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Euyxaplotiec

H nmapovoa AutAwpatikr Epyaocia skmovhBnke kdtw amo tnv enifAredn tou Kabnyntn K.
Xapttidn, otnv gpguvntiki povada Mponyuévwy, 20vBetwy, Navo YAwv kat Navotexvoloyiag (R-
Nanolab) tou Topéa Emiotung kat TeEXVIKAG TwV YALKWV TNG IXOAN¢ XNUKWY MnXOoVIKWV Tou
EMIN.

Oa nbeha, ya apxn, va euxaplotiow Bepud tov K. Xapttidn yla tv epmiotoclvn mou
Hou €belfe Kal pmopeoa va Yivw PENOC TNEG EPEUVNTLKIG TOU OUASAC YLIa TO SLACTNA EKTTOVNONG
™¢ AUMAWUATIKAG Hou Epyaciag. H sukalpia mou pou §60nke yla va acxoAnbw e £va TOCo
evbladEpov BEpa, Tmou elval oTnV EMITOUN TG Texvoloyiag, elval TEpAoTIa Kal avekTiuntn. Ot
YVWOELG TIOU QTTEKTNOO LECW TNG OWOTNG KaBodrynong eival moAEG kat 6 Ba prmopovoa va Tig
kepSlow o€ TéTolo BaBuo o alAn nepintwon.

Eniong, éva akopa Atopo mou cUVEBAAE €QLPETIKA OTNV EKTIOVNGN TNG AUTAWMOTIKAC
Epyaociag kat Ba nBeha va tnv suxaplotiow Bepud sivat n Yroyndia Awddaktopag EAEvn
lkaptlou. H gumelpla KAl Ol YWWOELC TTOU KATEXEL TIAVW O€ BEPOTA TNG TPLOLACTATNG EKTUMWONG
KOl UAKwV omédelfav mwg NTav To KATAANAOTEPO ATOUO Ylo CUVEPYAOLO TIAVW OTO
OUYKEKPLUEVO BEpa, KaBwc NTav mavtote og B€on va AUOEL amopieg Kal va avTpeTwnicoupe pall
EMTUXWC OTIoLa TIPOBARHATA TIPOEKUTITAV KOTA TN Stadikacia.

Akoun, éva peyoho euyoplotw Ba nbsha va dwow oe OAOUG TOUC EMLOTNHUOVIKOUG
OUVEPYATEC TNG opddag tou R-Nanolab mou dlatnpouoav mavta £va aproviKo Kat GLAKO KALL
cuvepyaoiag, BeTIKNG eVEpPYELAG TIOU e BonBnoe va evtaxbw ypriyopa otnv opada.

TéAhog, BEAw va suxaplotiow Bepud Kot va adlepwow TNV AUTAWUATIKI Hou Epyacia
0ToUG Yoveig pou M. Q\mntidn, @. MaAta, tnv adepdn pou O. Ohmnidou, tov A. KapBaba kat
OTO KOVTVO Hou GIALkO meptBallov kal ayamnuévous SaokAaAoug Kot kabnynteg mou OAa autd
T Xpovia pou TpoodEpave 0 KaBévag He To SIKO Tou ABApPAKL TIC YVWOELS KoL OUEPLOTN
uTooTAPLEN YLa va GTACW WG 0To TEAOG TwV ormoudwv pou oto E.M.M.



