELTE YLA VAL TOL XPNOLULOTIOLOOUV
w¢ TEXVNTA PMEAN o avBpwItoug ou eixav Kamolo coBapod atuxnua. H véa Stadikacia
"ektunwonc" (avamapoaywync) evog ootol MepAAUBAVEL Pl OELpA oo Bripata. ApXLKa
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xpelaletol Lo TpldLdoTaTn EIKOVO TOU 00TOU, TO OTIOLO TIPETEL VA aVTIKATAOTAOEL Av éva
00TO £)el xaOel tedeiwg | kataotpadel coPapd, Tote dnuloupyeital to avtiypado ano
TO avtiotolyo 00TO OtV GAAN TAEUPA TOU OWMOTOG. H €lKOva OTn CUVEXELL
tpododoteital oe Tpldldotato ektunwtr PeKaopol, o omoiog evamobetel Stadoyxika
AEMTA OTPWUOTA ATO £Va TIPOKOOOPLOUEVO UALKO, TO £€va TAVW OTO AAAO, HEXPL TTOU val
uAomotnBel €va tpldldotato avtikeipevo ("okeAetdg") tou ootoU. To (6L0 OKEMTIKO
epapudletal kaL otnv Mepimtwon ektuMwong xovépou. Eva eviunmwolakd mapadetypa
elval n emtuxic (kahokaipt Tou 2011) petapdoxevuon EUPUTEVUATOC KATW olayovag.t?
To epdutevpa Ptiaxtnke amd okovn Titaviou. To UALKG BepudvBnke amo Aéwlep Kot
«EXTLOE» TN OlOyova OTPWHA-OTpwHO HE Xpnon 3d ektumwtr o Alyeg povo wpec. H
HETapOOoXEUON SLpKeoe TE00EPLG WPEC (To 1/5 Tou KAAOGGOLKOU XpOVou) Kal €ywve adou
TO poOoxeupa KaAUDOnKe He Eva €L6IKO BLOKEPAULIKO OTPWHO. ATIWTEPOG OTOXOG Elval N
TPLSLAoTATN EKTUTIWON OAGKANPWVY OPYAVWY TA OTIOLOL 0TN CUVEXELD Ba HeTaooXEVOVTOL
0TO aVOPWTLVO CWHAL.

Ztnv elkova 1.8 amelkoviletal Eva TPLOLAOTATA EKTUTIWHUEVO TIPOCOETIKO AVw AKPO.

Ewdva 1.8: Texvnto X€PL KATOLOKEVOOUEVO HE TN XPHON TPLSLAoTATOU EKTUTTWTA®

3. ApPXLTEKTOVLIKN:

MeydAa apxltektovikd ypadeia (rm.x. Foster and Partners) mapakoAouBoUv oteva tnv
£€PEUVA TIOU TIPAYUOTOTIOLELTAL OTNV TIOPACKEUH ToléVTou pe 3D printing.?? 'Hon €xeL
napaxBel éva koppdtt, umtodnAwvovtag tnv mpobeon Kat To VoG TNG MPOCEYYLONG OTO
B£pa. O teAlkdg oto)OoC eival va emitevOel n ekTUTIWON 0 SLOOTACELS 2mM X 2.5m X 5m
HETPA. AV KATL TETOLO €MITEUXOEL TOTE eV Ba AMEXOUHE va LAGLLE yLa LLa yKOpooviEpa 4
X 5 pétpa ) Kal mapandvw. OAo autd onuaivel mwe Ba umapyxel dtnvn Kot yprnyopn
TIAPOYWYI] OTILTLWVY, KATL TO omoio prmopel va AUCEL TTOAAG Ao ta TPOoBARUATA OTEYOONG
0€ OAOKANPO TO KOOHO, aAAA KoL va PEPEL LA VEQ ETIOXN OTLG KATAOKEVEG.
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Ewodva 1.9: TpiSidotata eKTUTIWHEVN YEDupa Ao atodAL oto Apotepvtap®®
4. KoTtooKeur MPWIOTUTIWV:
MNpoodépetal n Suvatdotnta Snuoupylag SOKUAOTIKWY HOVIEAWV TIPOTOU VYIVEL N
emévbuon yla Ta TEALKA TtpoiovTa (.. QUTOKIVNTA, AEPOOKADN, TEXVOAOYLKA OVTIKELLEVA
naong ¢pUOEWC, aKoUOTIKA Bapnkoiag, koounuata, dtadopeg dplyoupes mayvidlwy Kal
TIOAAG AAAQL).

5. AvVaKOTOOKEUI TOMWV EYKANUATWV:
H avamapdotaon Twv YeEYovoTwv Katd tn Sldpkela evog eykAnuatog Sivel tnv
SuvaToTNTA OTOUG EYKANUOTOAOYOUC Vo UEAETOOUV TNV UTIOBECn HE TEPLOCOTEPN
AEMTOUEPELA KOL AVESH WOTE VO KATAANEOUV 0TO amoTEAEopa Tou B€Aouv.

6. Emavaypnoipomnoinon uAKwy :
Ot TpL&LACTATOL EKTUTIWTEG £XOUV GANO EVal ONUAVTLKO TIPOTEPNUO OE OXEON LLE TOUG
ouvnBLopEVoUC eKTUTIWTEC. Elval wkavol va emavayxpnolpomolouv «dxpnota» UALKA 1)
oKoOpa Kol Blodltaomwpeva VALK cUPBAAAOVTOG OTNV 0VaKUKAWGN Kal 0TNV Mpootacia
Tou TepLBAaAAovtog.
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1.9 O Zmorph personal fabricator 2.0

Mo TOUug OKOMOUG TNG MOPOoUCNG Epyaoiag xpnollomolnke yla tnv ektunmwon SoKLiwv
edpeAkuopol o Zmorph 2.0 S, évag KaVOTOPOG EKTUTIWTAG YLA MKPNAG KALLAKOG EKTUTIWOELS,
LKOVOG VOL XPNOLUOTIOL OEL TIOAAEG TEXVIKEC TPLOLAOTOTNG EKTUTIWONG KAl Elvoll CUUBATOC LE OAwV
TWV TUTIWV Ta TTAAOTLKA Ttou StatiBevral otnv ayopd yla Tpldldotatn EKTUNWOoN, KaBwg akoun
KOLL TOL KEPOLULKA, Kol piypata UALKWV.

Méow tng xpriong tou Aoytopkol , Voxelizer 3D, o Zmorph 2.0 S eival og Béon va enefepyaotel
TO OVTIKE(HUEVO EKTUTIWONG XPNOLUOTOLWVTIAC TNV TEXVLKN Vvoxelization , omou ta HovtéAa
avarmnaplotouvral we 3d - pixels Kal 0L WG TPLYWVIKA TAEypOTA , OTIWG YIVETOL OTA IEPLOCOTEPQL
AaAAQ TpoypAppaTa . AUTO ETILTPEMEL AELITOUPYIEG KOl EKTUTIWOELG TIou Sev eival duvatov va
yivouv pe TIC TapaSOCLOKEG TIPOOEYYIOELG. XAPAKINPLOTIKO Tapadelypa €lval n Apeon
OUMBATOTNTO TOU EKTUTIWTH ME MOYVNTIKOUG TOHOYPAdOUC, KATL TO OTolo XPnOoLUOTositatl
EUPEWG otnV Epguvntikn latpkn.

O tpldlaotatog ektunwtng Zmorph 2.0 S epapuolel tig apxeg tng EAeyxopevng Evanodbeong
Tryuatog (Fused Filament Fabrication - FFF) BeppomAaotikwy UALKwY yLa tn Snuoupyia duoikwy
OVTIKELUEVWY, Ta omoia oxnuatilovtal péow NG TPoobeong SLadoXlKwV OTPWOEWV UALKOU
TIAXOUG UEPIKWY pm. H péBodog autr) umeptepel Twv mapadoolakwyv HEBOSwWV KATOOKEUNG,
ETUTUYXAVOVTOG TIEPUMTAOKEC YEWUETPLEC KOIL CUOTACELG TIOU WG TWPO CUVOVTOUCOUE HOVO OTh
dvon. EmutAéov, pmopel va mapdfel MANPWG AELTOUPYLKA QVTIKELMEVA, TIou &gV amattouv
ouvapuoAoynon, o€ pla eviaia dtadikaoia kataokeung. O oxeSLAOUOG TOU AVTIKELUEVOU YiveTal
he tn PBonbeta tou H/Y Kol OTn CUVEXELA TO OVTLKE(UEVO SLOKPLTOTOLEITAL OE OYKO-UETPLKA
otolxeia (voxels), amod To AOYLOULIKO TIOU €AEYXEL TOV EKTUTIWTH. Ta voxels o€ cuvbuaoud He TNV
TpLdlaotatn ektUTwon divouv tn duvatotnta EAEyxou TNG oUOTACNG KAL TNE TUKVOTNTOG OE KABE
ONUELO TOU OQVTIKELMEVOU KL E€TOL UIMOPOUUE VO TO TPOYPOUUUATIOOUUEY WOTE Vo EXEL
OUYKEKPLUEVEC LOLOTNTEG Kol oupTiepldopd o e€wtepika epebiopata (programmable matter).

Mépa amod TNV TPLdLAoTatn eKTUNWON BepuomAacTtikwy, N UTapén eVOAOCOOUEVWY KEDAAWV
LETATPEMEL TOV EKTUNIWTN O€ Lo eVEAKTN CNC epyalslopnyavr, e Suvototnta KOTMAG Kal
eyxapaéng pe laser, dpelapioparog kat diatpiong pe moluepyodeio Dremel, aAAG kot Blo-
EKTUTIWONG HE oUPLYYA VLA TNV TTOPACKEUT LKPLWHUATWY KAl ELPUTEVCLUWY UAKWV EAEYXOUEVOU
nopwdouc?l.
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KEDAAAIO 2°: H enidpaon Twv NOPOUETPWV CTLC LNXOAVIKEC LOLOTNTEC

2.1 Ewcaywyn

Onwg mpoavadepBnke, OKOMOG TNG TAPOUONG €PYACLAC €lval N AVAAUCH TWV HNXOVLKWV
SloTATWY TPLOLACTATA EKTUTIWHEVWVY AVIELKELMEVWY. KATL TETOLO Umopel va yivel OpwG povo
oakoAouBwvtag mpotuneg Sladikaoieg UTIOAOYLOMOU TWV HNXAVIKWY LOOTATWY. MNa Tto oKomo
outo, amodaociotnke va ektunwBouv Sokipla yla KABe UAIKO Eexwplotd Kal E£MELTA va
umoBAnBouv oe Sokwun edpelkuopov (Tensile Test). H emloyr tou kat@AAnAou mpoTUTIOU
Sokluiou amotélece éva amo ta SUCKOAOTEPA OnUela oTnV mapouoa €peuva, kKabwg OAa ta
npotuna Sokipa yla ePpeAKUCUO BEPUOMAAOTIKWY TIOU €X0UV oxedlaotel PEXPL oTyunG (elte
katd I1SO eite katd ASTM) ameuBlvovtav oe SOKipLO KATAOKEVAOUEVA e injection molding,
Bepuooupunieon K.T.A. Kal OXL ylo TPLSLACTATA EKTUTIWHUEVA. ETOL AOLMOV, EMpPENE va Yivel pia
O£lpA SOKLUWV KOl EKTUTIWOEWV Yyla TNV €UPECN TOU KAataAAnAou mpotumou, to omoio &g Ba
napouaotale mpoPANnUATA KoL ATEAELEG OTNV EKTUTIWON, KaBw¢ €tol Ba Atav avaflomota ta
6ebopéva mou Ba AapBavape kotd T SOk £PEAKUCHOU. XAPOAKTNPLOTIKA, EEETACTNKOV
apXLKA Tpla mMpdTUTA, Ta TPOTUTIA yia Sokipa epeAkuopol BeppomAactikwy 527A kal 5278
kata ISO kat to mpotumo D638 IV katda ASTM. Mo OAa aUTA TA TPOTUTIA OUWG, TIAPOUCLACTNKAV
odAApATO KoL ATEAELEG KATA TNV EKTUTTWON, OMWCE KUPLlwG okEBpwan (warping) Kat SLaxwpPLoUOG
TWV OTPWOEWV Kal oXLoUEG (Layer Separation and Splitting).AnotéAece npdkAnon n evpeon tou
Kat@AAnhou mpotumou mou Ba odnyolos o acdall CUUMEPACHOTO KOL QUTO SLOTL £lval apKETA
SUokolo va mpoPALPEL Kavelg Tn «oupPBatotnta» Twv NPOTUNIWVY apXeiwv CAD Twv SOKLUIWY UE TOV
EKTUTIWTN KAl TO AOYLOULKO Tou. Eywvav OAEG TpoomdBeleg va BEATIWOOUV T MOPATIAVW EKTUTIWUEVOL
nipotuna Sokipa kKupiwg aAdalovtag Stadopeg LeTABANTES TNG EKTUTIWONG, OTWG Ttapadelyatog xapw
n toxvtnta ektumwong (Printing Speed), o apBuog e€wtepkwv keAUdwv (Number of Shells) kat n Puén
tou aveptotipa (fan speed). Napol’ autd opwe, 6ev katadepaUe va BEATLWOOUE TIG EKTUTIWOELG YLa
OUTA TA TIPOTUTIAL.

TeAKd, petd and apketh €pguva, katahifape oto npdtuno D638 _| katd ASTM??, To omnoio pe
HLKPEG OAAQYEG OTLG TIAPAUETPOUG TNE EKTUTIWONG, MaG ESwaE 0XEOOV APLOTEG EKTUTIWOELG TOCO
a6  epdaviclakn amodn (kaboAou atéAeleg) O6co Kal otnv enavoAnyuotnta. Etoy,
EKTUTTWONKOV ETLTUXWG OUVOALKA 18 Sokipta, 9 pe to uAkd PLA kat 9 pe to uhikd CarbonFil™,
Ma tnv emloyn TwV MOPAUETPWY TNG EKTUTIWONG TIou eTUAEXBNKaV va eEETOTOUV KAl Gpa TO
AOyo mou ektunwOnkav 9+9 Sokipta, Ba yivel ekTevr¢ avodopd MAPAKATW. TNV TTAPOKATW
glkova dpaivovtal ol SLacTACELS TOU €V AOYyw SoKLuiou.

ASTMD-638- I
- 165~

e 19~

o) ||
/
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Ewikova 2.1: To npotumo Sokipto D638 _| katd ASTM kat ot Slaotdoslg tou?

H tpldldotatn eKTUMWON, OVIAG Mo OXETIKA Kalvouplo TEXVOAOyLa, UCTEPEL ONUAVIIKA Of
BiBALoypadikéG avadOopEG OXETIKA HE TIG LNXOVIKEG LOLOTNTEG EKTUTIWHUEVWY AVTIKELMEVWY. Ta
neploootepa SNUOCLeEVLEVA ApBpa Kal Epyaoieg OxXeTIKA pe To «3d printing» gv avaAwvovtatl
dlaitepa 0TO KOPUATL TNG MNXOVLIKNAG, TTOPA LOVO OE CUYKEKPLUEVA TTESIO EPappoyng OTwE N
Blolatpikni mapadeiypatog xaptv. Exovrag Aowmdv eAdxloto UAKO yla BiBAloypadikn épeuva wg
TPOG TLG KNXOVLIKEG LOLOTNTECG, AMOTEAECE TPOKANGN N €peuva Kal n €€€taon TOug, KATL TIOU
ONUATOS0TNOE OUGLAOTIKA TO CNUAVTILKOTEPO KIVNTPO yLa va YiVEL N mapoloa epyaacia.

MNapdAAnAa, 6pwc, Aoyw tng eAAemoUC BLBAloypadiag, ATOV OPKETA QMALTNTIKN N Slepelveon,
npoBAedn KalL ouyypadry Tou BewpntikoU MPEPOUC TNG MNXAVIKANG TWV EKTUTIWHEVWY
avTikelpevwy. Katalofaivel Kovelg OUVEMWG, TOCO TO «gUKOAa» Ba pmopoloape va
TMEPLYPAPOUUE TIC HMNXOAVIKEG LOLOTNTEC OCUMPMOYWV —un  TPWOLACTATA  EKTUTIWHEVWV-
OVTLKELMEVWY, AOYW TNG XPOVLIOG €VAOXOANONG ETULOTNMOVWY OXETIKA KAl KOTA CUVETELQ TOU
TepdoTiou eVpoug PBiBAloypadiog mou umdpxel €6w Kot TOANA XpOvia Kal ouvexilel va
avamntUoETaL.

‘Etol, oto mapov kedpaiato, Ba yivel pia mpoomnabela mpoPAePnG TwV HUNXOVIKWV LOLOTATWV
EKTUTIWHEVWY QVTIKELMEVWY, AapBavovtag utt oYv tn BiBAloypadia OXETIKA PE TA CUUTAYN
OVTIKE(HEVA aAAA ouyXPOVWCE KOl TIC onuUavtikeG Sladopéc oe oUykplon HE Ta Ttpldldota
EKTUTIWHEVA avTLKElpeva. H Siepevvnon mou éytve dnAadn, Baciletal ota dN yvwotd otolxela
™M¢ Mnxavikng, mpooapuoopéva otlg Wlattepotnteg kat Siadopéc twv «3d printed»
OVTIKELUEVWV.
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2.2 Mnyavikéc LdLotntec mov Ba e€eTaotouV

1. Méywotn avroxn os epeAkuopo (Ultimate Tensile Strength)

Elval n TLunR ¢ tdong, n omola avtloTolXel 0TO PEYLOTO TNEG KAUTTUANG TAONG — mopapopdwong
KOLL TIPOKELTAL OUCLOOTLKA YLO TO AOYO TNG MEYLOTNG TLUAG TOU POPTIOU Pmax IPOG TNV TNV OPXLKA
Statopn tou dokiuiou Ag. ZupBoAiletal cuvnBwWE WG «ay»:

Ou= Pmax/ Ao

Kata tn ldpKela Tou MEpAPATOC Tou £heAKUCHOU, 0 OYKOG Tou SOKLUIOU Tapapével oTaBepog
Kol KaBe emiprkuvon cuvodeUetal amo Tn Heiwon tng dtatoung tou Sokiuiou, dlatnpwvtog
otaBepd tov Oyko tou. Katd tnv edpeAkuotiki mapapopdwon tou SokLpiou, N CUVOALKA avtoxn
TOU UALKOU emtnpealetal amo SUo avtaywvloTika datvopeva. Npwtov, tn peiwon Tng SLaToung
TOUu OOKIUIoU, HE QUECO QMOTEAECUO TNV MeElwon TNg avtoxng Tou Kot SeUTEPOV TNV
ev60TpAYUVON TIOU TPOKUTITEL AOYW TNG MAAOTIKNG Ttapapopdwaong tou Sokiuiou, n omoia Kat
auéavel Tnv avroxn tou Sokipuiou. Ta Suo autd palvoueva epdavilovral TauToxpOvwe o€ OAO TO
€UPOG TNG TAAOTIKAG TOoPApOpPwong tou SOKIUIoU, OMOU KATA TNV TEPLOXN and TO OpLo
SLoppon G EwG T HEYLOTN avToXN 0 ePEAKUCHO, ETUKPATEL N evdoTpayuvon tou dokLuiou, Evavtl
NG HElwoNC TNG SLATOUNAG, EVW €V ouveXeia, HETAEL TNE LEYLOTNG AVTOXNG KAL TG Tdong Bpaviong
TOU UALKOU, N Pelwon TNG SLaTOUNAG amoKTa Wlaitepn onpacia. 1o onpelo tTng HEYLOTNG TAONC
eudaviletal To GALVOUEVO KOTA TO OTIOLO N EMUAKUVON KAL N TAUTOXPOoVN UeElwaon TNG SLATOWNG
va pnv dlavépovtal opolopopda oe 6Ao 10 WPEALLO UKo Tou SokLuiou, ue amotéAeoua TNV
avamtuén ulag €viovng €yKAPOLOG OTEVwOoNG, N omoia ovopdletal Aailuodg. TEAog, amd to
HOONUATIKO OpLOUO TNG HEYLOTNG AVIOXNG 0 EPEAKUOUO, TIPOKUTITEL OTL OL LOVASECG LETPNONG
tou eivat N/m?2.

2. Méylotn empnkuvon (Max elongation)

MpOoKeLTaL ylO TN MEYLOTN EMLUAKUVON (%) mou pmnopet va umootel To dokiplo akplBwe mpLv
™MV eudavion Twv TPWIWV pwyHwv, onAadn mpw tnv €vapén tng Opavong (fracture).
AvadEpeTal oTnv mooooTlaio EMUAKUVON | EMBPAXUVON TOU KOTATOVNUEVOU SOKLUIOU Kot
elval adldotato péyebog. TavuTleTal 0TV KAUMUAN TAoNG — mopapuopdwong Ue To onueio 6mou
Bploketal kaL n péylotn avtoxn o€ ebeAkuopo. Eival pia moAU xpnoTiki unxavikn Wdotnta, mou
napouotalet peyalo evéladépov, Aoyw TG PEYAANG onuaciag tng yia to oxedlacud dtadopwv
HEYAAWV edapuoywv TG Tpldldotatng ektumwong. Eival moAl onuaviko, pia «yepn»
KOATOOKEUN va €Xxel UPNAR TLUA HEYLOTNG ETILUAKUVONG, £T0L woTte va dtaodaiiletal n achaAeld
™nge.

38



3. Opo dapponc (Yield strength)

MeTa amo Kamola TLUA TNG Taong, apxilel onwc npoavadEpBnke, N TAACTIKA Mapapuopdwon Tou
Sokipiou f aAAlwg n dappor tou UALKOU. lNa Ta EPLOCOTEPA UALKA UTIAPXEL Hio TTPOOSEUTLKNA
HETABaON amo TNV €AQOTIKN OTNV MAAOTIK cuumeplpopd oAAA yevikwv eival SUoKoAo va
npooSloploTel pe akpiPela To onueio TG ev Aoyw petaBaong. MpooeyyLoTIKA, XPNOLLOToLELTOL
TO Oplo SLapPPONG yLa ToV TPOCSLOPLOUO Tou onpeiou Evapéng tng dtappong tou UAlkou. To 6plo
Slappon¢ elvat n taon mépav tng onoilag n UPLOTAUEVN TOPAROPPWoN Tou dokiuiou (mMpodavwg
voeitat n mhaotiki mapapdpdwon) sival povipun?3. KaAltepa, HMOPOUHE VA TOUUE TWG
TPOKELTAL YLA TNV TAON TIOU aTmalteital yla va napaxOet pia mpoodloplopévn, UKpn, moocotnTa
TAQLOTLKAG Tapapopdwone. N’ autd to cupPatikd 0pLo dlappong xpnoLomnoleitat o 0pog «yield
strength» avti tou «yield point», mou avtiotolel oto onueio Stappong kat OxL oTtnv Taon.
Télog, to Oplo Slappong dev eival mavia opatod ota Slaypappota epeAKUCHOU Kal glvat
olattépa duodlakplto ota OAKlpa UALKA. To Oplo Slappong eival To MPWTo onueio og éva
Slaypappo epeAkUGUOU OTIOU EXOUUE aUENGCN TNG EMLUAKUVONG XwpLlg algnaon taong.

4. Métpo ehaoctikotntag (Young’s Modulus)

To HETPO EAAOTIKOTNTACG E(VAL OUCLACTIKA €val LETPO TNG OTLRAPOTNTAC EVOG EAAOTIKOU OTEPEOL.
Opiletal w¢ o AOyoC TG MOVOAEOVIKNC TAONE TIPOG TN Hovoagovikn mapapopdwon oto nedio
TAOEWV Yla TO omoio LoyUeL o vopog Hooke. To pétpo tou Young uttoAoyileTol TELPAUATIKA PE

™V KAlon Tou guBUYPAUOU TUAHATOC HEXPL TO Oplo avaloyiag. Eival SnAadn to mnAiko E =
Tdaon avaioyiag

Avnyuévn mapaudppwon

NG EAAOTIKAC TOU TEPLOXACZ4. To HETPO EAAOTIKOTNTAG EXEL LOVASEC pETpnong N/m?2.

kal armodideL TV eukoAia pe TNV omola £va UALKO mopapopdwVETAL EVTOC

5. Avtoxn os Opavon (Stress at Fracture)

MpOKeLTAL YLA TV MEYLOTN avTOXN TOU SOKLUIOU T oTyun tng Bpavong. Exel povadeg pétpnong
N/m? kot arotelei pia e€ioou onpavtikh pnxavikli Wwotnta, Kabw npoodlopilel Tn pEyLoTN
TAON TOU WTopel va aoknBel o €va QVTIKEIUEVO UEXPL AUTO VO OTIACEL TEAELWC KATA TOV
epeAkUOUO. ZTNV TEPIMTWON TOU EPEAKUCHOU TOU SOKLUIOU, ATTOTUTIWVEL TNV TACN KATA TNV
oroia ta Vo dkpa Tou dokiuiou Staxwpilovral teAeiwg (oAkr) Bpavon). EUKOAa cupmepaivoupe
Aouov, mooo TMoAUTIUN lval autr n WLOTNTA ylo TO OXESLOOUO TWV EKTUTIWOEWV HaG OTav
TPOKELTAL ylo. €POPUOYEC TIOU amalteitol aopAAEld KAl avioxr) otnv emunkuvon (m.x.
TPLOLAoTATA EKTUTIWHEVEC YEDUPEG).
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2.3 EmAoyn KPLoLWWV TTAPAUETPWV TTOU EMNPEAIOUV TIC LNXOVIKEC LOLOTNTEC

2.3.1 O ave€APTNTEC TTAPAUETPOL

Me tov O0po «avefdptntn» Voeital KAOs MAPAUETPOG TNG EKTUTIWONG TIoU Sev emMnpedlel TIg
TEAIKEG MNXOVIKEG LOLOTNTEC TOU OVTIKELMEVOU. MapdalAnAa, ol avefdptnteg TAPAUETPOL
TIAPAUEVOUV OTABEPEC YL OAEG TIG EKTUTIWOELG TIOU €yLvav Kot ylo ta 800 UAWKA. Mpokettatl
OUCLOOTIKA YLl TIOPAUETPOUC TIoU Oev €Xouv OXEon HE tn OOUN TOU OVTIKELUEVOU, OAAG
onuatodotouv TN Aettoupyia Ttou ektunwth. Mapakdtw ouvoyilovtal oL ave€daptnTteg
TIAPALETPOL:

1.