NepiAndn

Itn mopoloa AE €ywve n avamtuén evog KwoLKA ylo TNV Kotaokeun, péow 3D printing,
TAEYUOTIKWY Sopwv Safabuiopévou mopwdoug HE TIPOKOOOPLOPEVN KATACKEUAOTIKY Sdtadpoun.
Ykomo¢ G AE gival n olyKpLON TwV TMAEYUOTIKWY SOUWV TIOU KOTOOKEUAOTNKOY LECW TOU KWOLKA
TIOU OvVamTUXONKe OTO €pyaoTnPLo, e avtioTolxeG SOUEG TTOU KATOOKEUAIOVTAL HECW EUTIOPLKWV
Aoylopwkwy CAD/CAM, péow aAyoplOpwv TMOPOUETPOTOINONG KOL QUTOHOTOU UTIOAOYLOHOU TNC
BEATIOTNG KATOOKEUAOTIKAG Slabpopng. H afloAdynon €ylve HEOW TNG OMTIKAG TOPATAPNONG
EKTUTTWHEVWV SELYUATWY OO TLG SLOPOPETIKEG LEBOSOUC OTO OTITLKO ULKPOOGKOTILO KOl CUYKPLONG TWV
VEWUETPLKWY TOUG XAPAKTNPLOTIKWY LLE TNV OVOUAOTIKA YEWMUETPla. O KWLKAC TTou avantuxdnke oto
£pyooTnplo (custom KwdLKAC) €ylve Pe xpron YAWooag mpoypapuatiopol Python kot otn cuvéxela
£yYLVE petatpori o€ G-kwAdLKa, TTou €ival N yAwooa AEIToupyLog TOU TPLOLACTATOU EKTUTIWTH. TO UALKO
KOTAOKEUNC NTaV T0 BpomAaoTiko oAU EPES TTOAU (YoAaKTIKO o€V) (poly-lactic acid - PLA) o popdn
vAUOTOG P oTtaBepr] S1apeTpo. EkTuTwOnKav SOUEG 0pOOYWVILKEG LE TETPAYWVLKO TIOPWOEC Kal SOUEG
KUKALKEG UE OXNUATIOUO TTIOPWEOUC OO TA CNUELX TOUAG OUOKEVTPWY KUKAWV LLE TIC SLAUETPOUG TOUC.
OL TIAEYMOTIKEG QUTEC SOUEC amoteAoUvtov OnmO HUEUOVWHEVEC (veg, oL omoleg evarmotiBevrot
ETUAEKTIKA KoL CUYKOAAOUVTOL KOTA TN SLdpKela TNG eKktUTtwong. Ol mapapetpol mou AndOnkav
UTIOY LV YLaL TN KOTOOKEUN Tou KWwdLKa gival n toxvtnta ektumwong F (mm/min) kat n moootnta UALKoU
niou e€wOBeitaL and tn kedair E (mm), Ta onola opilouv TNV OYKOUETPLKN TTapo)XH). ['a ToV UTTOAOYLOUO
NG MoooTNTAG UALKOU Ttou TIpEMeL va e€wBnBOel og kABe Brua, Bewpndnke og Mpwtn MPooéyylon otL
0 OYKOG TOU UALKOU TIOU ELCEPXETOL LOOUTOL UE TOV OYKO TOU UALKOU TIOU €€£PXETAL O KATAOTAON
TAYHOTOG oo To akpodUGLlo Kal n pon sival opaAn Kot wooBeppokpaclakn Xwpig ¢avopeva
Sloykwong¢. Eniong, Atav anapaitnto va KaBopLoTel éva LOVTEAO yLa TO OXHHO TNG SLATOUNAG TG tvag
otav evomotiBetal mavw otnV eMPAVELX TIOU EKTUTTWVETAL Mol autd To Adyo BewpnBnke nMwg to
oxnUa tng vag katda tnv e€wbnon amo tv KedaAn sival to abpolopa evog opBoywviou kal Suo
NUIKUKALwY. Me Sebopévec TIHEG yla TO UYPOC Kol Ttaxog TNnG ivag kal pe otabepr] SLApeTpo
okpoduoiou Kol SLATOUA TOU VAUATOC €KTUMWONG, £ylvav oL KAatdAAnAol umoAoylopol ylo tov
uTtoAoylopd TG mapapétpou E oe kdBe Brpa. And TG opBoywvikEG SOUEG KaTAoKEUAoTNKaY SUo
turol pe Sltadopomnoinon oto péyebog tou MopwdouC. ITN KUKALKN SOUR KOTAOKEUAOTNKOV ETIONC
SU0 tumol Sopwv amnd custom kwdika, pe dtadopomoincn oto (60¢ TNG SLadPOUNG KAl OTO LOVTEAO
KOTAOKEUNC TwV KUKAWV. EdOoov oL avaykaileg mapAapeTpol oplotnkay Kal ekTunwnkayv ta Selypara,
okohoUBnoe n ensfepyacia toug. OAec oL Sopég mapatnprnBnKav 0To OMTIKO UKPOOKOTILO E OKOTIO
™V afloAdynon ¢ popdoioyiag Twv Wwv, Twv onUelwv oUVEEoNG LETALY YELTOVIKWY TTOPWVY, OAAA
KOLL TN LETPNON TOU MAATOUG TWV WVWV. Ta amoteAéopata €6st€av mwe n opOoywvikn SLaTopn He To
peyaAltepo péyeBo¢ oto TMOPWSOEC TMPOepXOUEVN oMo Tov custom Kwdka eixe T KaAUTeEPN
TMPOCEYYLoN 0To €MBUPNTO amotéAeopa. TGoo N Hopdr TwV VWV, Ta onuela cUVEEoNG TWV MOPWV
000 Kal TO TTAATOC Tou¢ Sivouv LKAVOTOLNTIKA amoteAéopato. TEAOG, TO TTAATOC TWV VWV OE AUTH TN
Soun BpEBnKe OTL £XEL TN LUKPOTEPN TTOCOOTLALN AMOKALC ATO TNV EMLBUUNTH TUUA.



Abstract

The report of this thesis is concerning the development of a coded program for the construction of
mesh structures with graded porosity with pre-determined construction route via 3D printing
technology. The main target of the thesis is the comparison of these mesh structures, which were
constructed through the coded program that was developed in the laboratory, with the corresponding
structures, which were constructed with commercial CAD/CAM software, through parameterization
algorithms and automatic calculation of the optimal construction path. Evaluation of these structures
was integrated through the visual observation of the printed structures coming from the different
printed methods in the optical microscope and comparing their geometrical characteristics with the
nominal geometry. The code that was developed in the laboratory (custom code) was made using
Python programming language and later was converted to G-code, which is the 3D printer’s operating
language. The construction material was the thermoplastic polymer (lactic acid) or just poly-lactic acid
(PLA) in the form of a fixed diameter filament. Rectangular structures with square shaped porosity and
circular structures with the porous formation designed by the intersection of concentric circles with
their diameters. These meshed structures consist of individual paths, which are selectively deposited
and bonded during printing. The parameters taken into account for the construction of the code are
the print speed F (mm/min) and the amount of material extruded from the printer’s head E (mm),
which determine the volumetric flow rate. In order to calculate the amount of extrusion of the
material at each step, it was first assumed that the volume of material entering is equal to the volume
of material exiting the melt nozzle and the flow is smooth and isothermal with no swelling effects. In
addition, it was also necessary to define a pattern for the cross-section shape of the path when
deposited on the printed surface. For that reason, it was assumed that the shape of the path during
extrusion from the head is the sum of a rectangle and two semicircles. With given values for the path
height, the thickness, the fixed nozzle diameter and the cross-section of the print thread, the
appropriate calculations were made to calculate parameter E at each step. From the rectangular
structures, two types were constructed, varying in the size of the porosity. As far as it concerns the
circular structure, two types of custom code structures were constructed, using different type of the
printer’s head route and in the modelization of the circular construction. After the necessary
parameters were set and the samples were printed, the process of their evaluation was followed. All
structures were observed under the optical microscope to evaluate path morphology, adhesion /
intersecting points between adjacent pores, and to measure the path width. The results showed that
the rectangular structure with the largest group of porosity derived from the custom code, with no
retraction, had the best approximation to the desired path width result. Both the shape of the paths,
the bonding point of the pores and their width give good results. Finally, the path width in this
structure was found to have the smallest percentage deviation from the desired value
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1 TPIAIAZTATH EKTYMNQ2H —3D PRINTING