2.

Tayxutnta kivnong (Movement Speed):

H tautnta kivnong tng kedbaAng ival, onmwe npoavadpEpdnke, N TaxuTNTA LE TNV Omola
KLWVELTaL N KeDAAr TOU EKTUTIWTH OTaV S€V eKTUMTWVETAL UALKO. H Ttapapetpog autn dev
EMNPEALEL TIG LNXOVIKEG LOLOTNTEC TWV SOKLUIWV.

Toxutnta avakAnong (retraction speed):

H taxutnta avakAnong (retraction), 6nAadn to moco ypriyopa o ekBoAfag «tpafasly To
UALKO, £TOL WOTE VA NV EKTUTIWVEL OE CUYKEKPLUEVEC «OLASPOUES» TNE EKTUTIWONG TIOU
Sev amatteital UALKO, amotelel emiong pia aveEdptntn mopdpetpo. Kat auto emeldn n
OVAKAQON YIVETOL OUCLACTIKA O «VEKPO» XPOVO, KATA TOV OTOL0 €V EKTUTIWVETAL UALKO
oAAG Ttap’ OAa autd n KebaAn ouvexilel va KIVELTaL TPOG TO EMOUEVN onueio 6mou Ba
evarnoteOel UAKO. Aev emnpedlel onUAVIKA TN ouVoAlkn Stadkacia g eKTUTIWONG,
OUTE TIC UNXAVLIKEC LOLOTNTEG. MpoKeLTaL KABapa yLa pia AELTOUPYLKT TTAPAETPO, N Omola
UTOpPEL VO EMNPEACEL HOVO HEYOAOU PEVEBOUC EKTUTIWOELG (KOl KUPLWE EKTUTIWOELG UE
HEYAAO UPOC KOL OTOTOUEC YEWHETPIKEC eVAANAYEG). ZTNV SIKIA Mg TEPLMTWON, TO
SoKipLo elval apKeTa HIKPO Kal Sev emnpealetal and Tnv TaxUuTNTO AVAKANONG.

Xpwpa VALkoU:

Map’ 6Ao mou dev umtipée ekTUTIWON oTa TAALoLA TNG Epyaciag pe SLaPOopETIKA XpwHaTa
Tou (6lou UAKoU, BiBAloypadikd, To XpwHa ToU UAKOU &ev emnpedlel TIG UNXQAVIKEG
dLoTNTEC TNG ekTUMwWonNC. MNapadeiypatog xaplv, €av ektumwOel éva Sdokipto pe PLA
XPWHATOG HAUPOU Kal €va SOKipLo HeE PLA XpWHATOG KiTpVou, €AV OAEC OL UTIOAOLTTEG
TIOLPAETPOL ElvaL 18LEC KOl OTIC U0 EKTUTIWOELG, TOTE Kal Ta SU0 SOKIHLO AVAUEVETAL VO
€XOUV aKPLBWG TLG LBLEG UNXOVLIKEG LOLOTNTEG.
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2.3.2 OLOPAUETPOL TTOU EMNPEAIOUV AUECA TLC UNYOVIKEC LOLOTNTEC

MpOKELTAL YLa TIG TIAPAUETPOUG TIOU £XOUV AEDN ETOPACN OTLG TEALKEG LINXOVLKEG LOLOTNTEG TOU
OVTIKELPEVOU. OL TTAPAUETPOL QUTEG KABwWC Kal n €€Rynon tTou AOGyou TNG €MLPPONG TOUG OTIC
HUNXOVLKEG LOLOTNTEG OVAAUOVTAL TTAPAKATW:

1. NMooooto mAnpwong (Infill %):

Onwg npoavadepOnke, To Tocooto MARpwong (Infill %) eival pia T ou avtavakAd to
TIOCOOTO TANPWONG TOU XWPOU HECO OTOV QVTIKELLEVO TIOU TIPOKELTAL VA EKTUTTWOEL.
AglyvelL OUCLAOTIKA TTOCO CUMMOYEC €lval TO avtlkeipevo. EUKoAa SLATILOTWVEL KAVEILC,
WG 000 UeyaAUTEPN €lval N TIUN TNG CUYKEKPLUEVNC TIAPOUETPOU, TOOO TILO MEYAAN
avtoxn o€ kpovaon Ba €xel. Ooov adopd Tov epeAKUOUO, TTAAL, OO0 TILO CUUTTOYEC Elval TO
OVTIKE(LEVO, TOOO peyaAUtepn Ba elval n Tt tng avrtoxng oe epeAkuopo (Ultimate
tensile strength). MapdAAnAa, n Bpauvon (Fracture) Ba yivetal oAU apyotepa yla Eva
OVTIKELUEVO UE HEYAAO TTIOOOOTO MANPWONG O OXECN UE TO (L0 QVTLIKEIUEVO PE ULKPO
Too00oTo MARpwonC. Emiong to 6plo dtappong (Yield strength) avapévetat emiong va ivat
HEYAAUTEPO 000 QAUEAVETOL TO TTOCOOTO TANPWONG KAl aUTO SLOTL n Tdon n omola
amatteitol yia va mapaxBel pia pKpr) €0Tw TAAOTIK TApOpOpdwaon, Taipvel
HEYOAUTEPEC TIHEC VIO TIEPLOOOTEPO CUUTIOYH AVTIKELpEV QL2

T€Aog, 6oov adopd tn péylotn emtpikuvon (max elongation at break), emiong avapévetat
va eival peyaAltepn yla UPNAOTEPEC TUUEG TNE EV AOYW TTAPAUETPOU. AUTO e€nyeital anod
TN OoUMMayYOTNTA TOU QVTIKELHEVOU: Mikpotepn oupmayotnta (dnAadn HKPOTEPO
TLOOOOTO TANPWONC) OCNUALVEL TIEPLOCOTEPOUC TTOPOUG OTO «CWHA» Tou SokLulou Kal apa
oL TAoelg mou Ba aokolvtal KAtd Tov edpeAkucpd Ba mapapopdpwvouv kot Ba
ETUULKUVOUV TIOAU TILO «EUKOAOY TO AVTIKEIUEVO CUYKPLTKA HE EVOL TIOAU CUUTTOYEG.

2. AplBuocg eEwtepkwyv keALPwV (Number of Shells):

Ooov adopd tov aplBud twv eEwteplkwv keALPwWV Tou doKLuiou, LoxUouv Ta idla pe To
TIOOOO0TO MARPWONG VLA TIG TILEG TNG avioxnG o edeAKUCUO, TNG Bpduong, Tou opiou
SLoppon KaL TNG LEYLOTNG EMLUIKUVONG KOTA TOV EPEAKOU O, Yo TEAELWGS SLaPOPETLKOUG
Adyou¢ Ouwe. Evw oto mocootd mAnpwong avadEpBnke n AUECn CUCXETLON ME TN
CUUMOYOTNTA TOU UALKOU, oOTnVv Tmepimtwon auth Twv eéwtepkkwv KeALwvV, n
ocuunayotnta dev mailel kaveéva polo SLoTL dev emnpedletal and TNy T Toug. AvtiBeta,
0 aplOUOC TwWV eEWTEPIKWY KEAUPWVY EXEL VA KAVEL PE TNV MARPWON TOU XWPOU OTLG
€EWTEPLKEG YPAUUEG TOU OVTLKELLEVOU KoL OXL OTO KUPLWG «cwpa». H Tl tou aplBuou
oUTOU OVTOVOKAQ OUGCLACTIKA TNV EVIOXUCN TOU TEPLYPAUUATOG TOU QVTIKELHEVOU. Ot
TAOEIG-OUVAUEL TIOU OOKOUVTOL OTO TPLOLAOTOTO EKTUTMWHMEVO OOKIULO KATA ToV
epeAkuoUO, umopoupe va ol e OtL dtaxwpilovtal o U0 KATNYOPLEC: ITIC TACELG TIOU
0.OKOUVTOL OTO «CWHOY KOL OE AUTEC TTOU A.OKOUVTAL OTO TIEPLYPOLOL.

T€Aog, ival e€loou onuavtiko va avadepbel, Twg N MAPAUETPOS AUTH MALlEL TEPAOTLO
pOAo yla to onpelo Bpavong (Fracture ) Stress at Fracture) kaBw¢ yla TNV emipikuvon otn
Bpavon. e avtiBeon pe TG AANEG UNXOVIKEC LOLOTNTEG, N Bpavon emnpéaletal Eviova
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4.

oo Tov aplOpo e€wtepkwv KeEAUPwWY, KaBw Ta e€wteptka keAUDN eival oxedov mavra
TOAU TILO cupmayn amo 1o «owpa». Auto odnyel oto €€n¢ dawvopevo: Evw O0Ao to
EOWTEPLKO «OWMO» TOU SOKLULOU Hmopel va €xeL n6n umootel Bpavon oe kATolo onueio,
napatnpeitat otLyla tn Bpavon Twv eEWTEPIKWV KEAUDWV amalteital meplocdTePN TAON.
Ixnuatilovtal £tol otol pHetafl Twv V0 MAEUPWYV TOU SOKLUIOU TTOU €XOUV QMOOXLOTEL
OTa ONUeEla TOU TEPLYPAMMATOC, VW TOPAAANAQ TO KUPLWG (ECWTEPLKO) ocwHa EXEL
urnootel MARpn Bpavon. Apa KataAnyovtag, 0 aplOpog Twv e€WTEPKWVY KeALDWV
ETPEAlEL ONUAVTLKA TO onueio Bpavong.

Oeppokpacia ekBoléa (Extruder Temperature):

e avtiBeon pe Vv Bepuokpacia TG emipavelag ekTUMWoNG OnMws Ba avaluBel
TAPOKATW, N EMidpacn tng Beppokpaaciog Tou ekPoAéa dev HEAETONKE oTA TTELPAUOTA
TIOU €yLvav Kal EMAEXONKE N TN TIOU TIPOTEIVETAL QO TOV KATOOKEUAOTH TOU UALKOU.
MapoN’ autd n Beppokpacia ekBoléa mailel KaBopLOTIKO POAO OTLG SLATUNTLKEG TACELG
Katd tnv e€wBnon Kal oTig L6LOTNTEG Tou UALKOU Kal tnG FFF dounc.

Yy og otpwong (Layer Height):

To UYog otpwong avtavakAd to méco PnAn Ba eival n kabe iva. Na dedopévo Sokiplo,
oUTO €XEL SUTAN onuooia. ApXIKwG, 000 TIO HEYAAN €lval n TN TNG TTAPAUETPOU TOOO
TIO XOVTPEG (0 UYPOC) KaL Apa TILO «OKANPEC» HE TNV €vvola TG avioxng Ba sival ot
OTPWOELG. ATtO TNV AAAN MAgupd OUWG, 000 TILo UeYAAo eival to UPog otpwaong, T6Co
ALYOTEPEC OTPWOELG ATALTOUVTOL VLA TNV TTARPN EKTUTIWON TOU AVTIKELUEVOU, SeSopuévou
OTL €EPEUVOUME €Va OUYKEKPLUEVO Ookiplo otabepwv Slactdoswyv. Etol Aoutov,
KATAANYOUUE Ot €va aubAEYOUEVO OCUUMEPOOHO Ocov adopd TNV EMLPPON TNG
TIOPOPETPOU OTIG UNXAVIKEG LOLOTNTEC. Emeldn avénon tou LYoUG oTpWONG CNUALVEL
Tautoxpova avénon TnG avioxng Kabe EexwpLoTAG oTpwong aAAd Kal Helwaon TNG AvIoxXnG
TOU OUVOALKOU «OWHATOG» AOYW TNG HELWONG Tou aplOuol Twv OTPWOEWV. Zadwg
BéBata, otn «udxn» autn MeTaly avénong kot Pelwong tNg avtoxng, UTEPTEPEL
ONUAVTIKA N av€non tng avtoxnec.232 Autod efnyeitatl Aoyw tng peyalltepnc mPPOn
TIOU Umopel va ackAoeL To UPOG KABE OTPWONG OTLG UNXAVIKEG LOLOTNTEG O OXEON LLE TOV
0pLOUO TWV CUVOALKWYV CTPWOEWV, £’ 000V SlepeuvoU e OTIWG elmape €va SokipLo pe 20
nepimou otpwoels. Mia avénon tou UPoug otpwong katad 0,1 mm, HELWVEL TOV aplOuo
TwV otpwoewv o€ 10. Ab€non tng taéng tou 0,1 mm eival oXETKA LEYAAN KoL tpocdidel
TIOAU KaAUTEPN OKANPOTNTA Kal akappio 0To avTiKeipevo, og onUelo va eivol apeAnTtéa
N LeTaBoAr Tou cuvoAilkol aplBpou otpwoewy. OAa TO MOPATIAVW TIPOKUTITOUV Ao TO
TIELPOLLOTLKO LEPOG TNG apoloNC epyaciac, Omwe Oa avalubel mapakdatw.

Mayoc ypapuwv (path width):

Mpokettal ylo pia mapApeTpo €00V CNUAVTLKA HE TO TTOOOOTO MANPWONG 0oov adopd
TNV EMLPPON OTIC LNXOVIKEC LBLOTNTEG. To TIAXOC YPAUUwWY opilel OGO «xoviph» Ba elvat
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N KABe ypapupun KAOs oTtpwong Kot eUKOAA CUUMEPOIVEL KOVEIC, TIWC N CUYKEKPLUEVN
TIAPAUETPOG EXEL AUECN OUOCXETLON ME TN CUMMOYOTNTA TOU QVTKELEVOU. Ooo o
HEYAAN €lval n TN TNG, TOOO TILO KOVTA BplokovTal oL YpaUUEG KABE oTpWwaonG Kal apa
TOO00 ALYyOTEPOL TOPOL UTIAPXOUV. M0 CUYKEKPLUEVA, Hia aUEnon TNG MOPAUETPOU QUTAG
katd 0.1 mm Ba MpooSwWoEL Lo TIOXEG YPAUUEG O KABE oTpworn. KAt Tétolo kablotd to
OVTIKE(UEVO TILO OWVEKTIKO Ot TAOELG KABe popdng, kabwg autég Ba mpémel va
KatavepnBouv mAéov o oAoEva Kol LeYaAUTEPO Xwpo.2

Ol EMUMTWOELG piag avgnong f Helwong TN TLUNE TOU TTAXOUG YPOUUWY OTLG HNXOVIKEG
LOLOTNTEG CUUTIIMTOUV UE QUTEC TOU TTOOOOTOU TANPWONG. MpoKeLtal yla pia evaicdntn
TIOPAETPO, OMoU KABe pikpry oAAayn tng Umopel va dwoel tedeiwg SladopeTika
amoTeAEoOTO KATA TN SoKLUN edpeAKUCHOU.

. Taxutnta ektumwong (Printing Speed):

H taxUtnta eKTtumwong emnpealel eEAAXLOTA £WE Kol KABOAOU TLG UNXAVLKEG LBLOTNTEG, €4’
OO0V N TLUA TNE KUPAVETAL oTa IPOTEWVOpEVa TAaiota (15 mm/s — 120 mm/s). FeviKwg,
N ToxUTNTO EKTUTWONG €XEL TEPAOTLA onpacia yla to moéco kald Ba cuykoAAnBouv ot
OTPWOELG HETAEL TOUC Kal To €av Ba eudaviotolv avemBuunta Goalvoueva Katd tnv
ektuTwon. OAa ta mapandavw Ba £€Xouv TEPACTLA EMLPPON OTLG UNXAVIKEG LOLOTNTEG TOU
OVTIKELLEVOU, HOVO OUWCG OTNV TEPLTTWON TOU N T TNG TOXUTNTAC EKTUMWONG
OTTOKALVEL ONUOVTIKA oo To oUVNOEC KAl OUVIOTWHEVO €VPOC TNC. Méoa ota mAaiola
ploG eEmITUXNUEVNC EKTUTIWONG, N TOXUTNTA EKTUTIWONG S€V UMmopel mapd va BplokeTat ota
OUVLOTOMEVO OUTA €UpN TLUWV KAl ApOl VO ETIITUYXAVETAL N opBr} ouykOAAnon Twv
OTPWOEWV Kal n amnouvoia epdaviong mpoBANUATWY. ZUYKATAAEYETOL OTLC TIAPAUETPOUG
mou SUvatol va EMNPEACOUV TI( UNXAVIKEG OLOTNTEG, KaBwg pia mbavr) peydAn
QTOKALON TNG TIUAG TNG UIMOPEL val eTILDEPEL APXLKA ATTOTUXNUEVESG EKTUTIWOELG KOl KAT
enéxtaoty avallomiota dedopéva o pia Sokiun ebeAkuopol. Ocov adopd oAU uPNAEG
TOXUTNTEG EKTUTIWONG, UMOPOUUE VA TIOUKPE TIWG OUTEG €MLGEPOUV KOKI CUYKOAANGN
HETAEL TWV OTPWOEWV Kal dpa acBevomoinon tng avioxng ToU aVILKELUEVOU OE TAOELC.

Oeppokpaocia emipavelag ektunwong (Printbed Temperature):

Oocov adopa tn Oepuokpacia emidpdavelag, UMopoUPe va ToUUE OtL Tailel TOAU
ONUAVTIKO POAO yla TG UNXAVIKEG LOLOTNTEC TOU QVTIKELWEVOU. Elval onuavtikd n
Bepuokpaoia mou €xeL n emudpdavela ekTUTIWONG va Bploketal kKovid otn Beppokpaocia
vaAwdou¢ petdfaong tou MOAUUEPOUG WOTE va yivetal opaAn Puén twv wvwv Auto
BonBa otnv KaAutepn CUYKOAANCN TWV OTPWOEWV Kal otnv anoduyn oTpeBAWCEWV.
ATIOKALOELG TTO TNV LWOOVIKI TLUH TN MOPAUETPOU AUTHC (Tou BplokeTal PeTd amo ldka
TIELPALOTO EKTUTIWONG), UTTOPEL VO ETILPEPOUV KOKF) CUYKOAANON TWV OTPWOEWV HETAEY
TOUC £XOVTOG QUECO avrtiktumo ota debopéva mou Ba AndBouv amd tn Sokiun
epeAkuopov. Nap’ OAa autd 6pwe, dev prmopoupe va tpoBAEPoupe akplBwe Tnv aAdayn
NG UNXOVIKNG OUUTIEPLDOPAG TOU QVTIKELUEVOU AOYyw aAAaywv otn Beppokpacio Tng
emupavelag, KaBwg MPOKELTAL YL Hiol TTAPAUETPO HE TOAUSLACTATEG ETUTTWOELS OTLG
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HUNXAVIKEG LOLOTNTEG TOOO KATA TNV avénon 000 KalL Katd tn Meiwon g Ma tnv
TPOBAePN T™NG UNXAVLKAG CUUTEPLPOPAG EVOC TPLOLACTATA EKTUTIWHEVOU OVTLKELLEVOU
UTIO TIG aAAayEG oTNV TLUNA TNG Beppokpaciag emipavelag anatteltal 6K Epeuva pe
AaA\ou eiboug TMOAAQIMAQ TElPAMATA, KATL TO omoilo edelyel amd ta mAaiola Tng
napolong epyaociag.

Ffwvia ektuTwong-npoocavatoAlopog (Raster angle 1y Infill angle):

Me Tov 6po auTo voeital edw n ywvia meplotpodng Tou KABETOU MAEYUATOC OTO eMinedo
XY, &nAadn yupw amd tov dafova Z. H ywvia meplotpodn¢ amoteAel ow¢ tnv TLo
ONUOVTIK TIAPAUETPO TNG TPLWOLACTATNG EKTUMWONG 000V adopd TNV EMLPPON OTIS
HUNXAVIKEG 8LOTNTEG. KaBwg TpOKELTAL yla TN ywvia Tou oXNUOTI{oUV Ol YPOUUES
EVATIOBETNUEVOU UAIKOU UE TIG YPOUMEG TNG EMOUEVNG OTpWOoNG, KatalaPaivel kaveig
TO00 SLaPOPETIKEG UMOPEL va €lval OL TAOELG TTOU OOKOUVTOL OE €VOL QVTIKELUEVO UE
TPOCAVATOALOUO 0° KOl O€ £VA TIAVOLOLOTUTIO LE TIPOCOVATOALOHO 75°. Onw¢ yvwpiloupe
amo TG Baotkeég apxéc tng Ouotkng, n TR piog Suvaung mou Ba aocknBel og éva cwua,
€€apTATAL ONUAVTIKA amod tn ywvia mou oxnuatilet n duvaun kat to cwpa. To 6o
okplBwg oupPaivel kot pe Tov edpeAKUOUO. OL TACELC LECA OTO CWHA TOU SoKLdiou
KATAVEUOVTAL TIOAU SLOPOPETIKA AVAAOYQ LE TOV IPOCAVATOALOUO TWV YPAUUWY UALKOU
HECO OTO «OWHa» Tou OSokluiou, OMwG €miong Kal n E€MiKUVOnN TOU MMOpPEl va
erPBAnOsi.?* Eival advvaro mpog to mapov va ripoPAEPoupe tnv akpPBr aAlayr Twv
HUNXOVLKWV LSLOTATWY UTIO TNV aAAayr TNG Ywviag eKTUMwong, aAAd clyoupa pUmopouv va
yivouv ot e€eic unoBéoeig?*?7:

e Edv og éva owpo aoknBel pio mAeupikn Suvapn (apa yla OAEG TIC YWVIEG EKTUTIWONG
€KTOC NG 0°), TOTE N OUVOAKN CuVLIoTAUEVN Twv Suvdapewv Ba eival pikpotepn
OUYKPLTIKA PE TNV KABetn emtPoAn duvapng oto idlo cwpa (ywvia ektunwong 0°).
Avapévoupe dnhadn n ywvia ektuniwong 0° va anodépel uPnAOTEPEC TUEG OTNV
avtoxn epeAkuopou (Ultimate Tensile Strength) kot oto onueio dwapponc (Yield
Strength).

o NoapdAAnAa, emeldr MPOKeLTAL TIEPL EKATOVTASWYV YWwVLWV TTou oxnuatilovtal péoa
oto Sokipo, oL O1adopeg TACELS QAVAUEVETAL VO KOTOVEUOVTOL HE TEAELWG
SLaPOopETIKO TPOTIO Yo SLAPOPETIKEC YwVieC ekTtUmwonc. e ywvia 0%, oL TAoELg
KOTOVELOVTOL CUMMETPIKA EVW OE OAEG TIC UTIOAOUTEC YWVIEC QCUUHETPA. XTNV
neplmtwon ¢ SoKNG epeAKUOUOU, e otabepég SlaoTAaoelg yla OAa ta dokiuta,
oL Avapxa KATOAVEUNUEVEG TAOELS (KAl ApOl Ol YWVIEC EKTUMWONG €KTOC TG 0°)
avapévetal va ipoodidouv peyalutepn avtoxn o€ Bpavon (Max Stress at fracture).
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2.4 Ermlloyn Twv mapapETpwv rnov Ba eéstaotolv

Ta mapandvw anote AoV anAwg UTIOBECELG Kal avapéveTal va afloAoynBolv oTo MELPAUATIKO
HEPOC TNG Mapolong epyaciag, kKaBwg n ywvio ekTtUMwong ival pio ek Twv V0 MAPAUETPWV
Tou €€€TAOTNKE. H eMAOYI TNG CUYKEKPLUEVNG TIAPAUETPOU yla EETAON EYLVE TIPWTOV, AOYW TNG
ENeWPng ektevoug BLBAloypadilag OXETIKA LE TNV EMLPPON TNG YWVIOG EKTUTIWONG OTLG UNXOVIKES
1dLotnTeg Kal deUTePOV, SLOTL N MOPAUETPOC AUTH €lval (OWC N KPLOUOTEPN YLOL TN HUNXOVLKA
OUUTEPLPOPA TWV TPLOLAOTATA EKTUTIWHUEVWY QVTIKELMEVWY. ATtodacioTnKE va EETAOTOUV OL
ywvieg extunwong 0°, 45° kot 75°.

H &eUtepn MAPAUETPOC MOU €EETAOTNKE €lval TO MOOOOTO MARPWONG TOU UAKOU HECOl OTO
avTikeipevo. KataAnéape og auth TNV MAPAUETPO eMiong yia U0 AOyouq. ApXIKWG, yLoti padl pe
N ywvia eKTUMWOoNG AmoTeEAOUV (0WG TLG TILO KUPLEG TTAPAUETPOUG TIOU EMNPEAIOUV AUECA KOL OE
HeEyaAo BaBud tn pnxavikn cupmnepldopd €vog TPLOLACTATA EKTUTIWHMEVOU QVTIKELWEVOU. O
S6eUTEPOC AOYOC ETIIAOYNG TNG CUYKEKPLUEVNC TIAPAUETPOU YyLa eEETOON, €lval N apdleyopevn
EMISPACN TNG OTLG LNXOVIKEG LOLOTNTEC TaPA TNV UTtapEn Kamolwwv (eAdxLotwv) SnUOCLEVUEVWY
apBbpwv Kal Melpapdatwy, Tou oulnteital kat mpoPAnuatilel dlaitepa TNV KOWOTNTA TWV
XPNOTWV TpLdlaotatwy ektunwtwy. KataAnéape otig Tipnég 50%, 75% kat 100% mARpwong mpog
e€etaon.

Etol teAkwg, B€Aovtag mapdAAnAa va eetacoupe Kol U0 SladopeTikd UALKA, To PLA kot to
CarbonFil™, kataArifape og cuvolikd 18 melpdpota, ATOoL 9 yla KABe UAIKO pe GAOUG TOUG
mBavol ¢ cuvduaouOoUG TwV SUO TAPAUETPWY, OTIWG GALVETOL OTOUG TOPAKATW TVAKEG:

Mo to UALKO PLA:

Mivakag 2.1

Neipapa Frwvia eKTUTIWONG Moocootd MANpwWoNg
1 o° 50%
2 0° 75%
3 o° 100%
4 45° 50%
5 45° 75%
6 45° 100%
7 75° 50%
8 75° 75%
9 75° 100%
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MNa to UAkd CarbonFil™:

MNivakag 2.2:

Melpapa Fwvia ektuTwong Mooooto MANPWoNG
10 0° 50%
11 o° 75%
12 o° 100%
13 45° 50%
14 45° 75%
15 45° 100%
16 75° 50%
17 75° 75%
18 75° 100%
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2.5 Aflomtiotia Sokipuiwv yia opdn dokwun epeAkuouov

Elvat moAU onuavtikd ywo pla afomiotn Sokiu €peAKUOUOU, va TIANPOUVTAL KATIOLEG
npolmoBéoelg 6oov adopd ta Sokipla. AUTO LOXUEL YEVIKA, TOOO yla TIG SOKIUEG EPEAKUCHOU
CUMTTOYWV SOKLULWY, 000 Ko YL TIG SOKIUEG EHEAKUCHOU TPLOLAOTATA EKTUTIWHUEVWVY SOKLULWV.
OL mpoimoBéoelg autég eival peilovog onuaciog ywa t ARNYn opbwv kot aflomotwv
OTOTEAECUATWY KOTA TN SoKlu €peAKUOUOU, KOBWG OMOLaASATOTE UKPN 1 UEYAAN aTEAELQ
umnopel va odnynoeL oe AavBaoUEVESG LETPNOELG. MapaKATW avaAAUOVTAL T KPLTHPLA TTOU TIPETEL
va TIANpel kaBe Sokiplo mou ekTuMwveTal, yla tv anoduyn AnPng Aavbacuévwyv Sedopévwy
amno TNV Sokiun epeAKuopOU:

1. Opoloyévela:

H opoloy£vela Tou UALKOU o€ OAO TO HUAKOG TOU SOKLULOU OMOTEAEL LOWG TN ONUAVTIKOTEPN
blotnTa, €tol wote va €Xoupe pia afomiotn Sokun epeAkuopol. OL TAOELS TOU
0.OKOUVTOL OTO «OWHO» TOU SOKLUIOU KOTA ToV EPEAKUCUO TIPETIEL VA EVOL CUUHETPIKA
KOTAVEUNUEVEG KOL YLa val YIVEL auTO, Ba mpEmel va untdpxel iSla ouotacn Tou UALKOU o€
OAa ta onpeia tou Sokipiou. Av 0To €va AKPO UTIAPXEL LEYAAUTEPN CUGOWPEUGCN UALKOU
O€ OX€0N HUE To AAAO, TOTE oL SuVAUELS avTiBeTtng popdg mou TelvouV va TO EMLUNKUVOUY,
Ba kataveunBolv ACUPUETPA OTO «OWHA» TOU SoKLuiou Kal autd Ba odnynoel site ot
armotuxnuévn Sokiun edperkuopol (Bpavon Tou SoKLUiou TTOAU HaKPLA OO TO KEVIPO
Bapoug) eite og avaglomiota dedopéva yia TiG SLAdOPES TLUEG TWV UNXOVLIKWYV LELOTHTWV.
ETOL, N OHOLOYEVELDL OTMOTEAEL TO ONUAVILIKOTEPO KPLTNPLO TIOU TIPETEL va TANPEL TO
Sokipo, kabwe eival vPiotng onuaociag n CUUUETPIKN) HETABOON KoL KOTOVOUR TOU
doptiou amod TNV MAKTWON TPOG TNV EPEAKVOUEVN TIEPLOXN Yl TNV armoduyn mbavrc
ékkevtpnc podptionc?e.

2. EmavaAnyuotnta:

Q¢ enavoAnyPuotnta opiletal n duvatotnta tng pebodou va Sivel to (Slo amotéAseoua
oe emovaAAUPBAVOUEVEG LETPNOELG TOU (60U Selypatog Kol €ival CUVWVUPO HE TN
ouvenela (consistency). MNa to Adyo auto Ba mpémnet SUo iSta dokipta, pe akpBwe Tig idleg
AP UETPOUC, va Sivouv akplBwe ta dla anoteAéopata amno tn dokiun epeAkuopol. H
enavaAnyuotnta ,6nAadn, avadEpPEToL OUCLAOTIKA OTO OO0 KOVTA £lval HETAEY TOUG
Ol TIHEG amd ML OELPA METPAOEWV TIOU €ywvav Pe (6lo akplpwg tpomo oe pia
OUYKEKPLUEVN TTOCOTNTA.

Map’ 6Aa autd peyaAn emavoAnPluotnta 8 onuaivel ovaykaoTKA Kol akplpn
amoteAéopata amo TN SOkl €peAKUCHOU, Oelyvel OUWC OTL UTAPXOUV MLKPEG
OTTOKALOELG OTIG TIHEG TWV SOKMWV yla (Sta dokipta. Elval onpaviiko apa va UTIApXEL
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HEYOAN emavoAnPuotnta, OxL TOoOo ylo AOyoug OKpiBELAG TWV QTOTEAECUATWY TOU
epeAkuopou, aAAd yla Tnv aflomiotia tng pebodou.

3. Awaotaoslg:

EmunpooBétwe, ol akpBeic dtaotaoelg twv dokiiwv oludpwva pe to mpotuno D638 |
katd ASTM mou akoAouBnBnke, amoteholv emniong éva MOAU GNUAVTIKO KPLTHPLO TIOU
nipémnel va tnpnOei, mpotol to Sokiplo «mpoxwpnos ot Sokiu edpeAkuopol. Ot
S100TACELG OAWV TWV EKTUTIWHEVWVY SOKLUIWV, EKTOC WG TIPEMEL va elval oxedov (6Leg pe
TLG SLOOTAOELG TOU TIPOTUTIOU, TIPETEL VAl (VAL KAl KOVTA METAED TOUG, VO NV UTTAPXEL
SnAadn amokAlon oTiG TIHEC TouG. MNa to Adyo autd éylve peBodikog €Aeyxog KABe
EKTUTIWHEVOU SOKLUIOU TOOO PE TO TTAXUUETPO 00O Kal UE To OmTikd MIKpOOKOTLO.

4. Amnouvola ateAelwv:

T€Aog eival e€loou onuavtiko, va unv mapouaotalovtal atéAeleg oto Sokiplo. Me tov 6po
«aTENELEC VOEiTal KABE TMIBavO «Peyad» mou pnopel va epudavioTel HETA TO TTEPAC TNG
EKTUTIWONG, OMWE OKERPWUEVA AKPA, TIAPOUCIACH LOTWV KATA UAKOG TOu SOKLUiou N
afovikn acuppetpla. Eav 6ev Suvatal va SlopBwBolv Ta EANATWHAT QUTA, TOTE TIPETEL
va YIVEL €K VEOU N eKkTUTIWON Kol va amoppldBel to Sokiplo. Xe kABe mepimtwaon, ot
aTéNeleg auTEG emnpéalouv AUECA TIC MNXOVIKEG LOLOTNTEG TOU SOKIUioU KabBwg
KOTAOTPEDPOUV TNV OLOLOYEVELA TOU. A Toug apamavw AOYoug, n amoucia ateAelwv
amoteAel emiong pia onuoavtikn mpolmoBeon mou mpEMeL va TANPELTal, wote éva SOKIpLo
va prnopet va umtootel Sokiun epeAkuopol divovtag afLlomiota anmoTeAECUOTO.

MNa OAa ta mapanmdvw, OmOLTELToL auotnpog €Aeyxog, TOOO OTTLKOG KateuBelav HETA TNV
EKTUTIWON 000 Kal EAeyxog HEow TNG OmTikng Mikpookormiag, onwg Ba avaluBel oto emopevo
kedalalo.
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KEDAAAIO 3°: 3uvBeon dokiuiwv kot MEBodol XapaKktnpLopouv

3.1 AladKaoiol EKTUNWONC TWV SOKLULWV

MepvwvTog OTO TMELPOUATIKO MEPOC TNG €pyoaoiag, €lval onuavtiko va avadepBouv kamola
otolxela oxeTk@ pe tn Sdladlkaoia eKTUMWONG Kal Auto SLOTL Sev MPOKELTAL yla pia arAn
eloaywyn Ttou apxeiou CAD oto Aoyilopikd CAM, aAAa yla pia moAudidotatn Siepyaaoia emhoyng
TIAPAUETPWY KAl EMEEEPYAOIAG TOU QVTIKELLEVOU TOOO KATA TN SLAPKELO OO0 KAl LETA TO TEAOG
™G ekTUMIWONG. NMapakdatw availvovtal Ste€odika ta Brpoata mou akoAouBnbnkav yla Kabe pia
OUTTO TLC CUVOALKQ 18 EKTUTTWOELC:

1. Ewooywyn apyeiov STL oto Aoyoutko Voxelizer:

Onwg npoavadpépbnke, to apxelo STL tou mpotumou Sokipiou D638 | katd ASTM
Bp€bnke £towo oto Sladiktuo. Aev amaltnBnke n xprnon KAmowou oxedlaoTikou
TIPOYPAUMATOG yia T oxediaon tou. Map’ 6Aa autd, OUWE, To apxeio eAéyxOnke oto
npoypappa AutoCAD Fusion yia tnv emiBefaiwon tng €yKUPOTNTAG TOU WE TPOG TLG
Slaotaoelc. Emetta, lorxOel 0to AOYLOLLKO TOU €KTUTTWTH, To Voxelizer.

2. TomoB£tnon tou KatdAANAou UALKOU oToV ELLKO YWPOo:

Avdloya pE TO UALKO TIOU TIPOKELTO VO EKTUTIWOEL, £MPEME TO QVTLOTOLXO VMO va
TonoBetnBel otnv eldikr) ecoxn tou ekBoAéa. Etol, yla to PLA mapadelypatog xapuy,
TomoBeTABONKE apXLKA TO KAPOUAL OTO OTtoL0 £ival TUALYUEVO TO vijpa tou PLA otnv el81Kn
€€0X1 TOU EKTUTIWTN KOl ETELTA UE TIPOCOXN, N AKPN TOU VAHATOG lonXBeL otnv elcodo
Tou ekBoA€a. ITO onUElo AUTO amattiOnke n xpPrion tou €l8IKOU «menu» OTNV ULKPN
000vn Tou eKTUNMWTH, £€TOL WOTE 0 eKPOALaC va apxioel va TpafBael and HoOvog Tou To

VAL

3. TomoB£tnon eWKAC Tawiog otV emupAVELO EKTUTTWONC:

Kata tnv ektinwon mapatnpeitotl mToAAEG GopEG EVIovn MPOOKOAANGH TOU EKTUTIWHEVOU
OVTIKELUEVOU oOTNV emipavela ektumwong (Printbed). Autd oényel oe &uokolo
SLOXWPLOUO TOU OVTLKELMEVOU ATto TNV €MIPAVELA KOL CUXVA OE KOTooTpodr TNG KATW
OTPWONG TOU AVTLKELEVOU AOYOU TNG OTEVAGS IPOOKOAANoNG. Ma tnv anoduyn autol Tou
dawopévou tomobetrBnke €181k Talvia MAvw otnv endavela autr, n onoia Bonba
ONUAVTLKA 0TNV €UKOAN KAl pN KATAOTPODIKN AMOUAKPUVON TOU QVTLKELLEVOU OO TNV
empavela epyaciac.
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4. BaBuovounon (calibration) twv afovwy Tou eKTUTIWTH KoL TAV MAATHOPUOC EKTUTTWONG &

OL tpelg afoveg tou ekTUMWTN (X,y,z) MeToBANOVTAL KOTA TNV €KTUNMWON Ao TNV
emudpavela ektUNwong (x,y) KaL anod to KeETaAAko atova tng kedaAng (z). Ta dSvo autd
HEPN TOU EKTUTIWTN €lval EYKATECTNUEVA HE BLOEC KAl OTWG Elval PUGCLKO, LE TOV KALPO,
telvouv va xalapwvouv aAlalovtag £€tol to eninedo (0,0,0), To omoio Bswpeitat Kot
onueio ooppomiag. Etol, mpv KABe ektunwon, Ye tn BonbBela tou AoylopikoU yivetal
BaBuovounon tTwv afovwv aAld Kat TnG EMLPAVELNG EKTUTIWONG KAL OTNV TEPUTTWON TTOU
eudavioTel andkAlon anod To onuelo LooppoTtiag, anatteital eite opuéLpo eite xahdpwaon
Twv Bdwv. Adyw TNG HEYAANG YKAUAC SUVATOTHTWY OUWG TOU AOYLOULIKOU, UETA TN
BaBuovounaon, to 8o To Aoylopilkd epdavile akplBwWE KOTA MOCEG LOIPEC TIPEMEL Va
otpadel n kabe Bida, £€tol wote va enavadepbBouv oL afoveg oto onueio Looppomiag.
‘Etol, Je T Xpron katoapidlol, enavadépovtav kabe popd oL Tpelg Bideg TG emudpaveLag
gepyooiag otn ocwotr Béon kal kat enéktacv SlopBwvotav n omola anmokALlon Twv
afovwv.

5. PUBuon twv otabepwV KoL TWV UETABANTWY TTOPAUETPWV:

Enelta ylvetal n pupLoN Twv oTabepwVv MAPAUETPWY TNG EKTUTWONG, OL OMOLEC €ival
otaBepEC yla OAEG TIC EKTUMWOELG ToUu Eywvav. OL mapduetpol autol BERaia
BeAtiotomolOnkav PETA amd TOAAEG SOKIUEG, £TOL WOTE va €XOUME TNV KAAUTEPN
TIOLOTIKA €KTUTWON. OL N otaBepEC MAPAUETPOL, TIG OMOLEC OVOUA{OUME Kol
e€etalopevec eival, onwg npoavadépdnke, to moocootd mAnpwong (Infill %) kot n ywvia
npooavatoAlopou-ektunwong (infill angle). Mapakdtw mnapatiBevrtoal ol otabepég
TIAPAETPOL TIOU pubuiotnkav LEow Tou Aoylopikou Voxelizer:

o  AplBuodg e€wrepkwyv keEAUPwV (Number of Shells):

EnAé€ape oe kaBe Sokiplo va umapyxouv tpila eEwteplkd KeAUdol, Kabwg £Tol
TETUXAUE TNV KAAUTEPN SuVATH CUUUETPLA TWV ECWTEPLKWY CTPWOEWYV Kal Apa
TNV KAAUTEPN OOLOYEVELD TOU SoKLUiou, Tpdyua TTOAU onUAvTIKO yla aglomiota
armoteAEopaTa KATA TN SoKLUn ePeAKUCUOU, OTIWG TpoavadEPONKE. ZKOTOC UG
Atav &nAadn n lon amootacn Twv ypopuwy evamoBeong Tou UALKOU o€ KABE
otpwon. 2 avtiBeon, ta duo ewteplkd keALDN odnyovuocav o€ ACUUUETPLA OTNV
TIANPWON TOoU UALKOU KaTd PRKog Tou Sokiuiou.

e [layog otpwonc (Layer Height):

To mayog tng kabe otpwong opiotnke ota 0.1mm. H T auth yla To Taxog eivat n mo
ouvnBLopEVn 0 eKTUTIWOELS UPNANG akpiBeLog kal auto emAEXONKe.
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o Oepuokpacia ekBoléa (Extruder Temperature):

H Beppokpaoia ekBoAéa petafAnOnke povo otav eiyape S1apopeTKO UALKO TTPOG
EKTUTIWOT, oMoTe Bewpeital otabepn mMapdpeTpod. BiBAloypadikad, yia to PLA, n
KatdAANAn Beppokpacia ekBoléa ivat ot 210°C, evw yia to Carbonfil ou 220°C.

e Tayxvutnta ektunwong (Printing Speed):

Meta amnd moAEG SokIUEG TOoO ota Sokipla 000 KoL 0 AAAQ QVTIKELHEVO TTOU
EKTUTIWOOHE, KATOANEaUE oTnV Ldavikr TaxuTtnTa eKTUTTwong ota 20 mm/s.

e Tayxutnta kivnong (Movement Speed):

H tayutnta kivnong tng kepaing 0co v eKTUTIWVETAL UALKO oplotnke ota 120
mm/s kat &ev epdavios KAoLo MPOPANUO € OAEC TIG SOKLUEC.

e Oegppokpaoia enupavelag ektunwong (Printbed Temperature):

H T tng Beppokpaciog otnv enibdvelo ekTUTwong opiotnke otoug 60 °C, mou
elvat kat BBALoypadIkd n MPOTEWVOUEVN TLUN).

e [laxog ypappwyv (path width):

H TR tou mAyoug twv ypoppwv, O6nAadrn tou maxoug KABs ypOopUAG
evanobetnuévou UAKOU oplotnke ota 0.3 mm. Mépav Tou OTL N T QUTH
Bpioketal péoa ota BLPALoypadikd mMAaiola, KABOPLOTIKO KPLTAPLO TNG ETUAOYNAG
NG TIUAG OUTAG, ATAV N CUMUETPLO TWV ECWTEPIKWVY YPAUUWY, N on andotaon
HETAEL TOUC Kal PE Ta e€wTepKA KEAUPN dnAadn. H cuppetpia, kabBwg Kat n
OMOLOYEVELA TIOU TIPOOGDEPEL KATA CUVETIELA N TN QUTH, €lvol TIOAU GNUOVTLKEG
yla tnv alomiotia twv dedopévwy rou Ba mapoupe amnod tig SokES epeAKUOHOU.

T€Aog, 60ov adopad TIG U0 MOPAUETPOUC TIOU HETAPBAAAOVTAV YL TOUG OKOTIOUC TNG
epyaociag, emAExOnkav Ta ENG:

e [ to mooootd mAnpwong (Infill %) emAéxBnkav kabe ¢popad, avaloya pe TO

Sokiplo mou BENapE va EKTUTIWOOUE, oL TLEG 50%, 75% kat 100%.

e [ tn ywvia ektunwong (Infill angle f raster angle) em\éxBnkav va e€etaotolv oL
Tpég 09 (A aAAwwg 90°), 450, 759, Etol, kdBe popd, aANGIapE 0TO AOYLOMIKO TNV
gmBupnT .
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6.

7.

MNpwtn SOoKWA EKTUMWONC:

Mplv TNV TEALKN EKTUTIWON, TIPETIEL VA YIVEL EVag EAEYXOG EKTUTIWONG, Yia va BeBatwBolpe
OTL 0 EKTUTIWTAG Ba AetTtoupyel kavovikd. Mo cuyKeKpLUEVA, Ba TPENEL va e€ETAOTOUV TA
TIAPAKATW:

o O ekBoAéag dev €xel UMAOKAPEL.

e To UAKO TAKETOL HECA OTO BEPUALVOUEVO KOUTL TOU eKBOAEQ.

o O ekPoAéag e€wBel To TNYUEVO UALKO ETUTUXNUEVAL.

e To otoulo-akpoduaolo (nozzle) evamoBetel puoloAoyLkd To UALKO oTnV emidpaveLa

XWpPLg EUTAOKEG.
e H BaBuovounon twv afdvwy XL Yivel cwoTd.

Ma O0Aoug Toug Tapamavw AOYou¢ YIVETAL pia TPWTN EKTUMWON MOVO TNG TPWTNG
OTPWONG TOU OVTIKELMEVOU yla tnv emPBeBaiwon tng opaAng Aswtoupylag tng
Sladlkaciog ekTumwong.

‘EMELTa, To UALKO o TNV MPwTn SOKLUA AMOUAKPUVETAL AUECWE E OXETIKN EUKOALQ,
XWPLG va kataotpadel n edikn Tawia, kKaBwg To UALKO Sev €xel TAEEL akopa Kal Sev
€XEL OUYKOAANOEL pe TNV emidpavela.

Ektunwon:

Meta amd oAa Ta mapandavw Bripata mou akoAouBnbnkav, TPoxwpHoaUE TEAIKA oTnV
ektumwon. Ed’ doov €xouv pubulotel ol mapdApeTpol Kat €XEL Yivel n Slakpltomnoinon Ttou
OVTIKELPEVOU (voxelization), emAEyovTaG TNV EVIOAN TOU AOYLOMLKOU «print», EEKWVAEL N
eKTUTIWON, N omola Stpknoe mepimou pwon wpa ya kabe dokipto. Eival moAU onpavtiko
va avadepbel 6tL kab’ 6An tn Sldpkela TG evandbeong UALKOU amod Tov ekBoAéa otnv
emupavela, n ektUTwon mapakoAouBeital, wote va amodeuxBouv avemBLUNTA
dalvoépevVa IOV UTTOPEL va EMNPEACOUV €K TWV UCTEPWV TN SoKLur ebeAkuopoL.

XpOvoC avouovic:

MpOKEeLTAL YLoL TO XPOVO OTIOU TO UALKO eTtavEpP)eTaL o€ Bepuokpacia dwuatiou. O xpovoc
oavapovng eival mepimov 15 Asmtd kat kabopiletal amd to XpOvo mou Xpeldletal n
€TULPAVELD EKTUTIWONG YL VOl ETILOTPEP EL € XapnAEC TLEC (50 °C). Eivat ToAD onuavTiko
va tnpeitatl auotnpd o XpOVog avapoVAG, ET0L WOTE TO SOKIULO VA «KPUWOELY KOL Apa va
€XOUUE TNV KaAUTePN duvatr cuyKOAANoN Twv oTpwWoewV UALKOU. Emetta to dokipto eival
€TOLUO YLO ATIOPAKPUVEN aTtO TNV EMLPAVELA EKTUTIWONG.
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9.

10.

11.

12.

Adaipson tou Sokiov amnod tnv emupAVELR EKTUTIWONC:

AdoU 1o Sokiplo €xel €pBelL og YapnAn Bepuokpacia Kal EXEL «KKPUWOEL», UMOPEL TTAEOV
va amopakpuvBel amod tnv emdpavela ektunwong. Auto yivetat pe tn Bonbela piag
€L6LKNC OTIATOUAQG, LE TNV oMol TPOCEKTIKA TUE(OUE TO KATW HEPOG TWV AKPWVY TOU
Sokipiou péxpL va amokoAAnBel kamola dkpn, xwpic BERata va tpokAnBel omoladnnote
dBopa. Enetta, mEloupe amo TNV MAEUPA TNG AKPNG TIOU €XEL armokoAANnBel Tto Sokiplo
KATA UAKOG MEXPL VO amopakpuvOel MARpw¢g amd tnv emudpavela. ITo otddlo auTo,
BonBnoe onuavTIKA n xprion tg EL8LKAG Tawiag.

OTMTIKOC EAEYYOC VLo OTEAELEC:

MEeTA TNV amopAaKpuvon Tou SoKLlou amd TNV emdpAvVELD EKTUTIWONG, €YLVE OTTIKOG
€AEYXOC YL TNV EVPEDH TUXOV ATEAELWV I AVETIOU UNTWV POLVOUEVWY, OTIWCE N OKERpWON,
N oupplkvwaon KAT. Z& OPLOPEVEG TEPUTTWOELS amoppidpBnke kamowo Sokipwo oto
OUVYKEKPLUEVO oTAdLO KoL amaltiOnke véa ektumwon. To ouykekpLUEVo Brpa dev €xel
oxéon Ue tnv Omtiky Mikpookortia, n onola Ba culntnBel mapakdtw. MpoOKeLTAL yLa Evav
QITAO EAEYXO «E TO HLATLY, O OTOLOG OPWG ELVOL TIOAU ONUOVTLIKOG yLla TNV e€akpifwon Tng
ETLTUXLOG TNG EKTUTIWONG.