1.1 OPIZMOz KAI BAZIKEZ ENNOIEZ

H tpdldotatn ektumwon (3D printing), elval plo cElpd MPONYHEVWY KATAOKEUOOTIKWY
TEXVOAOYLWV TIoU 08nyoUlV OTn KATAOKEUN €VOG GUGCLKOU avilkelwévou ameuBeiag amo éva 3D
PnoLoko povtéro. OLTeEXVOAOYLEG TPLOLAOTATNG EKTUTIWONG UITOPEL VL XPNOLUOTIOLCEL TIOLKIAQL UALKQ,
KOTAOKEUALOVTOC OTpWHA-TIpoG-oTpwHa (layer-by-layer), ywo T Onuoupyia &vog 1 moAwv
OVTIKELMEVWY. AUTH 1N TOAUOCTPWHOTIKY evamoBbeon UAKoU Tpoodidel éva peydlo aplBuo
TIAEOVEKTNUATWY, cupmep apPavouévou Kal tng eAeuBepiag oxnUATIONOoU TIOAUTTAOKWY SOUWVY, TN
xpnon oxedo6v 100% tou UALKOU KoL TO ULIKPO Xpovo mapapovig [1]. To 3D printing €xet pa Eexwploth
1.2 phocodia KOTAOKEUNAG TIOU ETUTPEMEL TNV EVEALELA KATOOKEUNG TtepiMAOKWY Sowy Tou elval
S6UokoAo va uAoToNBoUV XPNCLLOTIOLWVTAC CUBATIKEG KATOOKEUAOTIKEG HeBOSoUC, OTwe N XUTeEUon
KOL N pNnxavikn kotepyacio. MapAdAAnAa, €MITPEMEL TNV TAPAYWYN QAVIIKEWWEVWY SLadOPETIKWY
XOPAKTNPLOTIKWV/YEWUETPlOC otnv 6o maptiba mapoywyic. Ta TAEOVEKTAMATO aUTA £iyov wg
anotéAeopa, amd tn Sekaetio Tou ‘80 £wg onuepa, N TPLOLACTOTN EKTUTIWON VO KEVTPLOEL TN TTpoooXN
KoL To evOLadEPOV TNE EMLOTNHUOVIKIG KOL UNXAVLIKAG Kowvotntag [2]. H tplodiactatn ektunwon ivatl
ouvwvuun Le Tov 6po MNpooBetikn Kataokeun (MK) R aAAwwe Additive Manufacturing (AM).

1.2.1 NAEONEKTHMATA NMPOZOETIKHZ KATAZKEYHZ
Meptkd odeAn tng MNK propouv va cuvoPotolv we €ng [3]:

» AMEON HETOTPOTIA £VOC 0Xediov og PUOLKO aVTLKEIpEVO

» Anploupyla aVTIKELHEVWY e KOAUTEPN TIPOCOPUOYN XWPIC epattépw enefepyacia
KOTOOKEUAOTLKO KOOTOG

»  AELTOUPYIKOG OXESLAOUOC TIOU ETILTPETIEL TN KATAOKEUT] TIOAUTIAOK WY ECWTEPLKWV
XOPAKTNPLOTIKWY

» EuéAikta Kol ehadpld avtikelpeva pe KOMAEG 1) TIAEYUOTIKEG SOUEG

> Auvatotnta APEeoNC KATAOKEUTNG EVOC AVTIKELLEVOU OTO TEALKO 1} 0XEOOV TEAKO OXN U UE
gh\aylotn f oxedov kabBoAou emumpoobetn enstepyoaoia

> EAAXLOTN £WG KOL LNSEVIKA OMWAELA TIPWTWV UAWV SLOTL yiveTal n Léylotn aflomoinon tou
KOTALOKEUAOTLKOU UALKOU

> InUavtikn Helwon Tou cuvoAKoU XpOvou avAamTuéng Kol KATOLOKEUNG E QTTOTEAECHO VOl
elval 610B€oL0 CUVTOUOTEPA OTO EUTIOPLO

>  Mikpotepo Aettoupyikd foot-print yla Tn KATAOKEUA ULAG LEYAANG TIOLKIALAG OVTIKELUEVWY

> Auvatotnta mapaywyng Katd napayyeAla Kot TpooapUOYEG OTLG EKAOTOTE CUVONKEG

1.2.2 AIEPTAZIEZ MPOZOETIKHZ KATAZKEYHZ

YUpdwva pe to Aebvr Opyaviopd Tumomoinong (International Organization for Standardization —
ISO) ko To ASTM 52900:2015 mpotuTo, ot AM Siepyaoieg Staxwpilovratl otig e€n¢ katnyopieg[3]:
Binder Jetting (BJ)