MéEtpnon SlaoTtdoEwy:

Emetta, pe tn BonBela maxUUETPOU, LETPNONKAV OL TEAIKEG SLAOTACELS TOU SoKLiou yla
800 Aoyoug. ApxLlkwg, yla tnVv emiBefaiwaon tTng opOOTNTOG OXETIKA E TO TTpoTUTIO D638 |
katd ASTM. AsUtepov, yLati opLopéVeG amo TIG SlaoTtdoelg, onwe Ba avadepbel kal oto
ETOPEVO KEDAAALO OVAAUTIKA, ATALTOUVTOL LA TN METPNON TOU TAXoUu¢ SLATOUNAG KoL TO
avtiotolyo oddApa. Ta tedevtaia eival MOAU onuavtikd, kaBwg xpeldlovtal yLo Toug
UTTIOAOYLOMOUG TWV UNXAVIKWY WOLOTATWY Katd tnv emnefepyaoia Twv dedouévwy mou
AaBape amno tig SokLUEG epeAkuoUOU.

Anobnkeuon tou Sokuiou:

OAa ta Sokipla, PETA TO TEPAG OAWV TWV TAPANMAVW Bnudtwy, TomoBetBnkav ot
EexwploTég Brikeg aodaleiag TUMOU zip WOTE val KAEIVOUV. ZTIG TTAOOTLKEG QLUTEG BRKEG
avaypadnkav oL Aemtopépeleg Tou kabe dokuiou mou mepteixav (VAwWwoO, Infill %, Infill
angle) étoL wote va anodevyBel n onoladnmote mapavonon otnv taflvounon. TEAog, ot
Onkeg pe ta Sokipla amoBnkeUuTNKav Oe €val KOUTi, PMEXPL va odnynBouv oe OMTIKN
Mikpookortia KoL Emetta o€ Sokun epeAkuopou.
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3.2 M€6o6oL Xapaktnplopuou

Me Tov 6po «UEB0SOC XOpaKTNPLOUOU» VOELTL KABE TEXVLKN TIOU UIMOPEL va XpnolpomnotnBel yia
TOUG OKOTOUG TNG £pyaoiag, eite yla tn Sle€aywyn MEWPAUATIKWY «KOUUATIWVY» E(TE ylo TNV
avaAuon NG aflomotiag Twv Slopopwv AMOTEAECUATWY. ITIC HEBOSOUC XapPaKTNPLOUOU ToU
akoAouBnBnkav yla tTnv mapovoa epyoacia, cuykataAéyovrtat n Ontiky Mikpookortia, n Sokiun
edehkuopov (Tensile Test), n texvikn «SEM Fractography» kat n otatiotik péBodog ANOVA. Ou
HEBodoL auTEC xpnoldomowibnkav yia moAAamAoU¢ Kot Stadopetikoug Adyoug, mou Ba
€€nynBolv MapakATw aVAAUTIKA, PUE KOWVO YVWHOVA OUWE TNV OELOTILOTIA TWV TIEPOUATWY Kal
NV 0pBATNTA TWV AMOTEAECUATWV.

3.2.1 Otk MikpooKortia

H xprion tng Ontikg MKpOOKOTiOG YLt TOUG OKOTIOUG TNG tapouonG Epyooiog

To OMTIKO ULKPOOKOTILO XPNOLUOTIONONKE yLa TPELS ONUAVTIKOUG AOYOoUG:

e [lapatrpnon onueiwv cuykoAAnonc:

Me tn xprion tou Omrtikol MiKpooKoTiou ATavV Suvatog O E£AEYXOG TWV ONUELWV
OUYKOAANONG TWV OTPWOEWV AAAA KAl TNG CUYKOAANONG TWV YPAUUWY KABe oTpwong Ue
Ta e€wTtepLkA kEAUDN. Elval oAU onuavtiko yla tnv aglomiotia tng Sokung epeAKuoUOU
Va LNV UTIAPXOUV KOKEG CUYKOAANACELG LETOEL YPAUUWY UALKOU Kal EEWTEPLKWV KEAUD WV,
£TOL WOTE VA ETMUITUYXAVETAL I OMOLOYEVELX KAL | CUUTTAYOTNTA Tou SOKLioU.

e Al0OTAOELC:

MNapdAAnAa, €ywve kal n dtaotacloAdynon dLadpopwv anootdcewyv evtog Tou dokiuiou.
ApxKa amnattiinke va UTtoAoyLoToUV To TIAXoG Tou Sokiluiou, n andotaocn PETall Twy
600 AKpwV TOU AALUoU KoL TO CUVOALKO TIAXOC TwV e€WTEPIKWV KEAUPwWV. Ot SLa0TACELG
OUTEG QUOLTOUVTOL VLA TOV UETETELTA UTIOAOYLOUO TNG Slatoprng tou dokiuiou, n omola
XPELAETAL YLt TNV EMEEEPYOOIA TWV ATMOTEAECUATWY TN SOKIUNG edpeAkoupoU. Emiong,
HEow Tou Omtikou Mikpookoriou, urtoAoyiotnkay Kal AAAEG XPHOLUEG SLAOTACELG, OTIWG
N andéotoon TwWV YPOUUMWV KABe otpwong Kabwe Kal To Tdxo¢ tTwv Topwv. TEAOG,
emPBeBalwbnkav LECW TOU ULKPOOKOTILOU OL 0PBEC GUVOALKEG SLAOTACELG TOU SOKLUioU
oUUPWVA LE TO TIPOTUTIO TIOU TUAEXONKE, To D638 _| kKata ASTM.

e 'EAgyxog yla avermBupunta patvopeva:
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O €Aeyxog yla avembuunta datvopeva (mapouvaoiacn Lotwv, okEBpwon KAM) ival, Omwg
npoavadEpOnKe, Eva TTOAU onUavIko otadlo tng dtadikaciag ektunwonc. Etol, mépav
TOU QTTAOU OTITLKOU EAEYXOU KL TNG MAPATHPNONG TOU SOKLUIOU yLa TNV AECT EVTIOTILON
avemBupunTwv ¢awvopévwy, kabe Sokipto umePAndn oe Omtikp Mikpookoria yla
auotnpn e€€taocn og 6Ao To UNRKOG Tou.

Ewkova 3.2: To Ontikd MIKpOOKOTILO TOU €pya0TnPLou Twv YALKWV
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3.2.2 H ok edbeAkuopov (Tensile Test) 3233,34,35,36

3.2.2.1 Baowkég ApXEc

H dokuun o€ ebeAKUOUO MEPNAUBAVEL TNV TTAKTWON EVOG KATAAANAOU SOKLULOU OTLG OpTTAYEC TNG
unxavng epeAkuopol Kat tn ¢OpTIoN TOU O HOVOAEoVIKO TPOooSeuUTIKA aufavouevo ¢optio,
HEXPL TNV TEAWKN Tou Bpavon. O edpeAkuoPOC amoTteAel (OWG TNV TLO ONUAVTIKY TIELPOOTLKN
Stadikaoia HETpNONG TNG UNXAVIKAC oUUTEPLdOPAG TwV UALKwY ot afovika doptia. H apxn
AewTtoupylog Twv MelpapATWY epeAKUOUOU gival n emBoAn duo duvdauewy, (blou pétpou, idlag
SlevBuvong kal avtiBetng dopdg, katd tov Slaunkn afova evog UAKOU (kevtpoBoaplkad) , e
onueia epapuoyng Ta AKpa Tou, OMwE GOLVETOL OTO TTAPAKATW OXHA.

Ixnua 3.1 : EmBoAn edpeAkuotikwy poptiwv oe Sokiplo

Ot emBaAAOUEVEG AEOVIKEG SUVAELG, TELVOUV VA EMLUNKUVOUV TO SoKipLo. Katd cuvénela, eav
ol emPBar\Opeveg SUVAUELG EemMepATOUV LA Kplown T, N mapauopdwaon tou dokipiov Ba
glvatl poviun (mAaotikn mapapopdwon).

O Hooke, peAetwvtag to neipapa tng emBoAng dvo duvapuewy, (dlou pétpou, (dlag dievBbuvong
Kal avtiBetng ¢popdc os £va UAKO , Slamiotwoe OtL o mapayovtag P/AL mapapével otabepdg,
otav petafAnOet to emiBariopevo poptio. T0udwva pe ta mapandavw, o Hooke Siatunwoe tov
YEVIKEUUEVO VOLO TNG EAQOTIKOTNTAC BAOEL TOU omoiou:

p_ ExAxal
==

Omovu

E: Métpo EAaotikotnTog ) Hétpo Young N/m?

A: Alatopry uUAtkoU m?

AL: Stapnkng mapapopdwon Sokuiov m

Lo: apXLKO MUNKOG SOKLoU M

P: emiBaAlbuevn, kaBetn otn dtatoun, Suvaun N

MapoN’ auta, n évvola tTng SUVOUNG KOL TNG EMUAKUVONG TTOU TIPOKAAEL n SUvaun auth os éva
otepe0 Sev elval povoonpavteg. Opiletal £ToL To PEYEBOC TNEC UNXAVIKNE TACNC WG TO TINALKO TNG

56



ermuBaropevng duvaung o éva Sokiplo mpog tnv Statour. Otav pia duvaun F eruBarletal o
€va dokiplo kabeta otnv dlatoun tou (Ao), TOTE N avtiotoln KNXAVIKn Taon ovoualetal opbn
Kal cupBoAiletal e To cUUBOAO o (stress).

Ha\
Fe«—~F —>»F
Stress, o= Force = =
'Y Cross-Sectional Area A,

Ixnua 3.2: Oplopog 0pBNG UNXOVLIKNAC TAONC O.

Y€ éva SOKIWLO apxlkoU HRKoug Lo, To omoio umo tnv enidpaocn Suvaung F epdavilel emunkuvon
AL, opiletal to péyebog € (oxnua 3.3) To omolo KaAsital avnyuévn mopapopdwon (strain), n
oAALWG Ttapapopodwaon.

< h‘ ‘
L, — AL

) Slorgatin
Srain = —— - AL
Criminal Longth Ln

Ixnua 3.3: Oplopog avnypévng mapapopdwong €.

JUpdwva pe Toug U0 opLoHOUC TV HeyEBwV 0pBNG TAONC KAl avnYUEVNC MAPAUOPPWOEWS, O
YEVIKEUPEVOG VOpoc Tou Hooke, epdaviletal pe tn popdn tng mMopakaTtw OXECNC , N omola Kal
amoteAei To Nopo tou Hooke yia tic opBEC pnXaviKEG TAOELC:

oc=FXe¢

Ormou :
o0: 0pOn punxavikr tédon N/m?
E: Métpo EAaotikotnTog ) Hétpo Young N/m?
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€: avnyuevn napaudpdwon

Aebopévou OtTL Ta akpa Tou Sokiuiou Bplokovial cUYKPATNUEVA EVTOG TWV CLOYOVWY —
OpTAYWV TOU OPYAvOoU, N ETLUNKUVON TOU SOKLUioU, UTOAOYIETAL OTO KEVIPLKO TUAUA TOU
Sokipiou, To omoilo kaAeital kot whéAo unkog (gauge length). e Sdokipég epeAkuopol to
WOEALLO UAKOC ElVaL ULKPOTEPO OO TO CUVOALKO TUNUa Tou okiuiou. OL pnxaveg epeAkuopou
ouvnBw¢ paypaTomolouV T SoKLUEG o katakopudn B€on. To Sokiplo tonobeTeital evtog Tov
opmaywy, Omou N KATW apmayn TMOPAUEVEL AKIVNTN, EVW N AVW apmayn KWeitol katakopuda
TPOG Ta MAVW, avaAoya e To pubuo kivnong mou €xel emidexBel. O puBbuog avodou NG avw
opTAYNG KoL N Tautoxpovn entBoAn Suvapng cuykpatnong Tou SoKLUiou evtog auTrg Umopel va
elvat:

e pubuOC Mapapodpdwong € (strain rate) sect
e PuBuog duvaung N/sec

e Taxvtnta mapapdpdpwong mm/sec
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3.2.2.2 H nepopotikn Sidtaén

H mepapatikn Siataén amoteAsital amod t pnxavn speAkuopol kat €vav H/Y. Ymapyxouv
Sladopeg Slatdlelg mou xpnoluomololvIal yla tnV edappoyr eAeyxOUeVoU £dEAKUOTIKOU
doptiou ota Ookipa edpeAkuopol. Itnv OWKA  MOG TEPUMTWONn, €ywve xpnon uiog
NAEKTPOUNXAVLKNG SLATaENG, OUYKEKPLUEVA TOU HovtéAou WDW-50 E, to omoio daivetal
TAPAKATW:

Ewkova 3.3: To povtédo WDW-50 E tou epyactnpiou YAKwV TG ZXoARg XnUKwv Mnxovikwv

Ot nAekTpopuNXaVIKEG Statagels edpapudlouv to GopTio Ye TNV Kivnon piag mAAkag, otnv onoia
elval maktwpévn n pia kepan tou Sokipiou, LEow TePLOTPEDOUEVWY KOXALWV. H GAAN dkpn Tou
Sokluiou eival moktwpévn os otabepr) mMAAKa. Ekel mpoodéveTal Kat n LETPNTIKA Slatagn Tng
OUOKEUNG, N omola cuvdéeTal pe tov H/Y.

H ouokeun ¢épel éva otolxelo dpoptiou mou emLTpEmnel TNV HETAPPAON O NAEKTPIKO SUVOULKO
™¢ Suvaung mou epapuoletal os Eva Seiypa Kotd tnv ddpkela mapapdpdwaonc.

To &eiypa mpoodévetal oe U0 olayoveg, n pia eival otabepn kot n aAn kwntr. H kwnt
olayova eival oTepewUEVN o€ €vav opl{ovtio afova PEow Tou atolxelou doptiou. O opllovtiog
afovag petaklveital oe dU0 KoxAleg pe mpokaBoplopévn toxutnTta Adyw £VOG CUCTHUATOC
ypovalliwv. Kotd tnv Stapketa tg €AEng to otolxeio ¢poptiou petadidel os €vav H/Y éva onpa
avaAoyo pe tnv Suvapn mou aoKeital et Tou delypartog.
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3.2.2.3 To Sudypappa Stress-Strain

Kata tnv dokiun oe edpeAkuopo Stapopdwvetal pia KamuAn taong — mopapopdwong (stress-
strain curve), amod T PETPNOELS TWV TIHWV Tou edapuolopevou afovikol doptiou Kal tng
ETUUAKUVONG TNV omola udiotatal To Sokipo. To oxnua tng KOUmUANG autng e€aptdatal anod
S1adope; MAPAUETPOUG TIOU €XOUV VA KAVOUV HE TO LOTOPLKO Kol TO €(60¢ ToUu UALKOU. AUTEG
elvat:

e Hyxnuwkn ocvotaon

e HmponyoUuevn Bepuikni Katepyaoia

e HyewpeTpla TOU OVTIKELLEVOU

o H efwtepwkn mieon

e H tayutnta emipnkuvong  aAAlwe o pubuog emBoAng tou ¢poptiou
e H Bepuokpacia otnv omoia yivetal o epeAKUOUOG

e A0 OpKETEG TMAPAPETPOUC TNG TPLOLACTATNG EKTUTIWONG OTNV LK MG TEPIMTWOTN, OMWG
Ba avaAuBel apyoTEpA MAPAKATW.

Ocov adopd t™n ouumeplpopd TOU UAKOU KOTA TOV €PEAKUCHO, N KAUTUAN TAONG —
napapopdwong pag divel SU0 KPLOLUEG TTEPLOXEG, TNV EAACTLKNA KaL TNV TAQOTIKA TtepLoxr). OLdvo
OLUTEG KPLOLUEC TTEPLOXEC dallvovTaLl OTO TTAPAKATW SLAYpaUaL

Plastic region
, = X Ultimate

tensile

Stress Yield tensile strength

strength

Elastic region

Strain

Ixnua 3.4. H eAaoTikr) KoL N TTAQOTLKNA TIEPLOXT], OTIWGE AMOTUTIWVOVTAL OTNV KAUTTUAN TAoNG —
napapopdpwongt

Onwc¢ daivetal oto mopandavw Slaypoppa, To SOKiULo mapapuopdwWVETOL APXIKWG EAACTIKA. ITNV
TLEPLOXN QUTA, N TAon €ival avaioyn tng mapapopdwon. H ypaupiki avtr oxéon Slakomntetol
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HE TNV eudavion TG MAAOCTIKNG TTapapopdwaong tou dokipiou. MNa va emiteuxBel mepattépw
TAQLOTIKA Ttapapopdwan tou Sokiuiou, anatteital avénon tng epapuolopevng taonc. Etol, 1o
UALKO epyookAnpuvetal. Katda tn ¢daon autr o 0ykog Tou Sokluiou mopapével otabepdg Katl
6e60EVOU OTLTO SOKIULO EMUNKUVETAL, N KABETN eMLPAVELA TOU TIPOG TO edpapuoldpevo dopTio
eAATTWVETOL OLOLOHOpdA KATA UAKOC. 2TO OTASLO AUTO, MAPATNPELTOL APXLKA AUENON TNG TAONG
000 aufavetal n nMapapopdwon. Metad amod KAMOLO onUEl0 OPWE, N Helwon TNG KABETNG oTo
doptio empavelag tou OSoKliou yivetal peyoAUtepn amd tnv avénon Ttou d¢optiou
napapopdwaongAdyw TnG Epyoyrnpavong Tou UALKOU. H mapamdavw cuvenkn epapuoletal apxLlka
oTo aoBeveéotepo onpeio Tou dokipiou. OAn n mepattépw MAACTLKNA TAPAUOpPwWaon CUVENWC, Ba
OUYKEVIPWVETAL OTNV TEPLOXN auTr. Tote oto Sokipo oxnuatiletal o AeyOpeVOG AOULUOG
(necking).

270 SLAYPOLUO TOU OXNUATOG 5 armelkovileTal To SLaypapa TAoNG — AVNYHEVNG TTOPANOPDWONG
€VOC BepuomAacTtikoU, umo ouvOnkeg TePBAANOVTOC O HOVOOEOVIKO £deAKUOUO. Omwg
QELKOVIZETAL OTO SLAYPOULA, TO YPAUULIKO LEPOC TNG KOUMUANG AMOTEAEL TNV EAACTIKA TIEPLOXN
TOU UALKOU. X& OAO TO €UPOG TNG TIEPLOXNC AUTAG, N apon TNG EMPBAANOUEVNC AfOVIKAG SUVANG
ETUTPEMEL 0TO SOKIHLO va emMavEADeL 0TO OpXLKO TOU HNAKOG. H evépyela mapapopdwong otnv
€ENAOTIKN TteploXn Mmopel va umoloylotel amd to mneplkAeldpevo euPadov tou vontou
0pBoywVIoU TPLYWVOU Kal AmoTEAEL TNV TPOCPEPOUEVN EVEPYELA, LECW TOU TTAPAYOLEVOU £PYOU
™¢ duvaung, n omoiot ovoudleTal Kal eVEPYELX EAAOTIKNG Tapapopdwons. To mapaPoAko
TUAMO TOU OSLoyPAUUOTOC OVTIOTOLXEL OTNV TIAQOTIKA TEPLOXH TOU UALKOU, Omou ol
TapooPPWOELS €lval HOVIUEG (UN avTLOTPeNTEG). To dlaypappa ePEAKUCUOU TWV OAKLUWV
UALKwV o€ Beppokpaoia mepBAAAOVTOC XapaKTNPIlETAL A0 OPLOUEVA XAPAKTNPLOTIKA ONUELQ,
OMwG dailvetol oTo MAPAKATW OXHUOTA:

Strain Hardening Necking
Stress I :
Ultimate Strength
™ Fracture
Yield Strength
Rise
Run
Young's Modulus = Rise = Slope
Run
Strain

Figure 1

IxAua 3.5: To Sdypappa tTdong — avnyuévng napapdpdwoncs?
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Ixnua 3.6: O Slaxwplopog Twv SU0 KPLoLUWVY TIEPLOXWYV OTO SLAYPAULO TACNC — AVNYHEVNG
napapopdpwong?
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3.2.3 Xapaktnplopoc Opavonc pe tn xprion touv SEM (Fractography)

Me tov 0po «Fractography» vositat n LeAETN TwV emidpavelwv Bpalong Twv UAKWY HE TN Xpron
Tou HAektpoviakol Mikpookomiou dapwong (SEM). H pébBodog autr) xpnolpomoleital oTLg
TIEPUTTWOELG SOKLUWV £HEAKUCHOU Yyl va TPooSLOPLOTEL N attia tng anotuyiag ot SoUEG eVOg
UALKOU. Itnv Emotiun twv YAKKwv yevikotepa n pEBodOG autr xpnoLUOTOLE(TAL Yyl TNV
avamntuén kat tnv afloAoynon BewpnTIKWV HOVIEAWVY TNEG CUUTEPLPOPAG AVATITUENG PWYHWV.

‘Evag amo Toug oToOXouC TG e€ETaonG eVvOG UALKOU pe tn nEBodo auth elval o mpoodloplopnds tng
awtiag tng gudaviong twv Stadopwv pwypwv KaBwG Kol N YEVIKOTEPN TopATAPNOn Tou
punxaviopou Bpavong tou Sokipiou . AladopeTikol TUMOL TNG AVATTUENG TNG PWYKAS (TTX.
KOTwon , pnypatwon dtafpwaong Adyw Katamovnong , euBpauotdTnTa UALKOU) QIOTUTWVOVTAL
LE OUYKEKPLUEVA XOPOKTNPLOTIKA OTNV €mibAVELR, N Omola pmopel va xpnolponolnBel yla va
BonBriostL otov mpoodloplopd Tou Tpomou Bpavong. To cuvoAiko potifo tng Bpalong umopel va
glval mo onuavtikd amo pla amAr pwypn mou PAEMoupE Kol e AAAa Opyava, €l8IKA OTNV
TEPIMTWON TWV €VBPAUOTWY UALKWY, Kol auTd €lval mou kdavel tn péBodo autr TOAU TLo
dlaitepn Kal xpnoun, kKabwg pe tnv KataAAnAn eneepyacia twv Sedopévwy Unopet kaveig va

OVTANOEL £Va YEVIKO OAOKANPWUEVO CUUMEPOCUA YLa T Bpavon.

To HAektpoviakd MIKpOOKOTILO ZAPpwWaONG TTOU XPNOLUOTIOONKE yLa TNV €V AOYW TEXVLKH €LvalL TO
povtého Nova NanoSEM 230 scanning electron microscope tng etatpiag FEI:

=
2
>
=
>
=
o
o
m
=
N
w
o

Ewkova 3.4: To HAektpoviako Mikpookomio Zapwaong Nova NanoSEM 230
OLAdyoL XpAonG TNG CUYKEKPLUEVNG TEXVIKAG NTOV CUVOTITIKA:

e [lapatpnon Twv ocnueiwv Bpavong:
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O apxlkog Adyog xpriong tng peBoédou eival n duvatdtnta tng ARPng elkOVWY amo TG
HKPOSOUEG oTa onuela Bpavong. H e€€taon Kot mapatipnaon EMELTA TWV ELKOVWY QUTWV
glval MOAU ONUAVTIKO KOUMATL Yla TOUG OKOTIOUG TNG apolong epyaciag, kabwg eivat
QUECA CUVOESEUEVO LE TIG LNXOVIKEG LOLOTNTEG.

Xapaktnplopog Bpavonc:

Metd t™n ANYn twv npoavadepBEviwy €lKOVWY, HE TNV KATAAANAN ene€epyaocia Kal
yvwon, unopel va mpoobloplotel o Tpomog Bpavong twv dokiuiwv. Autd eival oAU
ONUAVTIKO yla TNV afloAdynon TNG avtoxng TwV UALKWY TIoU e€ETAOTNKAY, KOOWC UG
SlvovTtol apKETA CUUMEPACUATA OXETIKA e TN MnXaviki Twv YAIKWV.

E€aywyn CUUMEPACUATWY YL TNV AVTOXN TOU UALKOU:
Onwg npoavadEpOnKe, N TeExVIKA auth pog Sivel tn Suvatotnta va mpocSLopioouE TN
Bpavon tou kaBe OSokiuiou. Kotd ouvémela, pmopolv va Byouv TOAU Xprolpa

CUUTEPACLATA VLA TNV AVTOX Kol AAAEC UNXAVIKEC LOLOTNTEC TOU UALKOU, TIOU (owg va
UNVv propouv va e€axBouv amod tn Sokiun epeAkuopou.
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KEDAAAIO 4°: AntoteAéopata Kol Tulitnon

4.1 Otk Mikpookoria

KaBe Sokiplo mou eKTUTIWONKE EEETAOTNKE OTO OMTIKO LILKPOOKOTILO, UE OKOTIO TNV MAPATHPNOoN
TWV ONUELWV OUYKOAANONG TWV ECWTEPLKWV YPAUUWY LE Ta KEAUDN, TOV UTIOAOYLOUO Sladopwv
Slootdoewv KaBwg Kal Tov EAeyxo yla TBavad avermBuunta Gavopeva HECO OTLG UKPOSOUEG
TIOU Unopel va 06nynoouv og avalomiota anoteAéopata Katd tn Sokiun epeAkuopoU.

ApPXIKWC, EEETAOTNKAV QUOTNPA YyLa KABe Sokiplo Ta ev Adyw onueia cuykOAAnong, kKabwg eivat
MOAU oNnUOVTIKO yla tnv aflomotio tng SoKWNG €PeAKUCUOU VO UNV UTIAPXOUV KOKEG
OUYKOAANOELG HETAEY YPOUMWY UALKOU Kal EEWTEPIKWV KEAUPWV, ETOL WOTE VA ETILTUYXAVETAL N
OLIOLOYEVELQ. KOL N CUMMAYOTNTO TOU SoKLWiou. Ztnv apxn, Otav akopn ovalntouvtav ot
BEATLOTEG MOPAUETPOL EKTUTIWONG YLt TTOLOTNTA KAl a€LOTILOTIA, TTApATNPOUVTIAV CGUVEXWCE OTO
OTITLKO UIKPOOKOTILO KOKEC OUYKOAANCELG OTA ONUELD OUVOEDONG TWV ECWTEPLIKWY YPOAUUWV LE TO
neplypoppa. Metd tn BeATIOTOMOWNGCN TWV TIAPAUETPWY TNG EKTUTIWONG -TIANV Twv SU0 Tou
g€etaotnkayv (Mooootd MARPWONG Kal Ywvio EKTUTIWONG)- , Tapatnpendnkav wg¢ ML To MAEloTOV
KAAEG OUYKOAANGCELS. Apa Aowmov, n Omtiky MIKPpOOKOTIAL OMOTEAECE ONUOVTLIKO €pyaAeio OxL
HOVO yla TNV €€€taon Twv TEAKWVY SoKlUiwy, oAAA Kal yla tnv afloAdynon tng Mmopeiog g
BeAtioTonoinong Twv MAPAUETPWV.

Elval moAU onuoavtikod va toviotel, mwc ev apkel mpodavwg Eva onpeio KaANg cuykoAAnong yLo
VO CUUTIEPAVOULE TNV CUVOALKH KOA) GUYKOAANGN. MpEmel KABE ECWTEPLKA YPAUL 0pATH OO
TO OTTIKO HLKPOOKOTILO VA TAPOUCLAlel KaAl OUYKOAANGN UE TO MEPlypapua, £T0L WOTE TO
Sokipo va tibetal katdAAnAo yia dokiun epeAkuopou. AnattiBnke dnAadn, n mAnpng e€€taon
KATA LAKOG Tou SokLuiou Kal n mapatipnon OAwV Twv onUeiwv cUYKOAANGNG TOu «AaLoU» TOU
Sokipiou. H dwadikaoia autn, map’ otL xpovoPopa, eival amapaitntn yia tnv aflomotia Twy
6edopévwy ou AapBavovtat and tnv Sokun epeAkuopo.
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OL mapakdTw €KOVEG BonBouv yla TNV Katavonon Twy mapandvw:

—_— N
| - -_—— —— = -

Ewkova 4.1: KaAr) cUyKOAANGN TWV ECWTEPLKWY YPAUUWY UE TO TIEPlYpOA

Itnv ekova 4.1 moapatnpoUl e pia oAU kaAy cuykoAAnon, kabwg dev epdavilovral pwyuEs n
OXLOUEG UALKOU OQVALECQ OTLC ECWTEPLKEG YPAUMEG Kal To Tepiypappa. MmopoUue SnAadn va
TIOULE OTL OTO ONUELO AUTO €XOUE oXeSOV TTANPN CUUIAYOTNTA TOU UALKOU.

AVTIOETWG, OTIG TTAPAKATW ELKOVEG, TTOPATNPOUVTAL KAKEG CUYKOAANCELG:
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Ewkova 4.2: MEtpla —pun amodeKTr- cuykOAANnon

TNV ekova 4.2 mopatnpouvTal OXLOMEG o Slddopeg Tomobeoieg Tou onueiou cuykOAAnonG.
MPOKELTAL OUCLOOTIKA yLa LKPA KEVA 0TO SOKipLO, OTtou Sev £xel evamotebel UAKO. To ev Adyw
Sokipo amoppidBbnke kat Sev mpoxwpnoe oe Sokiun ePeAKUCUOU, AOYyW TNG METPLAC
OUYKOAANONG TTOANQITAWY YPOUUWYV PE Ta e€WTEPIKA KEAUDN O APKETA ONUELQL.

Ewkova 4.3: Kakr) cuykoAAnon
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210 onpeilo ouyYKOAANONG TG MapAMAVW ELKOVAG apatnpEeital pio eviaia pwypn HETAL TG
YPOAUUAG EVOTOBETNUEVOU UALKOU KOL TOU Tteplypappatog tou dokiuiou. Edw, dev umapyouv
HULKPEC QOUVEXELG OXIOMEG OTO UAIKO ONMWG OTNV TPONYOUHEVN Teplmtwon. AvVTBETwG,
TIAPATNPOUHE TIANPN ATIOCXLON TNG ECWTEPLKNG YPAMUAG Ao To meplypappa. Mpokettal yia pia
cadwg Kakr) cUYKOAANon, n omoia pnopel va odpeiletal o AAOn KATA T SLAPKELA TNG EKTUTIWONG
n/kat o emhoyr €0GAAUEVWY TLULWV CUYKEKPLUEVWV TIAPAUETPWY TNEG EKTUMWONG, OTWCE TLY.
oA vPnAn TaxvTNTA EKTUTIWONG A XaUNAR Beppokpacia emidavelag eKTUMWONG. H Kok autn
ouvdeon tou UAKOU petafl tou ecwteptkou (Infill) kat tou e€wtepikov (Outfill) tou dokiuiou,
kaBlotouv 1o Sokiplo akatdAAnAo yla dokiun epeAkuopou, kabBwe Ba emnpeactolVv AUECA OL
HUNXOVLIKEG BLOTNTEC Tou. Zuvoyilovtag, OAa ta Sdokipla mou eudavicav cuumnepidpopd ota
onueila ouykOAAnong avtiotolya 1 dia pe tig SUo MaPATAVW TEPUTTWOELG amoppidpOnkav.

EmutpooBETw , Ye T Xprion Tou OonmTikoU LKPOOKoTiou urtoAoyiotnkav ol Sltactdoels Stadhopwyv
QMOOTACEWV €VTOG Tou Sokiiou. ApxLlkd uTtoAoyloTnKav To TAxog Tou dokipiou, n andotaon
HETAEL Twv U0 AKPWV TOU AALHOU KOl TO OUVOALKO TtAXOC TwV £EWTEPLKWV KeAUPwv. OL
Sl00TAOELG QUTEC lval amaPAiTNTEG YL TOV PETEMELTA UTIOAOYLOUO TNG SLATOUAG Tou SokLuiou,
n omola xpelaletal yla TNV Nefepyacio TWV AMOTEAECUATWY TG SOKLUNG epeAkuopoU. TENOG,
Héow Ttou Omukol Mikpookomiou, umoAoyiotnkav Kal GAAEG XPNOLUEC SLOOTACELS, OTWG N
anmOOTOOoN TWV YPAUHUWY KABE 0Tpwong KaBwg Kal To AX0G TwV opwv. TEAOG, emiBefalwbdnkav
HEOW TOU UIKPOOKOTIOU Ol 0pBEG OUVOALKEC SLAOTACELG TOU SOKLUIOU CUUPWVA LLE TO TPOTUTIO
Tou eMAEXONKe, To D638_| katd ASTM.

ZTLC TTOPOKATW ELKOVEG TTAPOUCLALOVTAL KATIOLEG OO TLG TOPATIAVW SLAOTACELC:
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Ewkova 4.4: To maxog Twv eEWTEPIKWVY KEAUDWV KAl Ta ONUEL0 CUYKOAANONG
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Elkova 4.5: To mayxog Twv e€WTEPIKWV KEAUDWV
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Ewkova 4.7: To mayog ypapupuncg (path width) tng otpwong
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Ewkova 4.8: ALaOTACELG YL TOV UTTOAOYLOUO Tou eUPadol Twv Mopwv

T€AoG, pe tn BonBela TOU OTTIKOU UIKPOOKOTIOU, £YLVE EAEYXOC YLla aveETBUUNTA GALVOUEVA OTLG
HULKPOOOUEG TOU €0WTEPLKOU TOoU SoKipiou, katL mou dev eival Suvato va yivel «UE TO UATLY.
MapatnprRbnkav Kupiwg LoTol avapeoa o YpapUeS UAKoU kat okéBpworn. O wotol yivovrtal
oUEOWE avtAnmrol onwg daivetal oTig mMapakdtw ekoOves. Avtibeta, n okéBpwon daivetal
HEOW TNG aAAayng emutéSou Tou UALKOU Kol mmapatnpeital kaAutepa pe ) Stadoxikn aAlayn

gotioong tou dpakou (focus). Ta dokipta mou epdavicav okEBpwaon Kot EPPaVWE EAATTWHUATIKES
OUYKOAANNOELC amoppidOnkav.

71



Ewkova 4.10: NMapouciaon wotwv (cobwebing)
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Ewkova 4.11: ZkéBpwaon oto £va dkpo Tou okiuiou. O pakog Sev Umopel va EOTIACEL TIANPWG
oT1o eninedo ¢ e€wTePIKN G eMLPAveLOG, KABWE TOo UALKO 0To onpeio autd dev akoAouBel
LOOETIMESN KATAVOUK KAl Tapouotalovial avVwHOALEC otny emidaveLa.
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4.2 Aokwun EdeAkuouov

AdoU £yvav eTITUXWG OAEC OL SOKLUEG epeAKUCHIOV, EAdONCaV cUyKeKPLUEVO SESOUEVA yLa TO
doptio kat TV empnkuvorn. Ao pova toug, Ta dedopéva autd, Sev Umopouv va Swoouv TANPN
EIKOVOL YLO TI( UNXQAVIKEG BLOTNTEG Tou Olepeuvouvtal. Xpelwaotnke, dnAadn, va yivouv
ntoAAartAot urtoAoyLopol o€ otadla, £ToL wote ano ta dedopéva autd, va AndBouv oL emBuUNTES
TIMEG. Ta otadla autd akoAouBnbnkav yla kaBe dokiplo Eexwplotd Ko avaAUoVTaL AP AKATW:

1. Apxikwg umoloyiotnkav ta epPadd Statoung kabe Sokiwiou pe T PorBela ToOU
TIAPAKATW TUTIOU:
A = 2(a1a3) + 0,5[(as — 2az)a;]

, OTIOU Qi1 TO TTAXOC TWV EEWTEPLIKWYV KEAUPWV
02 TO TLAXOC TOU SOKLioU
03 TO MNKOG TOU AaLoU Tou SokLiou

Avtiotolya umoAoyioTnke Kal To avTioTol o opaApa:

6A
64 =31, [ s,)

Ta epPada Slatopng elvat anapaitnta yla tnv enefepyaoia Twv dSeSouévwy Tlou
AapBavovtatl ameuvbeiag amd tn Sokiun epeAkuopol. Mo CUYKeKPLUEva, Omw Ba
e€nyeital mopakdtw, He TNV TN Tou ePadoul Slatoung eivat duvath N LETATPOTN TNG
TWMAG tNG duvaung mou aokel n pnxavr ebeAkuopol oto Sokiplo oe tdoels. Kata
OUVETIELQ, UTIOPEL EMELTA VO OXESLAOTEL KAl N KAUMUAN TAONG-TIAPAUOPPwWaONG.

‘Etol kataAAgape apxXLlKwe OTLG TTOPAKATW TLHEG yLa Ta eUPadd Slatounc:

Mivakag 4.1: Euada Statopung kat opdApa yia ta dokipta anod PLA

PLA

A (mm?) Error (mm?)
11,077 0,421
10,455 0,408
10,995 0,413
13,965 0,463
13,965 0,463
14,043 0,466
14,405 0,473
14,783 0,498
15,078 0,503
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Mivakag 4.2: EuBadd Slatopng kat opdApa yia ta dokipwa ard Carbonfil™

Carbonfil™

A (mmA~2) Error
10,955 0,407
12,365 0,423
10,475 0,418
10,965 0,453
12,125 0,484
13,125 0,464
11,975 0,469
13,525 0,502
14,865 0,508

2. Emewta, €xovrag amo tov H/Y tng Stataéng tng unxoavng epeAkuopol 1o emBariopevo
doptio (Load N/m) kat tnv mapapdpdwon kabwg kot ta eppadd  Satopng,
urtoAoyloTtnkav oL TAOELS 0, WG €ENG:

Load ()

T A mmy)

‘Etol, €xovtag mapaAAnAa Kat T mapapopdwoelg ansubeiag anod tov HYY,
dnuoupynBnkav pe t Bonbela tou mpoypdppatog Excel tng Microsoft ol kapmuAeg
Taonc-mapapdpdwaong, oL onoieg mapatiBevral mopakATw:

Stress-Strain 50%-0angle PLA

3.50E+08
3.00E+08
2.50E+08
2.00E+08

1.50E+08

o (N/mA2)

1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50
Elongation (%)

Awdypappa 4.1: Aldypappa taong mapapopdwaong yia to dokipo pe PLA pe 50% nocooto
TANPwWonN¢ Kat 0° ywvia ektunmwong
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Stress-Strain 50%-45angle PLA
3.50E+08

3.00E+08
2.50E+08
2.00E+08

1.50E+08

o (N/m~2)

1.00E+08
5.00E+07

0.00E+00
0.00 1.00 2.00 3.00 4.00 5.00 6.00 7.00 8.00

Elongation (%)

Awdypoppa 4.2: Aldypappa taong rapapopdwong yia to dokiputo pe PLA pe 50% nocootd
TANPwWOonNG Kat 45° ywvia ektUTIwong

Stress-Strain 50%-75angle PLA
3.50E+08
3.00E+08
2.50E+08
2.00E+08

1.50E+08

o (N/m~2)

1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00

Elongation (%)

Aldypappa 4.3: Aldypappa taong napapopdwong yla to dokipto pe PLA pe 50% nocooto
TANPWONC Kot 75° ywvia ektunwong



Stress-Strain 75%-0angle PLA
4.50E+08
4.00E+08
3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00

Elongation (%)

Awdypappa 4.4: Aldypappa taong rapapopdwong yia to dokiputo pe PLA pe 75% mocootd
MAnpwong kat 0° ywvia ektuTwong

Stress-Strain 75%-45angle PLA

4.00E+08
3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00

0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00
Elongation (%)

Aldypappa 4.5: Aldypappa tadong mapapopdwaong yla to dokipo pe PLA pe 75% nmooooto
TANPWOoNC Kot 45° ywvia ekTUMwong



Stress-Strain 75%-75angle PLA
4.00E+08
3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00

Elongation (%)

Aldypappa 4.6: Aldypappa taong napapopdwong yia to dokipuo pe PLA pe 75% mocootd
TANPWONG Kot 75° ywvia ektUTIwong

Stress-Strain 100%-0angle PLA

7.00E+08
6.00E+08
5.00E+08
4.00E+08

3.00E+08

o (N/m~2)

2.00E+08
1.00E+08

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50

Elongation (%)

Awdypappa 4.7: Aldypappa tdong rnapapopdwong yla to Sokipo pe PLA pe 100% mocooto
TANPwon¢ Kat 0° ywvia ektunmwong



Stress-Strain 100%-45angle PLA

7.00E+08
6.00E+08
5.00E+08

4.00E+08

o (N/m~2)

3.00E+08
2.00E+08
1.00E+08
0.00E+00

0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50
Elongation (%)

Awdypoppa 4.8: Aldypappa taong rapapopdwong yia to dokipto pe PLA pe 100% mocooto
TANPwWOonNG Kat 45° ywvia ektUTIwong

Stress-Strain 100%-0angle PLA

7.00E+08
6.00E+08
5.00E+08
4.00E+08

3.00E+08

o (N/mA2)

2.00E+08
1.00E+08

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50

Elongation (%)

Aldypappa 4.9: Aldypappa tdong rapapopdwong yia to Sokipo pe PLA pe 100% mocooto
TANPWONC Kot 75° ywvia ektunwong



Stress-Strain 50%-0angle CarbonFil
4.00E+08

3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/mA2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00
Elongation (%)

Aldypoppa 4.10: Aldypappa tdong napapdpdwong ya to okipto pe Carbonfil™ ue 50%
TIOC0OTO MANPwWONG Kot 0° ywvia ekTUmwaong

Stress-Strain 50%-45angle CarbonfFil

3.00E+08
2.50E+08
2.00E+08

1.50E+08

o (N/mA2)

1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50

Elongation (%)

Awdypappa 4.11: Atdypoppa Tdong nopapopdwong yia to Sokipo pe Carbonfil™ pe 50%
TI0O0OTO TANPWONG Kot 45° ywvia ektumwong
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Stress-Strain 50%-75angle CarbonfFil

3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50

Elongation (%)

Aldypoppa 4.12: Aldypappa tdong napapdpdwong ya to dokipto pe Carbonfil™ pe 50%
TIOCOOTO TMANPWONG Kot 75° ywvia eKTUTIWGONG

Stress-Strain 75%-0angle CarbonFil

6.00E+08
5.00E+08
4.00E+08

3.00E+08

o (N/m~2)

2.00E+08
1.00E+08

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50

Elongation (%)

Awdypappa 4.13: Atdypoppa Tdong nopapopdwong yia to Sokipo pe Carbonfil™ pe 75%
TTO00OTO TANPWOoNG Kot 0° ywvia ektumwong

81



Stress-Strain 75%-45angle CarbonFil

4.50E+08
4.00E+08
3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50

Elongation (%)

Aldypoppa 4.14: Aldypoappa tdong napapdpdwong ya to okipto pe Carbonfil™ ue 75%
TIOCOOTO MANPWONG Kat 45° ywvia eKTUTIWGCNG

Stress-Strain 75%-75angle CarbonfFil

4.00E+08
3.50E+08
3.00E+08
2.50E+08

2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00

Elongation (%)

Aldypappa 4.15: Atdypoppa Tdong nopapopdwong yia to Sokipo pe Carbonfil™ pe 75%
TI0O0OTO TANPWONG Kol 75° ywvia ektumwong
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Stress-Strain 100%-0angle CarbonfFil

7.00E+08
6.00E+08
5.00E+08

4.00E+08

o (N/m~2)

3.00E+08
2.00E+08
1.00E+08
0.00E+00

0.00 0.50 1.00 1.50 2.00 2.50 3.00
Elongation (%)

Aldypappa 4.16: Aldypappo taong rapapdpdwong ya to dokiuo pe Carbonfil™ pe 100%
TIOC0OTO MANPwWONG Kot 0° ywvia ekTUmwaong

Stress-Strain 100%-45angle CarbonFil

6.00E+08
5.00E+08
4.00E+08

3.00E+08

o (N/m~2)

2.00E+08
1.00E+08

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00

Elongation (%)

Aldypappo 4.17: Awdypappa Tdong nopapopdwong yia to Sokipto pe Carbonfil™ pe 100%
TI0O0OTO TANPWONG Kot 45° ywvia ektumwong
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Stress-Strain 100%-75angle CarbonfFil

5.00E+08
4.50E+08
4.00E+08
3.50E+08
3.00E+08
2.50E+08
2.00E+08

o (N/m~2)

1.50E+08
1.00E+08
5.00E+07

0.00E+00
0.00 0.50 1.00 1.50 2.00 2.50 3.00

Elongation (%)

Aldypappa 4.18: Aldypappo taong rapapdpdwong yla to dokiuo pe Carbonfil™ pe 100%
TIOCOOTO TMANPWONG Kot 75° ywvia eKTUTIWGONG

3. AdoU dnuloupyndnkav oL KAUTUAEG TACELG-TIAPAUOPDWONG, TO EMOUEVO Bripa NTav n
KUEAETN» TOUG ylO TOV TPOOCSLOPLOHO TwV Slodopwv HNXAVIKWY ELOTATWY TIoU
ggetaotnkav.

Apxwkwg, to «Yield Strength» &ev umopoloe va umoloylotel. Autd daivetal Kal OTLS
TIAPOTIAVW KAUTTUAEG, OTIOU OTNV MAELOVOTNTA Touc, dev eival EekaBapo To onueio auto,
oto onolo apyileL n mAaotikn mapapopdwon. Onwg Ba e€nynbei avalutikdtepa Kal ota
CUMMEPAOUATA TNG Tapouong gpyaciag, autd mBavwe va odpeiletal otnv ENAeldn
TMPOTUTIWV  SOKIIWY  epeAkUopOl  yla  Tpldldota ektunmwpéva  Sokipta. Onwg
npoavadepOnKe, otnv mapovoa epyacia xpnowuonolbnke to mpotuno D638 | katd
ASTM, 10 ormoio evdeikvutal yla 0Aa ta BgppomAaoTtikd. Mapo’ autd OUwWG, amaLteitaL n
nepaltépw Slepelvon we mPog ta TpLdlactata eKTUTWHEVA Sokipta. Mo cuyKeKpLUEV
anatteitat n Snuoupyia evog mpwrtdtunmou Soklpiou edeAkuopol  yla Sokipta
KOTOLOKEUQOEVA OTTO TPLOLAOTATOUG EKTUTIWTEG, KOAOWG UTA £XOUV ONUOVTLKEG SOULKEC
Sl0popEC 0 OUYKPLON HE TO «KOVOVIKA». Emiong, mépav tng EAAeWPnG MPOTUTIWV YL
EKTUTIWHEVA Sokipa, €vag aAog Aoyog yia tn duokoAia eupeong tou «Yield point» ota
mapanavw Staypappata, ival mbavwe n pikpn oAAayr cupmepLdopas Tou UALKOU WG
TPOG TNV Tapapopdwaon. Mo cuykekpLuéva, and tn otyun mou dev eival EekdBapo Tto
«Yield point», 06nyoUAOTE OTO CUUTIEPACHA TTWG N EAACTLKN LE TNV TTAACTIKY TIEPLOXN
napapopdwong eivat SuodLAKpLTeG. AuTO UMOPEL KOTA CUVETELA VA ONUAIVEL WG TO
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Sokiplo mapoapopdPwveTAL OPXLKWEG EAAOCTIKA KoL ETelta odnyeital o€ MAAOTIKA
Tapopopdwaon MOAU «apyd» Kot OXL OTOTOUA.

To Young’s Modulus umoAoyilotnke amo tnv KAlon tng vontng eubeiag KABe KaAUmMUANG
otnv Kabapad EAAOTIKNA TIEPLOXN):

y s Modul _Rise
oung’s OuuS_Run

H péylotn taon os epeAkuopd (Max Stress) urtoAoyilotnke aneuBeiog amo TG TIUEG TAoNG
TIoU BPAKOLE OPXLKA WG TO HEYLOTO TOU CUVOAOU auToU.

H péylotn mooootiaia mapapopdwaon (Max Elongation %) untoAoyiotnke emiong amnod tig
NoN yvwotég TIHéEC. Mpémel edw vo TOVIOTEL, MWC ouxvAd N HEYLOTN TtoocooTlaia
Mapapopdwaon CUYXEETOL HE TNV HEYLOTN Tapapopdwon HéExpL Tn Bpavon (Max
elongation at Fracture). ftnv mapolvca epyoaocia, peydlou evlladEpoviog yla Thv
KQTAVONGCN TNG LNXAVLKAG CUUITEPLPOPAC TWV UALKWY, NTAV N HEYLOTN Ttapapopdwaon oto
onueio péylotng taong (Max Elongation at Ultimate Stress). Itnv KOUMUANR taonc-
TAPAHOPDWONG Ol TIUEG TNG MEYLOTNG TAONG o edpeAkuopo (Max Stess) kol HEYLOTNG
napapopdwong (Max Elongation %) tautilovrtal, kabwg Bpiokovtat kat ot Vo oto Slo
ONUElO0 TOU KAPTECLOVOU OUCTAUOTOC CUVIETAYUEVWY. O AOyoC UTOAOYLOHOU Kal
g€€taong tnN¢g HEyLoTng mapapopPwong oto onueio péylotng taong (Max Elongation at
Ultimate Stress) kat OxL tng Héylotng mapapopdwong oe Bpavon (Max elongation at
Fracture) elvat armAoG: To UALKO aKPLBWE LETA TO HEYLOTO TNG TAONG, apXilel kat epdavilel
anpoodloplotn cupunepldopd WG MPOG TNV mapapopdwaon. Auto mou €xel HeyaAUTEPN
onuaoia gival va efetaoel kavelc mOoo pmopei va napapopdwOel To UAIKO PEXPL €va
«aoPaAéC» onuelo Kal OXL HEXPL va OMAOoeL TeAelwe. Apa kabBapd ylo €€€tacn tng
TAPAHOPDWONE TOU UAIKOU KOL TOU KATA TOCO £va UAIKO eVOEIKVUTAL YLA KOTOLOKEUEG
TIOU amaltolVv acdAlela, PLeyaAUTEPN oNUaciol €XEL N N UEYLOTN TOPAHOPdWON OTO
onueio péywotng taong (Max Elongation at Ultimate Stress) kal OxL n MEyLotn
napapopdwaon pExpL tn Bpavon (Max elongation at Fracture).