Directed Energy Deposition (DED)

Material Extrusion (ME)

Material Jetting (MJ)

Powder Bed Fusion (PBF)

Sheet Lamination (SL)

Vat Photopolymerization (VP)

Nouvhs~whe



Me tn Sadikaoia tng NK punopolv va ekTUTwBoUV UALKA amd TOAUMEPH 1 UE TIOAUMEPLKR Bdon,
METAAAQ, KpAUATO METAAWY, CUVOETA UALKQA, KEPAULIKA aKOMN Kal BLOUAKA. ZTn mepimtwon Twv
BepUOMAAOTIKWVY UAKWYVY, N evamoBeon UALKOU OTO EKAOTOTE OTPWHA £XEL WG BACIKA apXr T THEN Tou
UALKOU. Me auTO TO TPOMO N evamoBeon TOU TAYUOTOG WMOpel va elval kateuBuvopevn kot
€AEYXOLEVN, TAUTOXPOVWC, N ATLa BEpuavon tou UALKOU Sev amattel UPNAEG amaltioelg ouvinkwy
Aettoupylag, nAadn tnv anaitnon kevou 1 pong adpavouc agpiou [3]. Avtiotolya, ota PETAAAA Kal
oTa KEPOULKA elval Slaitepa ouvnBng n xpnon kamolou Aéwep 1 S£€0ung nAektpoviwv yla to
OXNUOTIOMO TOU TEAKOU avTiKelUéVou[4]-[6]. Emiong, yla KATOAOKEUN MUETOAALKWY UALKWV Kol
KEPAULKWY £lval cuvnONC Kal n xprion cUVSETIKWY UALKWVY KAl pEUCTOMOLNTWY o€ ToUdpa/oKovn Tou
UVAlkoUO aMAd kot n xpnon mnyng S1adoong MIKPOKUHMATWY £XeL apxioel va yivetal teAeutaia
TMEPLOOOTEPO YVWOoTH Kat dtadopévn(3].

Ao Tn mMpwtn matévra mou Npbe otnv emipdvela to 1986 kal tov mpwto 3D printer
(Baolopévo otn texvohoyia tng otepeoAiBoypadiag) [7] va KataoTpwveTal ota TEAN TNG SeKAETIAG
tou 80, n mpdoPacn tng Blopnyaviog tng MK oto gumoplo, £xel auénBbel onuavtika Ta teAeutaia
xpovia (repimou 1 8¢ otic HMNA €wg to 1997). NapdAAnAa, n MK €xel petatpansl and tn tayeio
TPOTUTIONOLNGN OTNV  Tapoaywyr AETOUPYIKWY OVTIKEWMEVWY. Tn onuepov nuépa, n MK
XPNOLUOTIOLELTOL 08 OAOUC TOUC TOUELG TNG Blopnxaviag anod tn SLooTnpLK €wg Ta Tayvidla Kot ta
TPOdLUQ, KAl EKTTPOCWTEL Lo Blopnyavia MoAAwv Sioekatoppupiwy. MAEov umapyet n duvatotnta
ayopag cuotnuatwy MK xapnAol k6otoug, Ta onola sival Stabéoiuo mMAEoV O€ pLa TLUA TG TAENG TWV
500$ oe avtiBeon pe tn Sekaetia tou ‘90, Omou to KOOTO¢ ATtav TOAU upnAdtepo (mepimou
100,0005)[3]. 2tnv Ewkéva 1 ameikovilovtal oxnuotikd kamoteg StadsSopéveg texvoloyiec MK [8]:

H
b. C. \
. G Head machibe
1achine
UV light
: Model Support
Mirrow Model . \
. @/ Support
I [ —— Mud:_._-l Supports b * T
. e rm s
ati - [%\ e Support
Platform_1__ || . | material !
coil
Tray = Liquid resin ‘ T \.
d. e.
Steamroller
lamination "'.-n- - Laminated model
Paper ® - ®  Paper
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coil . + ut . coil
Material
Pressure Adhesive Machine cut SDL
tool
Excess - Supply
material = | *l * T cartridge
cartridge / Laminated model
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vt

Ewkova 1: EkTUnwan Ue okArnpuvon moAuuepous uéow nmnync aktwvoBoliag- a. Stereolithography, b. Resin Injection &
Ultraviolet Light Photopolymerization, c. EEwOnon thkouevou uAikoU - Fused Deposition Modelling (FDM), Ektuntwaon pe

Model
material
coil

eMAEKTIKT evamoPeon VepULKnC EVEPYELAG O KOKKOUG UALkoU- d. Selective Laser Sintering, e. Selective Deposition Lamination
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Mivakag 1: MNapouaioon eL6WV MPOTIETIKIIG KATAOKEUIG UE EMEENYNTELS YL TNV apxn AELTOUPYIAS TOUG, SLEVVEIG OVOUNOIES, TTAEOVEKTHUATA KOl UELOVEKTAUATA, UALKA ETTEEEPYATING, KATAOKEUAOTIKA OPLA WG
TTPOC TO UEYEVOC AAAD KAl EUTTOPLKA KATOAOKEUQOTLKA UNYXAVIUATAL.