T€Aog, 6oov adopd tn HLEYLOTN TAON IOV UMopEel var ioknBel péxpt va Bpavosl teAelwg To
Sokipo (Max Stress at Fracture), autr) umtoAoyiotnke eUkoAa wg €€AG: MeTd amod to
OonUelo péyloTnG TAONG, N TAoN apxilel KoL PELWVETAL HE oxedOv otabepd pubuo (étotl
e€nyeital aAwote kat n pBivouca KAUMUAN TEpAV TOU ONUELOU aUTOU) HEXPL €va
onuelo. To onueio auto Aéyetal onpeio Bpadong Kal eivat EUKOAO 0pATO OTO SLAYPAUMAL,
KaBwg HeTA amod to onueio Bpavong, mapatnpeital pia anotoun —oxedov kABetn Kal
guBeia- MTwon NG KAUMUANG TPOG UNOEVLKEG TIUEC TAONG.

JTOUC TIOPOKATW TIVOKEG OIOTUTIWVOVTOL OL TIHEG TWV HNXOVIKWV LSLOTATWY Tou
npoavadepOnkav, Onwg urmtoAoyiodnkav yla kaBe VALKO EexwpLoTa.

85



ZTov mapakdtw Tivaka apouctaovial ol SLAPopEeS TULEG TWV UNXOVIKWY LOLOTATWY TWV
Sokipiwv PLA:

Mivakag 4.3: TUEG TWV HNXAVIKWY OLOTATWY TwV SoKIiwv PLA

Infill | Infill | max Stress | max €% Young’s | Stress at | A Error
% | Angle | (N/m?) Modulus | Fracture (N/m?) | (mmA~2)
(N/m?)

50 0° 3,27E+08 2,755455677 | 1,76E+10 | 3,21E+08 11,077 0,421
50 45° 3,07E+08 3,261992075 | 1,29E+10 | 2,70E+08 10,455 0,408
50 75° 3,21E+08 3,117208043 | 1,58E+10 | 2,80E+08 10,995 0,413
75 0° 3,98E+08 2,850045352 | 2,05E+10 | 3,70E+08 13,965 0,463
75 45° 3,60E+08 3,072570219 | 1,75E+10 | 3,23E+08 13,965 0,463
75 75° 3,56E+08 2,890963357 | 1,94E+10 | 3,25E+08 14,043 0,465
100 | 0O° 6,24E+08 3,117208043 | 2,51E+10 | 6,15E+08 14,405 0,473
100 | 45° 6,13E+08 3,329141408 | 2,50E+08 | 5,56E+08 14,783 0,498
100 | 75° 5,77E+08 2,972666517 | 2,41E+10 | 5,76E+08 15,078 0,503

ITOV TaPAKATW Tivaka Ttapouctdlovtol ot SLadopeg TIUEG TWV UNXOVIKWV LOLOTATWY Twv
Sokipiwv Carbonfil™:

Mivakag 4.4: TYWEG TwV UNXaVvIKwV WLOTATWY Twv dokipiwv Carbonfil

Infill | Infill | max Stress | max€% | Young's Stress at | A Error
% Angle | (N/m?) Modulus Fracture (mmA2)
(N/m?) (N/m?)

50 o° 3,48E+08 1,646153 | 3,65E+10 3,44E+08 10,955 0,407
50 45° 2,45E+08 1,914777 | 2,05E+10 2,43E+08 12,365 0,423
50 75° 3,21E+08 2,138763 | 2,97E+10 3,19E+08 10,475 0,418
75 o° 4,89E+08 2,174367 | 4,26E+10 4,77E+08 10,965 0,453
75 45° 4,13E+08 2,139294 | 3,49E+10 4,00E+08 12,125 0,484
75 75° 3,55E+08 2,491216 | 2,73E+10 3,52E+08 13,125 0,464
100 0° 6,51E+08 2,401409 | 4,90E+10 6,45E+08 11,975 0,469
100 45° 5,40E+08 2,495201 | 3,95E+10 5,40E+08 13,525 0,502
100 75° 4,65E+08 2,323269 | 3,08E+10 4,57E+08 14,865 0,508
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Onwg dpaivetal kaL oToug TaAPATIAVW TIVAKES, OL BEATIOTEG TLUEG VLA TG LNXOVLIKEG LOLOTNTEG Max
Stress, Young’s Modulus, Stress at Fracture Bp€bnkav kot yta ta SU0 UALKA yLa TLUEG TTAPAUETPWV
noootol MARpwong Kal ywviag ektumwong 100% kat 0° avtiotolya. Ano tnv GAAn mMAeupd 6oov
adopd tn PEYLOTN TOoOOTLOLA EMUAKUVON, auTh BpEOnKe Kat yla ta SU0 UALKA 0To cuvduaoud
100% kow 45°.

Mivakog 4.5: BEATLOTEG TILEG LNXAVIKWY LOLOTATWV yLa ta SU0 UALKA

YAKO Max Stress | max €% Young’s Stress at
(N/m?) Modulus (N/m?) | Fracture (N/m?)

PLA 6,24E+08 3,329141 2,51E+10 6,15E+08

Carbonfil™ 6,51E+08 2,495201 4,90E+10 6,45E+08

Zulntnon AnoteAeopaTwWY

Kata tn dokiun epeAKUCUOU, TTAPOUCLACTNKAV OUOLOTNTEC OTN CUUTIEPLGOPA TWV HNXOVIKWV
SLOTATWY Twv Sokiwv petald twv SUo uvAkwvy, PLA kot Carbonfil™. Mo ocuykekpluéva,
napoatnpndnkav ta EAG:

0oo aufavotav to moocootd mAnpwonc (Infill %), toco avéavotav Kal n HEYLoTn avtoxn
o€ epeAkuopd (Max Stress).

MNna otabepn ywvia ektumwong, 600 avfavotav To TOcooTO MARPWONG, OL TLUEG TNG
gmunKuvong kat tov Young’'s Modulus mapouatialav eniong avénon yia to Carbonfil, evw
yla to PLA n emupnkuvon napouciole SLOKUUAVOELC.

MNa otaBepd MocooTo MANPWONG, 000 AUENVOTAV N YWVIa EKTUIWONG, TOGO UELWVOVTOV
N Héylotn avtoxn o€ epeAkuopo kat to Young’'s Modulus.

Me av&non ¢ ywviag ekTtUMwong umo otabepd MOCOOTO MARPWONG, mapatnenOnKe
avénon Kol TNG ETMUAKUVONG HEXPL KoL TIG 45° yia to PLA kat péxpl tig 75° yua 1o
Carbonfil™,

To Carbonfil™ napouociace uPNAOTEPEC TIMEC OE OAEC TIG UNXOVIKEC LOLOTNTEC EKTOC OO
TNV HEYLOTN EMLUAKUVON, OTIoU TO PLA £€6waoe TOAU PeYaAUTEPEG TIHEG CUYKPLTIKA.

To «Yield Strength» teAika dev unodpeoe va umoAoylotel, onwg Ba e€nynOel avaAuTtika
TP OKATW.

OL mapamndvw mopatnPACELS, AMOTUTIWVOVTAL OTA TTAPAKATW Slaypauparta:
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Eruppon Tou moocootou mANpwaong uno otabepr ywvia 0

HOLPWV OTNV UEYLOTN avtoxn o€ epeAkuopud (PLA)
7.00E+08

100%

6.00E+08

5.00E+08

4.00E+08

3.00E+08

Max o (N/u”r2)

2.00E+08

1.00E+08

0.00E+00

Awaypappa 4.19: Emuppor) tou moocootou mARpwong unod otabepr) ywvia 0 LOLpwV oTNV HEYLOTN
avtoxn o€ epeAkuopud (PLA)

Erppor) tou mocootou MANpwaong Uno otabepn ywvia 45
HOLpWV OTNV UEYLOTN avtoxn o€ epeAkuopo (Carbonfil)

7.00E+08 100%

6.00E+08

75%
5.00E+08

4.00E+08 50%
3.00E+08
2.00E+08
1.00E+08
0.00E+00

Max o (N/u”r2)

Aldypappa 4.20: Emppor) Tou mooootou MARpwong unod otabepr ywvia 45 polpwv otnv
Héylotn avtoxr os epeAkuopd (Carbonfil)
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Emippon Tou moocootol MARPwWong uno otabepr ywvia
45 potpwv (Carbonfil) oto Young's Modulus

6.00E+08

100%

5.00E+08

75%

4.00E+08

3.00E+08

50%

2.00E+08

Young's Modulus (N/mA2)

1.00E+08

0.00E+00
Infill %

Alaypappa 4.21: Emppor Tou moocootol MARpwong und otabepr) ywvia 45 potpwv (Carbonfil)
oto Young's Modulus

Emppon tou mocootou mApwong umo otabepn ywvia
75 poipeg otnv ermupunkuvon (PLA)

3.15 50%

3.1

3.05

100%

2.95
75%

Infill %

Elongation (%)

2.9

2.85

2.8

Alaypappa 4.22: Emppor) Tou moocootol mARpwong und otabepr) ywvia 75 poipeg otnv
gruunkuvon (PLA)

2.75
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Erppon Tou moocootol mMARpwong umo otabepn ywvia
75 Hoipeg otnv empnkuvon (Carbonfil)

100%
75%

Infill %

2.5

50%

N

1.5

Elongation (%)

[y

0.5

Alaypappa 4.23: Emppor Tou moocootol MARpwong und otabepr) ywvia 75 poipeg otnv
erupunkuvon (Carbonfil)

Ertipporn) tng ywviag ektUMwong umo otabepod MooooTo

mAnpwong 50% otnv péylotn avtoxn o€ epeAkuoud (PLA)
4.10E+08
0 angle
4.00E+08
3.90E+08
3.80E+08
3.70E+08

45 angle
75 angle

Awdypappa 4.24: Eruppor) g ywviag ektunwong uno otabepod mocooto mAnpwaong 50% otnv
HEylotn avtoxn os epeAkuopo (PLA)

3.60E+08

Max o (N/m~2)

3.50E+08

3.40E+08

Infill Angle

3.30E+08
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Erppon tng ywviag ektumwong und otabepd mMoocooTto
MANpwong 50% otnv PEyLotn avtoxn o€ ePpeEAKUCUO
(Carbonfil)

6.00E+08

0 angle

5.00E+08

45 angle

75angle

4.00E+08

2.00E+08

Max o (N/m”~2)
w
o
o
m
+
o
o0

1.00E+08

0.00E+00
Infill Angle

Awdypappa 4.25: Emppor] TnG ywviag eKTUmwong umo otabepd moocooto nAfpwong 50% otnv
pEylotn avtoxn os epeAkuopo (Carbonfil)

Erppon tng ywviag ektumwong umod otabepd mocooto
TANpwong 75% oto Young's Modulus (PLA)

2.50E+10
0 angle

__ 2.00E+10 75 angle
o~ 45 angle
<
€
~
=
— 1.50E+10
=
=}
©
s
2 1.00E+10
(%]
oo
c
=}
2

5.00E+09

0.00E+00

Infill Angle

Alaypappa 4.26: Emppon tng ywviag ekTUnwong Uno otabepod mMoooaoTto mMANpwaong 75% oto
Young's Modulus (PLA)
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Erppon tng ywviag ektumwong und otabepd mMoocooTto
mAnpwong 75% oto Young's Modulus (Carbonfil)

4.50E+10 O angle

4.00E+10

45 angle

3.50E+10

3.00E+10

75 angle

2.50E+10

2.00E+10

1.50E+10

Young's Modulus (N/m~2)

1.00E+10

5.00E+09

Awdypappa 4.27: Emipporn) tng ywviag EKTUTwong uno otaBepo mMocooto MARpwaong 75% oto
Young's Modulus (Carbonfil)

0.00E+00
Infill Angle

Erppon tng ywviag ektumwong und otabepo mMoocooTto
nmANnpwong 100% oto mocooto epeAkucpou (PLA)

45 angle

w
"

0 angle
75 angle

Awdypappa 4.28: Emippon Tng ywviag ekTUTwong umo otabepd mooooto mAfpwong 100% oto
T0o00oTo edeAkuooU (PLA)

Elongation (%)
[ N
(9] N (9] w

Juny

0.5

Infill Angle
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2.

Elongation (%)

0.

1.

Emippon tng ywviag ektuTwong umo otabepd MocooTo
nmANnpwong 100% oto mooooto epeAkuopou (Carbonfil)

5

N

5

[

5

0 angle

45 angle

Infill Angle

75 angle

Awdypappa 4.29: Emppon TnG ywviag eKTUTWoNG UTIO oTtabepod ocooTo mMARpwong 100% oto
Tooooto epeAkuopou (Carbonfil)

ZUYKPLON HNXAVIKWV LStotitwy PLA kat Carbonfil™

MapatiBevral apXKwe OTOV MAPAKATW TIVAaKa Ol BEATIOTEG NXOVIKEC LOLOTNTEC Yl Ta SUO UALKA

Eexwplota:
Mivoakag 4.6: BEATIOTEG UNXAVLKEG LOLOTNTEC yLa Tot SUO UALKA
YALKO Max Stress | max €% Young's Stress at
(N/m?) Modulus (N/m?) | Fracture (N/m?)
PLA 6,24E+08 3,329141 2,51E+10 6,15E+08
Carbonfil™ 6,51E+08 2,495201 4,90E+10 6,45E+08

MopatnPoUHE TIWE Ol UNXOVLIKES 8LdTNTEG Tou Carbonfil™ uneptepolv évavtl auvtwv tou PLA
ANV OUWG TNG TooooTLalag EMUAKUVONG, OTou To PLA £€8waoE T onUAVTIKA PEYAAUTEPN OO
autr) tou Carbonfil™., Entiong, onuavtiko sivat va unevBupotel mwg oL BEATIOTEG I8LOTNTEG Kalt
yla ta SU0 UAKA BpéBnkav yla TIHEG TWV TAPAPETPWY 100% mocooTto mMANpwong kat 0° ywvia
EKTUTIWONG TANV TNG MooooTlalag empnkuvong. Kat yia ta 800 UAKA, N HEYLOTN TN TNG
nooootiaiag enpunkuvong Bpébnke otig 45° ywvia ektunwong Kat 100% moocootd mMARpwong.
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Jupnepaopatikd, to Carbonfil™ Sivel Ti¢ kaAUTEPEG UNXAVIKEG LBLOTNTEG OE OUYKPLON HE To PLA
EKTOC Ao TNV mocooTLaia eMpnKuvon. MNwg pmopolv OpwE va e€nynBouv ta mapandvw;

Onwc¢ avadépbnke o mponyolpevo kedalato, to Carbonfil™ eivat evioxupévo PETG pe iveg
avBpaka. KataAaBaivel kaveic Aoumov, mwe ouykpivovtag ta SU0 UALKA TTOU HaG amooXOAnoav
otnv mapouvoa epyacia, to PLA Sev €xel umooTel KAmola Katepyaaoia yla evioxuon os avtiBeon
ue to Carbonfil™, Autd nailel tepdotio poAo oTIC UNXAVIKES LBLOTNTEG, KaBwCE n evioxuon Tou
€xeL unootel to Carbonfil™ é£ywve kataokevootikd amd tnv etapio FormFutura ylo autov
akpLBwWG To Adyo: TNV evioxuon TNG UNXOAVLKNAG AVIOXNG Tou UAKOU o€ Bpauvaon, epeAKUOUO KATL
MANv Tt allotg, emiBefaiwdnke SnAadn HEOW TWV MEPAUATWY UaG N anodacn NG eV AOyw
gTOLPELOC VL EPEVVAOEL Kal va. KUKAodoproeL To Tpoiov Carbonfil™ kat va to Slabéoel w¢ éva
«TILO EVIOXUUEVO KOL TILO LOXUPO amod pnxavikng aroPng PLA». Ot iveg dvBpaka TTou TIEPLEXEL TO
Carbonfil™ smudépouv peyalitepn avtoxr o Bpalon og ocUyKpLon He To arthd PLA yia Adyoug
nou g€nynobnkav oe mponyoLuevo kedpaAato. To kablotouv SnAadr 1o avoxIkd o TACELG TTOU
aoKOUVTOL KOTA TOV EHEAKUOUO 1} AANEG UNXAVLKEG SOKLUEG. OAa Ta TAPATIAVW ATTOTEAOUV pia
g€nynon tng untepoxnc tou Carbonfil™ évavrtt tou PLA otn péylotn avtoxr os speAkuopo (Max
Stress), oto Young’s Modulus kat otn péylotn avioxn oe Opavon (Max Stress at Fracture).

Ooov adopd opwg tn BEATIOTN Mocootiaia empnkuvon (Max Elongation %), BAémoupe nmwg To
PLA uneptepei onupavtikd évavtt tou Carbonfil™. Autd pnopsi va €nynBei Mol arAd yia Svo
Abyoug:

e To Carbonfil™ givat cav npoidv moAU 1o tpaxy otnv vdr o avtibson pe to PLA mou
glvatl okAnpo. Onwg Ba Solpe kat apakdtw, N Bpavon twv Sokipiwv tou Carbonfil™
Atav moAU Yabupn, evw n Bpavon twv Soklpwv amd PLA éywve mo otadiaka. H
Pabupotnta avtr mailel oAU onuavtikd poAo otny empikuvon: Oco o Pabupod eival
€va omoLloSATIOTE AVTIKEUEVO, TOCO TILO [LKPI AVAUEVETAL VO ELVAL N ETILUAKUVON TOU.

e H O&eltepn €€nynon Eykewtal otnv mopoucia wwv Avbpaka OTo EC0WTEPLKO TOU
Carbonfil™. Ou iveg dvBpaka TtO00 HOPPOAOYIKA OCO KOl MUKPOUOPLOKE £XOUV
aoBevéotepoug SeopoUG PETOED TOUC OUYKPLTIKA LE TO TILO cupmayéC PLA. Auto
ETUTPETEL TNV EUKOAOTEPN QMOOTIOCN ) QTOKOMA KOUUOTIWV amd OUTEG Kol Kat
ETEKTAON TNV EUKOAOTEPN -amto anon emBoARg Tdong- Kal 1o andtopn Bpalvon Toug.
AuTO pAlveTaL KOL OTNV TTOPAKATW ELKOVAL.
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Ewdva 4.12: H Bpavon evog Soktpiou amnd Carbonfil™

Apa, CUUTTEPOLOUOTIKA KataAfyoupe oto €A¢: To Carbonfil™ éxel cadwg KAAUTEPEG UNYOVIKEG
1516tNTEG 600V adopd TtV avtoxr tou oe emiBoAr dpoptiou (Max Stress, Max Stress at Fracture,
Young’s Modulus) cuykpttikd pe to PLA kol dpo Ba mpEMEL va TPOTLUATOL OE KATAOKEUEG TIOU
QmalToUV avioxn o€ SUVAUELG KOl TAOELG. ATIO TNV AAAN MAEUPA OUWG, OTOV ATIALTOUHEVO Elval
N HEYAAn eruunkuvon (Max Elongation %) o€ pia kataokeun, Tote 1o PLA uneptepel.
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4.3 Scanning Electron Microscopy-Fractography analysis

Onw¢ npoavadépbnke, To SEM amotélece €va TOAU XPHOLUO €PYAAELO YL TOUG OKOTIOUG TNG
mapouong epyaciog, kabwg BoriOnos onUAVTIKA 0TNV KATavonon Tou PnXoviopou Bpalong twv
SOKIUIWY pHag Kal oTnV TEPALTEPW TOPATHPNON TWV HLKPOSOUWVY TOUG. AO TOo oUVOAO Twv
Soklpuiwv mou umoPAnBnkav oe «SEM Fractography» efaxbnkav ouvomtikd ta €€Ng
ouMMEpAcpata, ta omoila Ba avaAuBoulv Sle€odikd OTIC avapTnNUEVEG €LKOVEG amd to SEM
0pyOTEPA OTO APOV KEPAAALO:

e T ta Sokipa and Carbonfil™ napatnpndnke oxeddv €€ ohokArpou Pabupr) Bpavon,
KATL TTOU GAVNKE Kal oo tnv Sokiur epeAkuopol KateuBeiav.

e ErmunmpooBétwe, ya to UAkd Carbonfil™ , nopatnpribnke Siadopd oto Babog twv
pwypwv. H Bpavon &nhadn Sladwbnke oe Sladopetika enimeda. H dadwon tng
Bpavong Atav pn opaAr, Kabwg Ta eMiMeda TWV CEPWV TWV VWV OTNV €EWTEPLKNA
erudavela dev nrav dLa.

e Avtibeta, yla ta dokipwa and PLA n Bpavon ntav mo opoAr, kabwg Kabe (va omaet
HEHOVWUEVA Kal n dtadwoaon eival opaAn, kabwg dev mapouaotdotnkav oxedov kabBoAou
Sladopeg ota enineda tng Bpaviong.

e Katyla ta Vo VAKG, n Stadwaon tng Bpalong Eekivnoe amo ta AKpa KAl EMEKTAONKE o€
OAo To pnkog ¢ Bpavong pe TNV epdavion pwypwv. Map’ 6Aa autd, oL PWYUEG yLO TO
UALKO PLA Atav oAU Ayotepeg Kat Ayotepo epdaveic cuykpltikd pe to Carbonfil™.

e Jta Sokipa amd Carbonfil™ |, mapatnpriBnkav ta Asydpeva «pullouts». Mpokettat yla
KEVA 0TV g€wTepLkn emipavela tng Bpavong. OL lveg amoomoUVTal OUCLACTIKA Ao TO
KUPLWC owpa Tou dokipiou, Aoyw TG pn MeTadPopdc hopTiou amod Tn UNTPA OE QAUTEC.
AUTO odelleTal o€ KOKI OUVAPELA OTO ECWTEPLKO TOU UALKOU KOl KOT' EMEKTOON OE TIOAU
000eveilc SeopoUC PETOED €YKAELOUATWV-TIOAUUEPLKAC UATPOC. ZUHPwWvVA HE OAa T
TOPAMAVW oupmepaivoupe Ot ta Sokipta amd Carbonfil™ eiyav oxstkd kakn
OUYKOAANON.

e [ ta dokipta and PLA, n cuykdAAnon Bewpeital moAv kaAn, kabBwg n dtaomopd ntav
opolopopdn Kat dev mapatnerBOnke onoladnMoTeE CUCCWUATWON UALKOU.

e Kot yla ta U0 UALKA, TTapatnproape mwe He avénaon tou moocootol mAnpwong (Infill %)
QUEAVETAL KOL N CUYKOAANGCN TWV OTPWOEWV KOL TWV VWV HETAEL TOUG.

Apa CUUTIEPACUATIKA WMOPOUME va KataAnfoupue oto €€n¢: Ta Sokipwa and PLA sixav tnv
KAAUTEPN OUYKOAANON HETAEU TWV OTPWOEWV Kol Tapouciacav pia opoAn Siwadwon tng
Bpavong. AvtiBeta, ta okipta and Carbonfil™ napouciacav pun opadr - un xapoaktnpiown —
Bpavorn. Ol HEPOVWHEVEC [VEC TwV eV AOYW SOKLUiwV lxav oAU Pabupr) emidavela Kal yLo auto
AA\woTe pmopoU e va TToUE OTL N Bpalion Twv Sokiwv autwy givat «pabupn».

MNapakdtw mapatiBevral emAeYUEVEG elkOveG SEM mou eAndBnoav katd tn SLapKELX TwV
TIELPOHATWYV Kal e€nyouvtal mepaltépw ta Stadopa cuunepAcUATA TIou €€nxOnoav ano auTEG:
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lNna to PLA

det‘ HV WD mag | spot|Landing E| tit | —m™M™ 1 MM —@@@@—

ETD|5.00kV |51 mm|100x| 3.0 | 500 keV |0 ° NTUA

Ewkova 4.13: Elkova tng KABeTng Toun TN emidpavelag Bpavong dokipiov PLA amod to SEM

Itnv ewkova 4.13 daivetal n «opain» dtadwaon tng Bpduoncg HeTafl TWV VWV OTO KATW HEPOC,
T(PAY QL TTOU LalG 08NYEL OTO CUUMEPACHA OTL OTO GNUELO AUTO £YLVE KOAr) GUYKOAANGN. AvtiBeTa,
OTO TIAVW MEPOC EXOUME Hia Mo avwpaAn diadwon t¢ Bpavong. Onwg daivetal Kal otnv
£lKOVQ, TapatnPoU e evaAlayEg oto eminedo tou UALKOU Kal Tpayxeia emipavela. ETol, Uopou e
VO TIOUHLE TTIWG OTO TTAVW HEPOG ELXOUE KAKI) CUYKOAANGN CUYKPLTIKA LE TO KATW MEPOC, KATL TTOU
odeiletal kabBoapd Kal povo otn Stadikacia TNG EKTUMWONG.
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asyal
!
Y 34 1 711 m

A A AN A

100x| 3.0 | 5.00keV |0 *

‘ t| HV | WD ‘maq Spot Landing E | tilt

“¢ETD|5.00kV | 4.6 mm

Ewkova 4.14: Elkova tng KABETNG TOUNG TG emidavelag Bpavong Sokiuiou PLA amod to SEM

ItV ekova 4.14 BAEmou e To e€WTEPLKO KEAUPOC 0 KATOLo onpeio tng Bpavonc. MapatnpoUue
otL oxedov KABe oelpd VWV EXEL EexwpLoTa Looeminedn Bpavon. Metal Toug OUWE, OL OELPES,
napouotalouvv Sladopeg oto emimedo. Mevikwg, ONMwG €l0aUe Kol O TPONYoUUEVN ELKOVA,
napatTnpeitol KAAUTEPN CUYKOAANGHN OTLC KATW OTPWOELG, KATL TTOU OITOTUTIWVETOL TIPAKTIKA 0TNV
opaAotepn Sadwon NG Bpavong amd amoyn LOOEMmedng BEoONG TWV «OTIACUEVWVYY» LVWV.
AvtiBeTa, oTnV TLO MAVW OELPQ, Ttap OAO TIOU Kal eKel N Bpavion Bewpeltal OXETIKA LOOEMIMESN,
BAETMOUE PEYAAUTEPN QVOUOLOYEVELA OTNV €EWTEPLKN ETLPAVELA TWV VWV TNEG OELPAG KABwC
ETILONC KOLL TILO TPAXELG ETULPAVELEG KOL PWYHEC.
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det HY wD mag ot | Landing E | tilt [ — 9]0} V] 1 5
ETD | 500 kV | 5.2 mm | 500 x 3. 500 kev |0~ NTUA

Ewkova 4.15: Elkova tng KABeTng Toung tng emidavetlag Opavong dSokipiou PLA amoé to SEM

ITnv wkova 4.15 napatnpeital To GavOpEVO TN avicoeminedng Bpavong tou Sokiuiou, Kabwg
UTTAPXELOLVOLOLOYEVELD OTNV £EWTEPLKN ETILHAVELX TWV VWV TNG OELPAC KaBwg emiong Kat mLo
TPOXELG EMLPAVELEC KAl PWYLEG.

det Hw WD tilt 1 mm

ETD | 5.00 KWV ‘ 3.8 mm | 100 o - | PN LA

Ewkova 4.16: Elkova tng KABeTng Toung tng emidpavelag Bpavong dokipiov PLA amoé to SEM

Amo tnv ewova 4.16 cuunepaivoupe pia oAU KaAr cuykOAAnon, KAatL mou e€nyeital and tnv
eudavwg opaln dtadwaon tng Bpavong. Emiong mapatnpeital mwg kKAOe iva omAEL HEUOVWHEVQ,
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TpAyua mou mailel e€loou onuUaviiko poAo otnv opaAn dtadwon tng Bpavong. H Bpavon oto
Sokipo autd bev elval CUPUETPLKA oUTE ouaAn AOyw TN mapatnpoUuevng Stadopdg ota
EMIMESA TWV VWV TOC0 oTNV eTipaveLa KAOE (vag EexwpLloTd 600 Kol LETALY TwV SLadopwyv LVwv.

‘det HV ‘ WD | mag |spot|Landing E| tilt | ———— 1 mm ——

ETD|5.00kV 4.9 mm [100x| 3.0 | 5.00keV |0 ° NTUA

Ewkova 4.17: Elkova tng KABeTNng Toung TN emidpavelag Bpavong dokipiov PLA amoé to SEM

Itnv ewova 4.17 emPePoatwvetal mAAL N KaAr) GUYKOAANGN OTO KATW UEPOG KOL N XELPOTEPN
OUYKPLTIKA 0TO MAVW MEPOG. KAtw €xoupe opalr Stadwaon tg Bpalong KOTtA HNRKOG TWV VWV,
EVW OTO TAVW HEPOC Tapatnpeital codwe HeyoAUTEPN OVOUOLOYEVELD OTNV £EWTEPLKN
ETPAVELA TWV VWV TNG OELPAC KOBWE emiong Kal TLo TPOXELG eMIPAVELEC KOl pWYHEC. TEAOC,
eudavilovral dtadopa Keva, Ta omoilo UTIOSNAWVOUV TIWE EXOUV AMTOCTIAOTEL KOUUATLA UALKOU
Kata tn Bpavon.
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LY # .
4

“s| det| HV | WD | mag |spot|Landing E| tilt — 1. mm
|ETD|5.00kV |55 mm |[100x| 3.0 | 5,00 keV |0~ NTUA

Ewkova 4.18: Elkova tng KABeTNG TOUNG TG emipavelag Bpavong Sokiuiou PLA amo to SEM

ITnv ekova 4.18 mapatnpoUpe TTOAU Kok cUYKOANon HeTafl Twv WWwv, Kabwg n Bpavon £xel
SLodwBel avapeoa oTa OPLA TWV VWV KoL OXL KATA UNKOG. ETiong, 0To Avw XPWHOTIOMEVO HEPOG
NG €kovag PAEmoupe kaBapd TNV EAeln SU0 KOUUATIWY. ITA CNUELD QUTA £YIVE QVWHOAN
Sdladoon ¢ Bpavong, Un xapaktnpiolun, KATL ou odelletol 0To HeEYAAUTEPO MOCOOTO OTH
OUVOALKN KOKI) CUYKOAANGHN TWV WVWV.

- ,
et | Hw VWD

ETD | S 00 LV [ S5.1 mm | £

Ewova 4.19: Elkdva Tng KABETNG TOUNG TNG emidavelag Bpavong dokiuiou PLA amo to SEM
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Itnv ewova 4.19 eival epdavig n napouvcia MOAAWYV KeVwY UETOEY TwV WVwV. Ta KEVA oUTA
SnuoupynBnkav pev katd tn Bpavon tou dokiuiou, aAAd odeilovtal otnv Kakr) cUYKOAAnon
HETAEL TOUC amo TNV ektunwon. Eniong, mapatnpol e kat edw tnv dtadopd ota enineda twv
VWV TO00 otnVv eripavela KABe vag Eexwplotd 600 Kal PeTaty Twv dtadopwv vwv. OAa ta
TAPATIAVW, O oUVOVAOUO He TG dladopeg pwypéEG o KABe iva kat tnv Yabupotnta mou
napatnpeital eniong, pag odnyouv 0To CUUMEPACTUA WG N Bpavon ota Sokiuld pag Sev ival
OMAAN KOl CUMUETPLK.

Mo to Carbonfil™

i AR 4 od B
‘ det | HV ‘ WD ‘mag spot| Landing E‘tilt

ETD|5.00kV|4.8 mm|400x| 3.0 | 5.00 keV [0 °

Ewkéva 4.20: Ewkova tng KABeTNG Topn ¢ TG emidavelog Bpavong Sokipiov Carbonfil™ amno to
SEM
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Me tn BonBela tou SEM é£ywve évag emumAéov €Aeyxog oTig dlaotaoelg Stadopwy peyebwy, yla
v emPBeBaiwon Twv BewPNTIKWVY TILWV CUUPWVO HE TOV EKTUTIWTI KOL TWV TIPOYHOTIKWV.
Mpaypaty, otnv €lkova 4.20 amOTUTIWVOVTAL Ol TIPAYUATIKEG SLAOTACEL TwV WwV. KaBe (va,
BewpnTika, cUUPWVA HE TIC TOPAPETPOUG TNG EKTUTIWONG Ba TpémeL va €xel Slaotaoelg 400x100
um. Onw¢ daivetal edw, n BewpnTikA AUTA T eV AMEXEL TTOAU atd TNV TPAYUOTLKN, N onola
HETPNONKe Ue Tn Xprion Tou SEM kat eivat ton pe 398x98 um.

“‘" T E : I# e ‘j»; e
det HV t‘ Landing E‘ tilt

e ‘ ETD|5.00 kV | 5.4 mm | 100 x 5.00 keV |0 °

Ewova 4.21: Ewkova tng KAOsTng Topig tnE etudavetag Opavong Sokuiouv Carbonfil™ amno to
SEM

ITnv ewkova 4.21 mapatnpoUpe avopolopopdn dtaomopd Kat un opaln Stadwaon tg Bpavong.
Aev €xel emtevyBel kaAr) cuykOAANnon Kal €tol epdaviletal cuocowpdTwon UALkoU og dtadopa
onueio. Auto odeiletat ota Aeyopeva «pullouts». Mo cuykekplpéva: To dpoptio e petadEpetal
armo TN LATPA 0TNV (val AOyw TwV KEVWV oTtnV emipavela (EAewn wwv).
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‘ det ‘ nva ‘ WD T mag |spot|Landing E‘ tilt

ETD|5.00kV |43 mm|3000x| 3.0 | 5.00keV |0 °

Ewova 4.22: Elkova tng KAOsTng Topig tng eridavetag Opavong Sokiuiouv Carbonfil™ amno to
SEM

Jtnv ewova 4.22 BAémoupe KaAutepa Ta ev AOyw «pullouts». To doptio petadépestal
avopoLlopopda and TNV ECWTEPLKA UATPA OTNV (va, KOl AUTO 08nyel oTtnv amoonmacn KAmowwy
VWV OO TO KUPLwE owpa tou dokipiou. To Gpatvopevo auto tng epdaviong kevwv os Stadopa
onueia yla toug mapandavw Adyoug ovopaletal «pullouts».
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KE®DAAAIO 5°: Jupnepdopata Kot LeEAANOVTIKA €pEuva

5.1 Juunepaoupato

210 KeDAAQLO AUTO Ba yiveL pia amoTiUNon TWV AMOTEAECUATWY TToU £€AXONoav amo Tig SOKLUEC

edpeAKUOUOU Kal TNV enefepyacia Twv UETPRoewy . Apxlkwg, Ba yivel ektevr¢ avadopd ot
KATIOLOL YEVIKA CUUMEPACUATA OXETIKA UE TNV TPLOLAOTATN €KTUTWON SoKLUiwv ebeAKUOUOU.
Emetta 6a avaAuBoUv ePALTEPW OL LNXAVLKEG LOLOTNTEC TWV SOKIUIWVY Kl O TPOTOG TOU QUTEC
ennpealovral ano tig eetalopeveg petaPAnteg (Infill %, Infill Angle).

5.1.1 M'evikd Tuunepaoporta

MapoAo Tou OKOTIOG TG apouong epyaciog eival n mpoPAedn Kat n SLlEpelvNON TWV UNXAVLKWV
LLOTNTWV TPLSLACTATA EKTUTIWUEVWY SOKLUIWV cuvapTroel SU0 CUYKEKPLUEVWYV LETABANTWV TNG
TPLOLA0TATNG EKTUMWONG, TO CUUMEPACpOTa Tt omoia e€nxBnoav dev adopoluv HOVO TIG
HUNXOVLIKEG BLOTNTEG. AvtiBeta, KATaAREaUE KAl OE TO YEVIKA -aAAQ TautOxpova XpHoluad-
CUUTEPACOTO OXETIKA HUE TNV OHOLOYEVELO TOU TEALKOU UALKOU, TO KOOTOC €KTUMWONG, TO
HUNXOVLIOUO Bpaliong KATL. CUVAPTHOEL TTAVTA TWV EETA(OUEVWY HETABANTWV.

Onwg Ba e&nynBel avaAutikotepa oto umokeddlalo 5.1.2, éva TOAU XPrOLUO OpPXLKO
CUUMEpaOoUa €lval Twg to mocooto mAnpwong (Infill %) mailel mMOAU onupaviikd poAo ot
HUNXAVIKEG LOLOTNTEG Kal TG eMNPeAlel MOAU TLO AUECO O OXEON ME TN ywvia ektumwong (Infill
Angle). AkplBwG To (610 LoYVUEL KaL YLA TLG TIEPLOCOTEPEC AANEG LOLOTNTES TWV SOKLUIWY, OL OTIOLEG
BéBawa dev Exouv AUEDN OXEDN ME TLG LNXOVLKEG LOLOTNTEG AAAQ Elvall oNUAVTLKO va avadepBouv.

‘ETol yla To oKomo auto, dnuloupyndnkav ta moapakdtw Staypappata «Radar Charts», ta onola
anelkovilouv TIG SLadopEg HETAY TWV TLHWV OE CUYKEKPLUEVES LOLOTNTEC yLa TO (610 UALKO, TO
(6lo mooootd mMANpwong aAAd yia SladopeTikn ywvia ektunwong. Ta Sdlaypdppata autd
BonBnoav onuavtikd otnv e€aywyrn TwV TMAPAKATW YEVIKWY CUUMEPACUATWY KOl ylo ta Suo
UALKQ:

e O xpoévog eKTUTWONG UEWWVETOL onUaviika (amd 10 éwg 50 Aemtd) yla Stadopetiko
Mooootd MANRpwong. Oco mo MOAU QUENCOUUE TO TOCOOTO TANPWONG, TOCO TILO
xpovoBopa Ba ival n ektumwon.

e Avtibeta, n ywvia ektinwong daivetal va punv ennpealel kKaBOAOU To XpOVO EKTUTIWONG
yla otaBepo mocooto MARPwong .

e To KOOTOC TNG EKTUTIWONG AUEAVETAL ONUAVTIKA PE TNV AUENGCN TOU TOc0oToU MARPWONG.
XapaKTnpLoTKA, yla otabepn ywvia ektunwong, n dtadopd oto UAKOG TOU VAUATOG
UALKOU TTOU atatLteltal ylo tnv eKTUTIWoN €VOG SokLpiou Le Tooooto mARpwong 50% kat
€voG Sokipiou pe mooootd mAnpwong 100%, umopei va ptaoel €wg Katto 1 pétpo. EUKoAa
CUUTEPALVOULLE TTWG OE TILO HEYAAN KALLOKO EKTUTIWOEWV (BLOUNXAVLKH TT.X.), TO TOCOOTO
TIANPWONC TAEL ONUAVTLIKO TIOPAYOVTO KOOTOUC TTOU TIPETIEL VOL LEAETATAL.
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e AvtiBeta, n ywvia ektimwong emnpealel eAdxlota €wg Kot KaBOAou To KOOTOG TNG
EKTUTIWONG, KAOWC TO UAKOG VALATOG TIOU MALTELTOL Yot SU0 EKTUTIWOELG SOKLUiWY (SLou
TocooTtol MANPWonNG 0AAA SLaPOPETLKAG YwVIaG EKTUTIWONG Elvat oxedov to idlo.

e H amokAlon Twv SLACTACEWVY TOU TEAIKOU EKTUTIWHEVOU SOKLULOU Ao TLG SLOOTACELG TOU
apxelou CAD eival OXETIKA LKPN EWG KoL ApeANTEQ Yo 0XESOV OAEC TLC EKTUTIWOELG TIOU
npaypoatonoonkav. NMapol’ autd OuwE, TAPATNPABNKE W ylo TILO «TIEPUTAOKEGY
YWVieg ektUnwong, utnpxe eAadpwg HeyaAUTeEPN AmMOKALON OTIG dlaoTaoels. ETol, Ta
Sokipla mou eixav ywvia ektomwong 45 f 75° elxav peyaAlutepn OmOKALON OTLG
Sl00TACELG TOUG MmO QUTEC TwV avtiotolywv apxeiwv CAD. AvtiBeta, ywa ywvia
ektumwong 0°, mapatnpnBnke os 6Aa ta Sokipla oxedov Undevikr amokALon.

e Hopoloyévela tou Sokipiou daivetat va pnv emnpealetal oxedov kabBoAou amo t ywvia
EKTUTIWONG, AAAA £€QPTATAL GNUAVTLIKA OTTO TO TOG00TO NMARpwong. Oco 1o peyan lvat
N TLUA Tou TooooTtol MARPWONG, TOOO TILO CUMTIOYEG KOL OLLOLOYEVEG £lval TO SOKipLO.
XOpOKTNPLOTIKA, TO SOKIULO yla To UAKO PLA pe ywvia ektumwong 45° kol mocooto
mANnpwong 100% eivol MOAU TILO OOLOYEVEC OOV OVTIKEIUEVO CUYKPLTIKA PE TO SOKIULO
PLA pe tnv (6la ywvia ektunwong aAAd pe mTooootd mAnpwong 50%.

e [lapdAAnAa, pe TNV avénon TNG Ywviog eKTUMWONG, MOPATNPAONKE PECW TNG OTTIKAG
HIKpOOKoTiaG avénon avemBuuntwyv ¢alvopévwy, Onwg m.x. To «cobwebbing» f to
«warpage», mou oxetilovtatl pe tn SLAKUPAVON TNG OYKOUETPLKAG TAPOXAG KAl TNV
Snuoupyla MapapEVOUOWY TACEWV AOYw avopolopopdng Puéng tou uAtkou MmopoU e
6nAady va OUUTIEPAVOURE, TWC YO TIO «TEPUTAOKEC» VYWVIEC €EKTUMWONG
napouaotalovtol MePLooOTEPA aVETOUUNTA Palvopeva TNG TELOLAOTATNG EKTUTIWONG.

e To nmoocootd nARpwong daivetal va ennpealel tnv epudavion Té€tolwv davopevwy. MNa
HUEYAAEG TIMEC TNG TIAPAUETPOU QUTHCG, EXOUUE €VTOVOTEPN £UdAVION OKEBPWONG Ko
LOTWV.

e Ooov adopd t™ BOpavon, ta Sokipa amd Carbonfi™ noapouvciacav Waitepa
avopolopopodn emdpdvela Bpavong oe oxEon Ue ta Sokipla amno PLA.

o Ouetetalopeveg petaPAntég 6 daivetal va emnpedlouv Toug pnxaviopoug Bpavong oe
HULKPOOKOTILKO emtimedo, kabBopilouv OUWE TN LOKPOOKOTILKN UNXOVLKI) cupnepldopd.

MNapakatw napatiBevral ta dtaypappata «Radar Charts», ta onoia anewovilouv Tt StadopEg
HETAEL TWV TLUWV OE CUYKEKPLUEVEC LBLOTNTEC yLa TO (610 UALKO, TO 1610 T0C0OTO MARPWONG KAl
SladopeTiki ywvia eKTUTIWONG:
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IFPLA50%, 0 angle  3FPLA50%, 45 angle  i:PLA 50%, 75 angle

Ultimate Tensile Strength
8

Amokhion ano apyeio CAD Xpovoc EKTUTTWAONC

Edappoysc YAkot Kootog ektimwaonc

7
6
5
4
3

Omtkn MikpookoTtio -

AverBounta dawvopeva 2bdhua

Opoloyévela YALKOU Stress at Fracture

Young's Modulus Maximum Elongation at Break

Opohotnta Bpavonc

Awdypappa 5.1: Z0ykplon dokiuiwv PLA pe 50% moocooto mAnpwaong yla SLadpopETIKEG YWVIES
EKTUTIWONG
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IF CarbonFil 50%, 0 angle ¥ CarbonFil 50%, 45 angle 1+ CarbonFil 50%, 75 angle

Ultimate Tensile Strength

Amokhion ano apyeio CAD Xpovoc EKTUTTWAONC

Edappoysc YAkot Kootog ektimwaonc

Omtkn MikpookoTtio -

AvemBUpunTa dovopeva T Zddpa

Opoloyévela YALKOU Stress at Fracture

Young's Modulus Maximum Elongation at Break

-
.
.
.
paL I
-
L)
.

Opohotnta Bpavonc

Aldypappa 5.2: T0ykplon Sokiwv CarbonFil™ pe 50% mooootod MARPWONG Yo SLAPOPETIKES
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5.1.2 JUMTTEPACUATO VIO TV EMLPPON TWV EEETAlOUEVWV MOPOUETPWV OTLC UNYXOVIKEC
WSLotnNTEC

Katd tnv amotipnon twv amoteAeopdtwv and tn Sokiurn epeAkuopol yla ta SU0 UALKA
KATAANEQE OE OPKETA CUUTIEPACHATA OXETIKA LE TOV TPOTIO TIOU eMNPedlel KABe pia amod Tig
e€eTA{OUEVEC TIAPAUETPOUG TIC UNXAVIKEG LOLOTNTEG TOU AVTIKELUEVOU POG. H oxeTikn oulntnon
avamntuxbnke avaAUTIKA OTO T(PONYOUHEVO KEDAAALO.

MNa tnv e€nynon Kot Katavonon Twv CUUMEPACUATWY TTou eENxOnoav amnod tnv enefepyacia twv
QMOTEAECUATWY TNG SOKLUNG EHEAKUCHOU, TTAPATIOEVTAL OL TIUEG TWV UNXOAVIKWY ELOTATWVY yLa
Ta 800 UAKQ, yLa TG SLAdOpPEC TIUEG TWV EEETATOUEVWV TIOPAUETPWV.

ZTOV TAPAKATW TIVAKA TTAPOUCLATOVTAL OL TLUEG TWV KNXAVIKWY LOLOTATWY Twv SoKiuiwy PLA:

Mivakag 5.1: TUWEG TWV HNXAVIKWY OLOTATWY TwV SoKIpiwv PLA

Infill | Infill | max Stress | max €% Young’s | Stress at
% | Angle | (N/m?) Modulus | Fracture (N/m?)
(N/m?)

50 0° 3,27E+08 2,755455677 | 1,76E+10 | 3,21E+08

50 45° 3,07E+08 3,261992075 | 1,29E+10 | 2,70E+08

50 75° 3,21E+08 3,117208043 | 1,58E+10 | 2,80E+08

75 0° 3,98E+08 2,850045352 | 2,05E+10 | 3,70E+08

75 45° 3,60E+08 3,072570219 | 1,75E+10 | 3,23E+08

75 75° 3,56E+08 2,890963357 | 1,94E+10 | 3,25E+08

100 | 0° 6,24E+08 3,117208043 | 2,51E+10 | 6,15E+08

100 | 45° 6,13E+08 3,329141408 | 2,50E+08 | 5,56E+08

100 | 75° 5,77E+08 2,972666517 | 2,41E+10 | 5,76E+08

JTOV TAPOKATW Tivaka Mapoucldlovial Ol TIHEG TWV HUNXOVIKWV LOLoTNTWV Twv SoKLUiwv
Carbonfil™:

Mivakag 5.2: TIHEG TWV HNXAVIKWY OLOTATWVY Twv dokipiwv Carbonfil

Infill % | Infill max Stress | max €% Young’s Stress at
Angle | (N/m?) Modulus (N/m?) | Fracture
(N/m?)
50 0° 3,48E+08 1,646153 3,65E+10 3,44E+08
50 45° 2,45E+08 1,914777 2,05E+10 2,43E+08
50 75° 3,21E+08 2,138763 2,97E+10 3,19E+08
75 0° 4,89E+08 2,174367 4,26E+10 4,77E+08
75 45° 4,13E+08 2,139294 3,49E+10 4,00E+08
75 75° 3,55E+08 2,491216 2,73E+10 3,52E+08
100 0° 6,51E+08 2,401409 4,90E+10 6,45E+08
100 45° 5,40E+08 2,495201 3,95E+10 5,40E+08
100 75° 4,65E+08 2,323269 3,08E+10 4,57E+08
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H péyiotn avroxn oe edbeAkuopo (Max Stress) emnpealetal MOAU MEPLOCOTEPO ATO TNV TLUNA
Tou moocootou MARpwong (Infill %) mapd anod ) ywvia ektunwong. OMwE AMOTUTIWVETAL KAL 0T
Staypappoata tou kedpalaiov 4.2 , 600 aufAveTal TO TOCOOTO MANPWONG TOCO AUEAVETAL KAl N
HEylotn avtoxn o€ epeAkUoUO. MO OUYKEKPLUEVA, N UEYLOTN TUA TNG €V AOyw LOLOTNTOG
napatnenOnke yla moocooto mAnpwong 100% kat yia ta Suo UAKA, og ywvia ektimwong (Infill
Angle) 0° . MapatnpoUue emiong ylwa tn HEylotn avioxn oe epeAkuopud (Max Stress) OtL av
KPATAOOUUE O0TABEPO TO MOCOOTO MANPWONG, TOTE N AVWTOTN TN TNG AVIOXNG BploKETAL KaL yLa
Ta 800 UAKA oTnv XaunAotepn duvarth ywvia ektuniwong, SnAadn tig 0°.

MNa to pétpo ehaoctikotntag (Young’s Modulus) ta cupnepdopata eival (la pe autad yla ™
HEYLOTN avTtoxn o€ epeAKUOpO. AvaAuTikotepa, To Young's Modulus maipvel Tnv avwtatn TN
TOU Kal yla tat SU0 UALKA yla TocooTto mARpwong 100% kat 0° ywvia ektUTwong. Avtiotolya Je
TPV, KPATWVTOG oTabepd TO TOOOOTO MARPwoNnG, n ywvia sktunmwong divel avtiotpoda
amoteAéopata: yia otabepod mooooto mAnpwong (50%, 75%, 1 100%), n péylotn T tou Young's
Modulus cuvavtatat yia ywvia ektonmwong 0° . AkplBwg ota iSla cupnepdopata KataAnEape yo
TN HEYLoTN TAon Tou propel va §exBel to UALIKO tpoTtoL ondcel (Max Stress at Fracture).

Ooov adopad tnv mooootiaia empvknvon (Max Elongation), Ta cupnepaopata dtadpépouv. H
UEYLOTN TTOCOOTLALA ETILUAKUVON CUVOVTATOL KoL Yo Tot SU0 UALKA yLa TooooTto ARpwong 100%
(6mwcg Kat yla TG AAAEG UNXOVIKEG LOLOTNTEC), aAAQ Yl ywvia ekTUTIWoNG 45°. Apa n T TG
TIOCOOTLOLAG EMUAKUVONG AUEAVETAL AVAAOYQ LE TNV aVENCN TOU TOCOOTOU TTAPWONG, KATL TTOU
Ouwg dev LoYUEL Kal yla TN ywvia ektunwong. Ot ToAAEG KAl SLOPOPETIKEG SLOKUAVOELG OTLG
TIHEG TNC ETLUNAKUVONG Yl 0TaBgpO MOCooTO MANPwWong, dev umopolv va pog Bonbricouv va
KataAn&oupe oe aoPOoAEC CUUMEPOOUO OXETIKA HE TO MWE UETOBANAETAL N TIUA TNG ATO TNV
ETPPON TNG Ywviag ekTUTWONG. TOo HOVO CUUMEPOOCUO TIOU UMOPEL KAVELG va eKPPACEL UE
olyoupld eival mwg n HEYLOTN TOCOOTLAL ETLUAKUVON OCUVAVTATAL OTLG 45° Kal yio Ta U0 UALKA,
0€ oLUVOVOONO e TTOo0OTO TANPwong 100%.