ASTM
Katnyopia

Binder Jetting

Directed
Energy
Deposition

Material
Extrusion

Material
Jetting

Powder Bed
Fusion

Sheet
Lamination

Vat Photopoly-
merization

Apxn Aettoupyiag

Yypo oUVBETIKO UALKO
Pekaletal og AemTd
OTPWHATA KOKKWV. TO
QVTLKEIUEVO
KaTooKELATETAL
OTPWHATIKA
KoAMwvTag Ta
owpatidio petafl
ToUg

Eotiaopévn Bepuikn
€VEPYELX O€ LETAANKA
UALKA KOTA TNV
evanobeon

To UALKO OTtpWXVETOL
and éva akpodUoLo 1
Qo éva AVoLypa

ZTayOVEG TOU UALKOU
evarnotiBevrat

OepuULKH EVEPYELQ
OUYKEVTPWVETAL OE
Hkpr} TtepLOXA TNG
mAatdopuag mou
Bplokovtal oL KOKKOL
TOU UALKOU

OuMa/eAdoparta
UALKWV cuvéovtat

Yypo moAupepég
okAnpaivetat péow
aKTvoBoAiag

Napadeiypata texvoloyiwv

3D inkjet texvohoyia

Laser Deposition, Laser
Engineered NetShaping, Electron
beam, Plasma arc melting

Fused Deposition Modelling/
Fused Filament Fabrication,
Fused Layer Modelling

3D inkjet technology, Direct Ink
writing

Electron beam melting, Direct
Metal Laser Sintering, Selective
Laser Sintering/Melting

Laminated Object
Manufacturing, Ultrasound
consolidation/Ultrasound
Additive Manufacturing

Stereo Lithography, Digital Light
Processing

MAgovekThpaTa

-Agv amotteital KAmoLo
undéotpwpa fi Baon

-Yrdipxel peydAn sveliéia oto
oxeblaopo

-MeydAog 6ykog UALKOU Ka
uPNAA TaxvTNTa EKTUTWONG
-IXETIKA XONAO KOOTOG

-YPnAoBabuog EAeyxog Tng
SouNG TTou POEPXETAL QO TOUG
KOKKOUG UALKOU

- YUYnAng mowdtntog Koppdria
-E€aipeTn TEXVIKN YL ETILOKEUES
-Eupeia kat Stadedopévn xprnon
- ®BNvN TeXVIKN

-Edktr) n mapaywyn mARpwe
AELTOUPYLKWVY QVTIKELUEVWV

-YynAn akpiBela evandBeong
oTOYOVWY

-XapunAn mapaywyn
TapAPOlOVIWY
-MoAuxpwuia

-Mkp6 anotinwpa

-IXETIKA dONnvAH

-Ta odatpidia tng moudpag tou
UALKOU Agttoupyolv we Gpuotko
UTIOCTPWLOL

-MeydAn ykapo uAtkwv

-Tayxela texvikn

-Otnvn

-EUKOAOG XELPLOWOC TPWTWV
VAWV

-E€aipetn akpifela

-MeydAa kKoppatio

-E€aipetn emubavelakn
teAelonoinon Kal AEMTOUEPELES

Melovektriipata

-EUBpavota anoteAéopata pe
TIEPLOPLOUEVEG UNXAVIKEG LELOTNTES
-MBavn n peteneéepyaocia

-H mowotnTa tng emuddvelag kat n
TaxUTNTA AMALTOUV pLa
efloopponnon

-Meplopiletal oe uPPISLA PETAAWY

-Avicotporia otn KABetn
SlevBuvon

-Aev avépyetal o UPNAEG
AETITOUEPELEG

-2uvnbwg eival amapaitntn kAol
Bdon yla to VAKO
-Xpnotpomnotovvrat Kupiwg
dwromoAupepn Kot
BepUOOKANPUVOHEVEG PNTIVEG

-IXETIKA apyn

-Aroucia 0OAokANpwWUEVNG SOUNG
-Meploplopdg Slaotdoewv
-Anaitnon uPnAng Loxvog

-H telelonoinon e€aptaral amnod to
UéyeB0G TWV KOKKWV

-H avtoxn kat n oAokArpwaon Twv
QVTLKELUEVWVY €apTdTal and To
GUYKOAANTLKO LECO TTOU
XpPnotuormnoLeitatl

-Elvaw mBavo va amatteital kamota
uetenetepyaoia

-Meploplopévn Xprion UALKWY
-Meplopiletal ota pwromoAupepn
-XaunAn Siapketa Lwry, XaUNAEG
UNXQVIKEG LOLOTNTEG

-AKpLBR TEXVLIKA KaL apyr) N TopEia
KQTAOKEUNG

YAtk&

MoAupepn,
Kepaptika,
SUvOeta,
Méetalha,
YBpibia

Métala,
YBpidia

MoAupepn,
ZUvBeTa

MoAupepn,
Kepapika,
JUvBeta,
YBpidia,
BloAoywkad/
BloUAwka

MéEtalha,
Kepapika,
MoAupepn,
S0vBetaq,
YBpbia

MoAupepn,
MéEtaAha,
Kepapika,
YBpidia

MoAupepn,
Kepaptka

Kataokeu-
QLOTIKOG OYKOG
(mm)