Onwg daivetal Kal 0TOUG MAPAKATW TIVOKEC, Ol BEATIOTEC TLUEG YLOL TIG LNXAVIKEG LOLOTNTEC Max
Stress, Young’s Modulus, Stress at Fracture Bp€bnkav kot yla ta SU0 UALKA yLa TLLEG TTAPAPETPWY
moootol MARpwong kat ywviag ektumwong 100% kat 0° avtiotolya. Amo tnv GAAN TAeupd ooV
adopd tn péylotn duvatn moocootiaia emunKuvon, auth Bpébnke kal yla ta U0 UAKA OTO
ouvbuaopuo 100% kat 45°.
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Mivakag 5.3: BEATLOTEG TIUEG yLa Tat SUO UALKA

YAKO Max Stress | max €% Young’s Stress at
(N/m?) Modulus (N/m?) | Fracture (N/m?)

PLA 6,24E+08 3,329141 2,51E+10 6,15E+08

Carbonfil™ 6,51E+08 2,495201 4,90E+10 6,45E+08

Ta oupnepaopata cuvoilovtal MoPaKATW:

0Ooo auvéavetal to mooootd mANpwong (Infill %), tooo avfavetal kat n HEyLoTn avtoxn o€
edeAkuopd (Max Stress).

MNna otabepr ywvia ektunwong, 600 aufAvetal TO MOCOOTO MANPWONG, OL TLUEG TNG
gTuAKuvong kat tou Young’'s Modulus mapouacialav emiong avénon yia to Carbonfil, evw
yla To PLA n emunkuvon nmapouciaos SLakuUAVOoELC.

MNa otaBepd MOCOOTO MANPWONG, 000 AUEAVETOL N YWVIiA EKTUNIWONC, TOOO UELWVETAL N
HEyLoTn avtoxn o€ epeAkuopd kat To Young’'s Modulus.

Me av&non ¢ ywviag ekTUMwong umo otabepd MOCOOTO MARPWONG, mapatnenOnKe
avénon Kol TNG EMUNKUVONG HEXPL Kol TIG 45° yia to PLA kat péxpl tig 75° yua 1o
Carbonfil™,

To Carbonfil™ napouociace uPNAOTEPEC TIHEC OE OAEC TIG UNXOVIKEC LELOTNTEC EKTOC ATO
TNV HEYLOTN EMLUAKUVON, OTtoU To PLA £6woe TOAU pPeyaAUTEPEG TIHEC.

To nmocooto mApwong daivetat va mailel TOAU MO CNUAVTLIKO POAO OTLG TLUEG Ttou Ba
AABOUV oL UNXAVIKEC LBLOTNTEC O OXEON LLE TN YwVia EKTUTTIWONC.
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5.1.3 TUykplon pnxavikwv tdotitwv PLA kot Carbonfil™

MNapatiBevral apXLKWE OTOV MAPOKATW TVAKA OL BEATLOTEG UNXAVLKEG LOLOTNTEC YL Tat U0 UALKA
gexwplota:

Mivakag 5.4: BEATLOTEG LNXAVIKEG LOLOTNTEC yLa Ta U0 UALKA

YALKO Max Stress | max €% Young’s Stress at
(N/m?) Modulus (N/m?) | Fracture (N/m?)

PLA 6,24E+08 3,329141 2,51E+10 6,15E+08

Carbonfil™ 6,51E+08 2,495201 4,90E+10 6,45E+08

MopatnPoUHE TIWE Ol MNXOVLIKEC BLdTNTEG Tou Carbonfil™ uneptepolv évavtl auvtwv tou PLA
TIANV TNG MOCOOTLALOG ETUUAKUVONG, OTIOU TO PLA £€6woe TLUA ONUOVTIKA PEYAAUTEPN OO QUTH
tou Carbonfil™. Onwc¢ avadépdnke, ot BEATIOTEC LBLOTNTEC KaL Yo Ta SU0 UAKA BpéBnkav yla
TWEG TwV Tapapétpwy 100% mocooto mAnpwong kat 0° ywvio eKTUTWONG €KTOG amd TtV
nocooTtLala emunKuvon mou Bpédnke otig 45° ywvia ektunwong kat 100% mocooto mARpwaon .
Juunepaocpatikd, to Carbonfil™ Sivel Ti¢ KAAUTEPEG UNXAVIKEG LBLOTNTEC 0 oUYKPLON HE TO PLA
EKTOG Qo TNV ocooTlaia empnkuvon. MW umopouv OpwE va e€nynbouv Ta mapandavw;

Onwc avadépbnke os mponyoupevo kedpdAato, to Carbonfil™ eivat evioxupévo Glycol-Modified
Polyethylene Terephthalate (PETG) pe iveg davOpaka. KoatoaAofaivel kaveig Aoutodv, nwg
ouykpivovtac ta U0 UALKA TToU pag amaoxoAnoav otnv mapoloa epyacia, to PLA dev mepléxel
EVIOXUTIKA eykAsiopata, os avtiBson pe to Carbonfil™. Ou iveg dvBpaka mou mepLéXeL To
Carbonfil™ srudépouv peyaUtepn avtoxr os Bpavon og olyKpLon HE To armAd PLA yia Adyoug
mou e€nynbnkav og mponyoupevo kedpalato. To kabBlotouv dnAadr) Lo avoxLlKO O TACELG TTOU
aokoUvTaL KOTA Tov €HEAKUOUO 1] AAAEG UNXAVIKEG SOKLUEG. OAa Ta MopamAvw amoTeAoUV Uia
g€nynon tng untepoxnc tou Carbonfil™ évavtl tou PLA otn péylotn avtoxr os speAkuopo (Max
Stress), oto Young’s Modulus kat otn péylotn avtoxn oe Bpavon (Max Stress at Fracture).

Ooov adopd Opwg ™ BEATIOTN MooooTiaia empikuvon (Max Elongation %), BAémoupe mwg To
PLA uneptepei onuavtikd évavtt tou Carbonfil™. Autéd pnopei va e€nynBei Mol ar\d yia Svo
Aoyouc:

e Onwg avahuBnke oto ponyoLuevo kedbdhato, n Bpavon Twv Sokipiwv tou Carbonfil™
Atav moAU Yabupn, evw n Bpavon twv Soklpwv amd PLA éywve mo otadlokd. H
Pabupotnta avtr mailet oAU onpavtikd poAo otnv empnikuvon: Oco o Pabupod sival
€va OTIOLOSATIOTE AVTIKE(UEVO, TOGO TILO LKPI) QVOULEVETAL VO ELVAL N ETILUAKUVON TOU.
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e H O&eltepn €€nynon EykeltalL otnv mopoucio Wwv Avbpaka OTOo E0WTEPLKO TOU
Carbonfil™. Onw¢ daivetatl and Ti¢ KOVES TG NAEKTPOVIKAG HUIKPOOKOTILOG, UTIAPXEL
€VIOVN OMOKOAANGN TWV VWV OO TNV TIOAUMEPLKN) HNATPQ, EVOELKTIKN TNG KOKAG
OUVAPELOG TIOU QUTEC QVATMTUOOOUV HE TNV TIOAUMEPLKN) HATPA. AUTO ETUTPEMEL TNV
EUKOAOTEPN QUTOOTIOON 1] OUTOKOTI) KOMMOTLWV oMo OUTEG KoL KT EMEKTOON TNV
EUKOAOTEPN -amo anon enBoARg TAoONG- KAl Lo anotoun Bpavon Toug.

JUUMEPACHATIKA KataAryoupe oto £€A¢: To Carbonfil™ é€xel kaAUTEPEC PNXAVIKEG LOLOTNTEG
ooov adopa tnv avroxn tou oe enipoln doptiou (Max Stress, Max Stress at Fracture, Young's
Modulus) cuykpLtika pe to PLA kot apa Ba TPETEL va MPOTIUATAL OE KATAOKEVUEG TIOU AOLTOUV
ovtoxn o€ SUVAUELG Kal TAOELS. ATtO TNV AAAN TIAEUPA OUWC, OTAV OTOULTOULEVO €LVl N LEYAAN
ermupnkuvon (Max Elongation %) oe pia kataokeur, tote to PLA umteptepel.
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5.1.4 IUYKPON MUNXOVIKWV  WOLOTATWV  TtPldLldotata  EKTUNRWUEVWVY  SoKLUiwv
edeAKUOHOU Kol SoKWiwv £PEAKUGUOU  KOTOOKEUOGUEVWV UE  KOVOVLKEC

pnebodoug

Elval apketd onuavtikod va Yivel emiong pia amAr ocUyKpLon TWV TLILWYV TWV UNXOVIKWVY LOLoOTATWY
TWV TPLOLA0TATA EKTUTIWHEVWY SOKLiWVY TIou BpeBnKav Katd TG SOKLEG EGEAKUOUOU UE TLG
BBALOYPADIKEG TIHEG TWV HNXOVIKWV LOLOTATWV yLa Tat SU0 UAKQA, OTav oL SOKLUES EDEAKUCHOU
€XOUV YilVEL 0 SOKIULO TTOU €XOUV KATOOKEVOOTEL e oUMBATIKEG peBOSoUC Hopdormoinong. H
ouykplon autr Ba Bondnoel va katavonooupe tn Sdtadopd TWV KAVOVIKWY KATACKEUWV OF
ouyKplon Me TG 3d KATAOKEUEG. KATL TETOLO €lval TOAU ONUOVTIKO Yld TG TIEPLOCOTEPEG
edapUoyEC TOU TPLOLACTATOU EKTUTIWTI OMOU QUMALTOUVTAL KAAEG UNXAVLKEG LOLOTNTEG, OTWG
OVTOXN OE TAOELG, ETUAKUVON KATL. XOPAKTNPLOTIKO TIOPASELY A EIVAL N KATAOKEUT YEGUPWV UE
TN XPHon TPLOLAOTATWY EKTUTIWTWVY UEYAANG KALLOKAC O XwpPeG Omwc N OAavsia kal to BEAylo,
omou npodavwe amatteital n yvwaon Kot n npoPAedn Twv UNXavikwy WBLotntwyv Twv dtadopwv
UALKWV TIOU XPNOLUOTIOLOUVTAL KATA TNV TPLOLAOTATN EKTUMWON TWV ETIUEPOUC HEPWV TNG

yédupag.

‘EToL, OTOV MAPAKATW Tivaka mapatiBevtal ol BEATIOTEG TIHEC TWV UNXAVIKWY LOLOTATWV TIOU
Bpnkape ylo ta U0 VALKA KaBw Kat ot BLBALOYPADLKEC TILEG TWV AVTIOTOLXWV LOLOTATWV:

Mivakag 5.5: BEATIOTEG TILEC TWV LNXOVIKWVY LSLOTATWV yla ta U0 UALKA Kal ot BLBALoypadLKEG
TILEG TWV AVTLOTOLXWV LOLOTATWV

YAwko Max Stress | Elongation (%) | Young’s Stress at
(N/m~n2) Modulus Fracture
(N/m~n2) (N/m~n2)
PLA 6.55 *10°8 10 3.54*10710 5.61*1078
3d PLA 6.24*1078 3.32 2.51*10710 6.15*1078
Carbonfil™ - 5 - 5.25*%10/8
3d Carbonfil™ - 2.49 - 6.45*1078

Mo to UAko Carbonfil™ &g BpgOnkav BIBALOYPADIKES TIEG YL TN LEYLOTN AVTOXH OE EPEAKUOUO
(Max Stress) kat ywa to Young’'s Modulus. Emiong eivotl mMOAU ONUAVTLKO VOl TOVIOTEL, TWG
ouyKpivape TG BLBALOYPADLKEG TLUEG PE AUTES TWV SoKLiwy pe 100% mocootd mARpwong, Kabwg
€tol e€aodaliletal n aflomotia TnG olykplong. Mo ouykekpluéva, OAa ta Sokiula Tou
urnoBaAAovtal o SokUEG edpeAKUOUOU cUUPWVA UE TIG Baolkég peBddoug TnG EmoTAUnG Twv
YAkwV (OxL ektuTtwpéva dnAadn) elvat cupmayr He EAAXLOTOUC TOPOUC. ETOL KPLVETAL OWOTO yLa
TOUC oKOTIoUG NG oUYKPLONG, va eEETOOTOUV Tal SOKIULO PE TTOOOOTO TIANPwong 100%, kabwg
outa ivat mo Kovtd ano anoPng Sourn ota Kavovika SokipLla Tou XpnoLUOomoLlouvTal yia ToV
epeAkuopo.
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Mapatnpoupe Aomdv we Kat yla to SUo UAWKA, ot BLBAloypadkeg TIUEG yla TNV TtocooTlaia
ETUUAKUVON KATA ToV £HEAKUOUO €lval TIOAD PeyaAUTEPEG amd aUTEC TToU BpEOnKavV KATA TIG
SOKLUEG EPEAKUOHOU TWV TPLOLACTATA EKTUTIWHEVWY SOKLUiWY. OL TIHEG yLa TN HEYLOTN avToxN
o€ ePpeAKUOUO yLa TO UALKO PLA &€ Slad£pouv onUavTIKA, EVW yLa TNV LEYLOTN avToxn o Bpauvon
napatnpeital pia eAadppwg peyaAlTepn TIUN yla ta TpLdldotato eKTUTIWHEVA dokipta. TEAOG,
onuavtikny dtadopad nmapouotdaletal yia to UAIKG PLA otnv tiun tou Young’'s Modulus, émou ta
TpLdlaotarta ektumtwpéva dokipta daivetal va €xouv amod 35% €wg 50% XAUNAOTEPEG TLUEG
OUYKPLTIKA Pe Ta SokiuLa.

JUVETIWG HUMOPOUME va KATAANEOUUE Ot €va Kol HOVOSIKO CUUTIEPAOHA, KABWG OE TPELS
unxovikeg Wdotnteg (Max Stress, Elongation, Young’s Modulus) ta tpldldotata eKTUMwHEV
SOK{pLO UOTEPOUV ONUAVTIKA €VAVIL TWV KATOAOKEUOOUEVWV EVW OTNV HUEYLOTN QVIOXH O€
Bpavon (Stress at Fracture) uneptepel eAaxiota. EToL, To povo acPaléG CUUMEPACHA ELVAL TIWG
10 PLA aM\d kat to Carbonfil™ mou ypnowomnoin®nkav oméd 1o €pyocTApLO TOU TOUED TNG
Emotiung twv YAKKWV yla TPLSLA0TOTN EKTUTIWON YO T CUYKEKPLUEVEG TIAPAUETPOUG TIOU
ETUAEXONKOV UOTEPOUV APKETA OTNV UEYAANG ONUOCLAg UNXaVIKA BLOTNTA TNG EMLUAKUVONG KO
eAadpwg otnV PEYLOTN avtoxr o€ EHEAKUCUO KOL APA YLO. KATOOKEUEG e OEPUOTTAQOTLKA UALKA
TIOU QTaLTtoUV avtoxr Kal acpaiela Oa mMPEMEeL va YIVETAL TPOCEKTLKA PUOULON TWV TOPAUETPWV
EKTUTIWONG ELTE VA TIPOTIUWVTAL CUUPBATIKEC LEBOSOL LOPPOTIOINCNC CUUMAYWY AVTIKELUEVWV.

To MopAMAvVW CUUMEPACHA LOXUEL POVO YLO TNV TEPIMTWON TwV TPLOLACTATA EKTUTTWHUEVWV
OVTIKELLEVWV ATIO TOL UALKA QUTA OTLG OUYKEKPLUEVEG TLUEG TWV TIOPAUETPWYV TIOU ETUAEXONKAV.
Ye Kapla mepintwon 6ev UMopEl va YEVIKEUTEL TO CUUTEPACHA aUTO. AvtiBeta, amoteAel lowg
TIPOKANGN yla LeANoVTIKE €peuva N Slepelivnon Kal eE€Taon TIOAAATAWY TLLWV KOL TIOPAUETPWY,
KATL tou Ba Swoel oAU 1o aodaln otolxela yla tnv ev Adyw clykpLon.
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5.2 MeAlovtikn Epsuva

5.2.1 Npotuntonoinon SokUAC EPEAKUGLOU yLa TPLOLACTATO EKTUTTWHEVA SoKipa

H e€€taon Twv PNXavIKwy LOLOTATWY TWV UAKWYV YLa TPLLACTATN EKTUTIWON AMOTEAEL pia TTOAU
onuavtiky Stadikaoia 0To XWPOo TWV KATACKEUWV YEVIKOTEPA. H avdykn yia Tnv mpofAsdn twv
dlotATwyv autwv Ba avéavetal 6Ao Kal TEPLOCOTEPO OTO UEANOV KOBWC N TPLOLACTATN EKTUTIWON
AapBavel ohoéva Kol TEPLOCOTEPEC ePapUOYECG oTn Blopnyxavia. Omwe og OAEG TIC KATAOKEVES
TIou amaltouv acdalela yla tov avBpwro kat to mepBariov, €10l Kat 6w, o Mnxavikog Ba
TIPETEL VA YVWPIlEL €K TwV TPOTEPWVY Mol Ba elvat N avtoxr tou UAKOU Tou TPOKELTOL VOl
XPNOLLOTIOLNOEL YLA io KOTOOKEUT EUPELAG KALLOKAG.

KataAiyoupue Aowmdv oto oupmépacpa, nw¢ n dwadikacia tng SoKWWAG ePeAKUCUOU
TPLOLACTATA EKTUNIWHEVWVY SOKIUIWY aAAA Kot OAEG OL UTTOAOLTTEG SOKLUEG UNXAVLKWVY LELOTATWV
™¢ Emotiung twv YAikkwv Ba mpémel va mpotunonolnBolv CUYKEKPLUEVA ylo UALKAQ TOU
npoopilovtal  QmOKAELOTIKA yla  TPWLAoTatn  eKkTtUMwon. 2tnv  mapovca  gpyacia
Xpnotuomnotndnke to mpotumo katd ASTM D_638 Type IV, to onoio adopd yevikotepa Ta Sokipia
a6 BepupomAactika. H dopn OpwG Twv TPLOLA0TATA EKTUTIWHEVWY OSOKIUIWY €XEL PeyAAn
Sladopd amd AUTAV TWV KOVOVIKA KATOAOKEUOOMEVWVY OOKIUIWV Kal auto Oev Umopesl va
Bewpeital apeAntéo. Na acPaAoTtepa CUUTIEPACHUATA KOL TILO QELOTILOTEC TIUEC UNXOAVIKWV
dlotnTwy, Ba mpémet va SnuoupynOel Eva mPOTUTO yia SOKIUEG EPEAKUCUOU ATIOKAELOTLKA YLa
UALKQ TtpO¢ TPLSLAOTATN EKTUTIWON.

H peA\ovTikn €peuva MAVW O0TO KOUUATL TNG AVTOXNG TwV YAIKWVY oTNV TpLdlactatn eKTUMwWaon
Ba mpémel va otpadel mMAvw O auth TNV MpoTuTonoinon, kabwg €tol Ba odpaylotel n
alomiotia Twv TPLOLACTATWY EKTUTIWOEWY 600V adopd TNV achAAEla TwV avOpwmwy Kal TV
avtoxn TwV Kataokeuwv. AKoAouBovTag TIG KatdAANAeg mpotuTes Sladikaoieg, n EmotAun Twv
YAlkwv Ba mpémel va KAAUPEL TO KEVO AUTO TIOU UTIAPXEL PEXPL OTLYMNG. H mBavh autn
HEAAOVTIKN €peuva amoteAel mapdAAnAa TPOKANGN YL TOUC eVOLADEPOUEVOUG EPEUVNTEG Kall
ETUOTAMOVEG TToU B€AoUV va aoXoAnBoUV e TNV KOLVOTOUA TEXVLKA TNG TPLOLAOTOTNG EKTUTIWONC,
adrvovtag napdAAnAa €va MOAU GNUOVTIKO £pY0 KOL EYXELPLOLO yLa TOUG EMOUEVOUG OAAQ KOl
yla tnv bla tnv Emotiun twv YAKwv.
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5.2.2 Aigpsuvon TthG E£Mpponc MOAAANMAWY TOAPOUETPWY TOAAATMAWY TIUWV OTLC
UNXOVIKEC LOLOTNTEC UE OTATLOTIKO GXESLAOUO TELPAUATOC

JTnv mapouvoa gpyaocia, e€eTaotnke n enppon duo povo napapetpwy (Infill %, Infill Angle) otig
HUNXOVLKEG LOLOTNTEC TPLOLAOTATA EKTUTIWHEVWY SoKluiwy. Zadwg, oL ev AOyw MAPAUETPOL
nailouv Oonw¢ mpoavadEpOnKe TEPAOTIO POAO OTIC UNXAVIKEC LOLOTNTEG €VOC EKTUTIWHUEVOU
OVTIKELLEVOU. MapoN” autd OpwE, uTtapXeL TANBWPO AAAWYV EMICNG ONUOVTLIKWY TTIOPAUETPWY TNG
TPLOLACTATNG EKTUTIWONG, OL OTIOLEG EMNPEATOUV TN SOWN KAl Apa TN UNXOVIK CUUTEPLPOPA TWV
KATAOKEUWV EVOG TPLOLAOTATOU EKTUTIWTH. Ocov adopd Aotdv tnv mpoPAedn TwWV UNXAVIKWV
LOLOTNTWV TPLOLAOTATA EKTUTIWUEVWY QVTIKELLEVWVY 1 TN BeATioTtomoinon auvtwy, Ba ntav moAu
onuavtiki pia mbavr) Slepelivnon Kal Twv UTtoAoinwyv mapapétpwy. Etol, Ba umapyel pia mo
odalplkn Kat OAOKANPWHUEVN Arodn yLo ToV TPOTIO IOV EMNPEAIOUV OL TTAPAUETPOL TN UNXAVLKH
ouuneplpopa. Apa, pio mbavr LeAAOVTLKA £pEUVO OXETLKN LLE TNV TApoUoa pyacia, Ba eival n
g€étaon OAwv 1 MOAAMAWY TAPOUETPWY UETABAAAOUEVWY TIUWV KAl N EMPPON TOUG OTIC
HUNXOVLKEG LOLOTNTEC TwV SoKipiwv. MapdAAnAa, pe tn BonBela TNG ITATIOTIKAG, OTWG TL.X. KE TN
XPNon mpoypapudtwy availuong tng Siakvpavong (ANOVA), Ba eivat Sduvath kat n
BeAtioTOoMoOlNGN TWV TMAPAUETPWY QUTWV KABWE Kal N EVPEC TWV EMIBUUNTWV TILWV KABE piag
QIO QUTEC AVAAOYQ LE TIG UNXAVLKEG LOLOTNTEG TTOU BEAOUE VO TTETUXOULE.

TéNog, pia emiong onuavtikn €peuva Ba Atav kot n Slepevivnon TNG emppong Twv Sltadopwv
TIAPAUETPWY KOL O AANEG UNXOAVLKEG LOLOTNTEC. MNa va Xopaktnploel KAveig Tn HNXOVIKA
oupumnepldpopd evog UALKOU, dev apkel povaxa n dokipn edeAkuopol aAAd kat aAeg Eioou
ONUOAVTLKEG UNXAVIKEC SOKLUEC. Zuvoilovtag tn okEPn auth, n LeEAAOVTLKNA €peuva Ba pmopouoe
va otpadel oe pia mo supela €ktaon, omou OxL povaxa Ba efetaloviav 600 to Suvatov
TIEPLOCOTEPEC TIOPAUETPOL TNG TPLOLAOTATNG €KTUMWONG, aAAA TapdAAnAa Ba  ywotav
OTATLOTIKOG OXESLOOUOC TOU TELPAUATOC AAAQ KOL XOPOKTNPLOMOC TWV UNXAVIKWY LOLOTATWV
HEOW AAAWV HeBOSWY, Onwg n dokiun epeAkucuoU, n dokiur okAnpotntag, n Sokun Kkpouong,
n dokun koémwong kat n Sokiun epruopou. Mpodavwe pia TETola MPWTOMOpa EPEUVA OTTOLTEL
XpOvo kot avBpwrivo Suvaplkd, KooTilel kal Eedelyel amd ta mAaiola piag SUTAWUATIKAG
epyaociag.

ZUVOTITIKQ, OL TIAPAUETPOL TNG TpLdLdotatng ekTuntwong rou xpnlouv Slepelivnong eival:

o AplBuoc etwtepkwyv keALPwV (Number of Shells)
e ‘Yog otpwong (Layer Height)

e [laxog ypappwyv (path width)

e Oepuokpaocia ekBoléa (Extruder Temperature)

e Tayutnta ektumwong (Printing Speed)

e Tayutnta kivnong (Movement Speed)
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