X =< 4000
Y =< 2000
Z=<1000

X =600-3000
Y =500-3500
Z=350-5000

X =<900
Y =< 600
Z=<900

X =<300
Y =< 200
7 =<200

X =200-300
Y =200-300
Z=200-350

X =150-250
Y =200
Z=100-150

X <2100
Y <700
Z <800

KataokeuaoTikd
unxaviporo/Xwpeg

ExOne, USA
PolyPico, Ireland

Optomec, USA
InssTek, USA
Sciaky, USA

Irepa Laser, France
Trumpf, Germany

Stratasys, USA

Stratasys, USA
3D Systems, USA
PolyPico, Ireland
3Dinks, USA
WASP, Italy

ARCAM, Sweden;EQS,
Germany;Concept Laser
Cusing, Germany;MTT,
Germany;Phoenix Systemy
Group, France;Renishaw,
UK;Realizer, Germany;
Matsuura, Japan;3D Systems

3D Systems, USA
MCor, Ireland

Luthoz, Austria
3D Ceram, France
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Onwc avadépbnke, QUTEC OL KAWVOTOHEG MEBOSOL KATAOKEUNG TpoodEpouv TOAA
TIAEOVEKTAMATA, WOTO0O €XEL VA QVILUETWITIOEL KAL TG OVTIOTOLXEG TIPOKANCELG TToU adopolV Tn
BeAtlotomoinon twv peBOdwv emidpavelakng enefepyoociag, KATOVAAWON EVEPYELOG, TNV
enavaAnPLuotnTa K.o. IToV MApaKATW Tivaka avaypddovtol GUVOTTIKA oL TIPoKANoeLg tng MK yia 4
Baowkeg katnyopleg (4M - Materials, Making, Metrology & Market)[3].

MINAKAS 2: Ta «4M» tne MpooVetikn¢ Kataokeung, ot pokANOELS TNG.

Tougag pokARCeLC
YAoroinon * EEMEN  TNG TOAUCTPWHOTIKAG  Texvoloyiog pe  gueh§io  Kkat
(Making) TIPOCOPHOOTIKOTNTAL

=  Eupsia yKAUO UALKWV OCUUTEPNAUBOVOUEVWY HETAAAWY, KEPOULKWY,
TIOAUEPWV KOlL TWV GUVOUOCHUWYV TOUG UE TN Hopdr cuvBETwy, uBPLSIWV
Kol UAKWV Stafadutlopévwy lotntwv(FGMs)

= Avamtuén e&vog autovopou, GALKOU TIPoG To Xpnotn, aocdaloug,
otaBgpol, OAOKANPWUEVOU GUOTAUATOC TTOU Ba KaTapEPEL Vo TPoaPEPEL
TNV QIMOLTOUHEVN TAXUTNTA KATAOKEUNG, L NAR avaAucn KoL TOUTOXpova
XOUNAR KOTOVAAWGCN EVEPYELOG YL TNV KATAOKEUH Kol ToV SL00TACLAKO
£\EYXO EVOC QVTIKELUEVOU.
YAikd =  KOTOOKEUOOTIKEG TEXVIKEG, oavtaAlayr Oedopévwv kol  aAlayn

(Materials) ouoTNUATWY Katd ™ 4" Blopnyavikr Emavaotaon (Industry 4.0)

= QOpoloyévela

= BOOLKEG LOLOTNTEG OTNV eMLdAVELD

= MéyeB0og UALKOU TIPWTWV UALKWY OO UEPLIKA VAVOUETPO £WE UIKPOUETPA

Metpoloyia *  Awoxeilpion kot éheyxog wg mpog tn BeAtiotonoinon kat StaopdAion
(Metrology) " YYnAo eminedo TMPOCOAPUOOTIKOTNTOG TWV TEXVIKWV Yyl €Ml TOMOU
HETPNOELG

= Avaykn ya upnAn akpifela kot TaxuTNTo LETPHOEWY

Ayopd = Factory 4.0 1 Manufacturing 4.0
(Market) = Eupog g MK amo tnv agpodlacTnkr Blopnyavia ota maxvidla £wg Kot
TA TPOGLUA UIOPOUV va TN KaBLoToUV w¢ piag kepdodopa Blopnyavia
= DONVOTEPA CUOTNUATA LETATPEMOUV MEPLOCOTEPO TIPooPaotun tn MK

1.2.3 EDQAPMOIEZ & MAPAAEITMATA

H 3D extumwon xpnoluomnoleital o€ éva peyalo mANO0C epapoywV KUPLWG O AEPOVAUTIKEG,
LOTPLKEG, OSOVTLATPLKEG KAl BLONXOVIKEG EPapOYES Kal AAAEG. MapaKATW TAPOUCLATOVTOL EPLKEG
EVOELKTLKEC PaPLOYEG AVAAUTIKOTEPQL

|oTPIKEC EPAPUOYEC

Ou dtadopec BAAPec kot ta Stddopa EAATTWHATO TTOU TIPOKUMTOUV G LoToUG | g Opyava Katd
TN UETAPOOXEUOH TOUG Bewpouvtal iowg £va amo Ta Lo APESA Kol eyAAa TTpoBARATa oTh KALVIKN
LaTpLkn. Mua cuyvn emtiong pEBodog, mou amotelel TNV epdUTEVON TEXVNTWY OPYAVWY ivol cuvhRBwg
ETULTUXNG Kal BeATIwveL T molotnta {wn¢ to acBevn. H tpldldotatn texvoloyia, Bswpeital to kAeldi
yla va EEMePAOTOUV Ol TIOPANAVW TIEPLOPLOUOL OTNV LATPLKA, TTOU KAVOUV ThV €UdAvLON TOUG O€
TIAPASOOLAKEC TEXVIKEG, LEOW TNG TTPOCAPHOYNG EVOG avBpwrtivou Blovikol otol 1 opyavou oTLg
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avaykeg tou acBevr [9]. Ydpxouv 4 SladopeTikol Topel oToug omoloug ldikeVETAL N TPLSLACTATN
ekTUMIWON:

1) O oxedlaopog Kal n mopoywyn MOVIEAWV KOl OpYyavwv yla
oxeblaopd KoL avaluon Xelpoupylkng OStadkaociag kat ¢povridag.
Mapadelypatog xapLy, pia opada epeuvnNTWVY Ao tnv Kiva kat tnv ALepLKN
xpnolgomnoinoav Hela kUttapa — Ta yvwotd abdvato KUTtapa amo tnv
Evpiétta  Aakg, kat ubpoyélec amd  {ehativn/dlag  aAywikou
0&£wg/Wvwdoyovo yla vo KOTAOKEUAOOUV LOVTEAQ in vitro Kopkivou tng
untpag [10]. Emiong, oto mavemotiuio Monash, otnv AuvotpaAia, b.
avamTtUXOnKe yla eKMALOEUTIKOUC OKOTIOUG Eva TPLOLAOTATO HOVTEAO
ovatopiag Tou avBpwrivou opyaviopoU xpnoLpomnolwvtag yuo os popdn
oKOVNG KoL MAaoLko, Elkova 2 [9]. -

2) Movipa  pn-floevepyd epdutebpata. Autg n  meplmtwon __hw
OVTLOTOLXEL 08 HOVIUO LOTPLKA EPPUTEVHATO TIOU XPNOLULOTIOLOUVTOL KATA , ’
KUPLO AOyO OTNV OBOVTLOTPLKN Kot 0pBOTESIKY, OOV QIALTOUVTOL [N igfrga j‘;ﬁngw,’?sﬁ‘r‘;’iﬁ
anowobopnowa BolAikd kat koA PlooupPotodtnta WETA amd TN 4 kepdd ko b. yépt amd to
Xepoupylkn Stadikaoia. H tpidlaotatn ektunwon €pxetal 6w yla va  Monash University.

Swoel AUon He T KATooKeU EUUTEV LATWY EAaPpwV HE Tipooappoopévn akappia [9], [11]. ZuvnBn
UALKG TTou Xpnotpomololvtal eivat to titavio (Ti) [12] kot Kpduotd Tou, Ta onola propolv va eival
ETUKOAANUMEVO HE KATOla TIPWTEIVN, USpOYEAEG, koAAayovo K.a.[9] AANo eiboc un-Bloevepywv
guduTELHATWY Elval n epinmtwon Twv meta-gudutevpdtwy (meta-implants) mou npogpyovrat and
Tov opBoloywko oxeblaopo (rationally design) Bdosl duoLkwV HOVTEAWVY TTOU TIPOGOUOLWVOUV TN
ouuneplpopd TouC Kal TPOPBAEMOUV TO WG EMNPEAIOVTAL OTO AVTIOTOLXO TEPIBAAAOV. YIIAPXEL L
OELPA TETOLWV UBPLOKWY Mmeta-gudpuTEVHATWY, OXESLACUEVA LIE TN TTapaTtavw HEBoSo, TTou pUmopolv
Va TIAPOUGCLACOUV CUUTIEPLPOPEC UE TIUEG APVNTIKEC Kol BETIKEC Tou Adyou Poisson. & avtiBeon pe
Ta ouppatika gpdputedpata, eivol os Béon va dEpouv emavalapBavopeva KUKALKA doptia xwpig
CUCCWPELON TACEWV Kol Slatnpwvtag aképatn tn Slemadr Pe TO 00TO. IKOMOG elval va yivel
OUVSUOOHOG TWV HNXAVLIKWVY LOLOTATWV (TT.X. apvNnTIKOG AOYoG Poisson), pe BLOAELTOUPYLKEC LOLOTNTEC,
OMW¢ yla Tapadelypa avayévvnon otol. Mia opKeTd cuvnBLoOUEVN QUTWV TWV UAKWY Elval n
opBonedikn dadikaocia tng OAKNG avilkatdotaong pnpol (Total hip replacement — THP). Ta
CUMBATIKA gpduTELATA £XOUV CUVHBWG TIEPLOPLOUEVO
XPOVOo {WNG WE TPOG TN KNXAVLKA Katamovnon, n omnoia
6€ Katavépetal opoopopda oto epdutevpa. Me Tn
HEBOSO emAeKTIKAG TAENG UALkOU pe Aélep (Selective
Laser Melting) éxeL ylvel emTUXWC N KOTOOKEUN
UBPLOIKOU meta-epudutevpatog amod Ti-6Al-4V  oOmwg
dalvetal otn MOPAKATW £lKOVA , OTOU €XeL Yivel n

Ewova 3: Meta-eu@Uteuua KAtookeuaouevo ue Ti-
o ) i ] 6Al-4V kat xprion SLM ektunwong. Xprion tou
Kataokeun 5Vo SLapopeTikw MAEYHATWY. O AOYOG TIOU  spgutedpatoc yia oAwkr avtikatdotaon pnpoo.

xpnoluomnolouvtal dUo mMAEypata eival ylati ol Taoelg

mou edappolovral and ta KOKKaAo emadrg, KoTaveépovtal opowopopda [13].

3) Kataokeur) Tomikwv Ploevepywv Kol BLOOMOKOSOUACLUWY KPLWHATWY. Ymapxouv Suo
mBavol TPOTOoL yLo TN KATOOKEUT LOTWV KAl opyavwy, omolot e€aptwvtat and to av To kuttapa Oa
enefepyactolv dueoa Kotd tn Stapkela tng dtadikaoiag. H meplocodtepo EUUED 080G KOTAOKEUNC
Lotwv Baoiletal oTnV LOTIKA KNXAVLKHA, KATA TNV onola mpwta oxnuatiletal To tpldldotato kpiwpa
KoL TN ouVEXELD epduTelovTal Ta kKUTTopa [14]. H dpeon 086¢ mou sival yvwoTtr] wg KUTTAPLKA Evwaon
(cell assembly), xpnotuomolel kKUTTApA KAl YEAN yLa T KATaokeur tg Soung [9].
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4) Ei6n umodnuatwy

OL avaTOUKEG OOAEC Kal Ta POoBeTa £xouv SlopBwtikn §pAcon 0To ATOUO. ITO TOUEQ TOV
UTIOSNUATWY, N ECWTEPLKN 0OAA elval £vo KOUUATLTTOU BplokeTal PeTafy TNG MATOUCAG KAL TNG GOAAG
TOU TATOUTOLOU, KATL TO OO0 onpaivel mwg Bpiloketal og dpeon enadn Le To MEAUA Kal Aeltoupyel
oa Bontiko otipléng Tou Bapoug tou cwpatog [15]. Mwa avatouikr) coAa pmnopei va Bonbnoel otn
pelwon tng mieong Tou MEAUATOC KAl 0T OWOTH OTNPLEN TwV onUelwy, Ue amoTtéAeopa va PelwBel n
Ttieon otnv omoio UTTOPAAAETAL TO AKPO KATA Th SLAPKELD CWHOTLKAC SpaoTNPLOTATAG 1 OKOMOL KL YLOL
armAn 6pBLa oTAoN KATA LEYAAN Xpovikn epiodo [16].

v, V"A'A" i
': OO
-7

U
e TAVATA T
Ewova 3. Aptotepa: Zuvepyaoio tng Adidas ue tn start-up Carbon yia éva
TIPOCOPOCUEVO OTIG aVAYKEG ToU meAatn namoutol. Agéia: Mapaywyn tne Nike, to
2013, ue tn SLS 3D printing TexVIKN MATOUTOLA YL EMTWVULOUG TTOS00QPALPLOTEG.

OLTtapAyovTeg Tou KaBopilouv Ta XAPAKTNPELOTIKA TIOU UIMOPEL vl £XEL O OXESLAOUOG LG ECWTEPLKNG
ooAag adopolv MpwtiocTw tn popdoloyia TNG Kal To va edapuolel owotd HE TV avtioTolxn
avatopia Tou modol [17]. Apketd Stadedopéva UALKA yla tn MK autwy Twv ipoiovtwy eival ta ABS,
TPU (thermoplastic polyurethane) aAAG akOpa Kol TAQOTIKA EVICXUMEVA UE iveg avBpaka (CFRPs)
[18], [19]. Mepika omTIKA MopadeiyoTa MAMOUTOLWY TIoU Kataokeualovral anod Siebveig etatpeiog
pnéow 3D printing, daivovtal otnv Ewkéva 3 [20], [21].

% AutoklvntoBlopnxavia

Y10 KOOMO TNG QUTOKLVYNTORLOpMNXOviag UTtapxeL
peyaho evdladEpov yla T TPLoSLACTOTN EKTUTIWON, HE
TOUG KATOOKEUOOTEG VO XPNOLOTOLOUV Tn Texvoloyia
autr. O KATAOKEUOLOTHG TIOU £KOVE €Va PO TIOPAKATW
ME TN Tplodldotatn ekTUnwon ival n Bugatti. H etalpeia
QUTN KOTOOKEVUOOE pia eviaia daykava GpEVWV OKTW
Totoviwy, n omoia amoteAel tn HeyaAltepn otV
autokwntoflopnyavia. Eni mpooBétwg, eival kat to

HEYaAUTEPO QVTIKE(MEVO TiTaviou mou é£xel moté Ewova 4 : Aaykdva  @pévwv  amd  Trdvio,
T[OLpO()(GE’L uécw ToU 3D printing [22]. KOTAXOKEVAOUEVN UEOW 3D prlntlng TE)(VOAOV[O(C aro
v etapeia Bugatti.
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2 YAIKA AIABAOMIZMENQN IAIOTHTQN (FGMs)

2.1 OPIZMOZ

Ta UALKA Ttou Ttapouctalouv aAAayn otn oUVBeoN, TN UIKPOSOUN 1 KaL To TOpWEEG OTOV KUPLO
OYKO TOU UALKOU avadépovtal w¢ UAKA StaBabulopévwy t8lotntwy (Functionally Graded Materials
— FGMs). OL 1816tNnTeg Twv FGMs dev elval opoLloyeveig o€ OAo ToV OYKO Tou UALKOU, aAAd e€opTwvtal
and tn 6on oto xwpo kat tn Soun tou. Ta FGMs UAKA eival oxeSlaopéva yla CUYKEKPLUEVN
edappoyn A Aettoupyia, otnv omoia n xwpwkn StaBabuion tng doung kay/n cuvBeon Sivel amd povn
TNG MPOCOPUOCUEVEG LELOTNTEC, OTIWE TWV XNHLKWV BLOTATWY, LNXOVIKWY, LOYVNTIKWY, BEpULKWY Kal
NAEKTPIKWY SLOTATWY. AUTO ETUTUYXAVETAL PE TNV €l Babog¢ SlaBabuion otn ouvBeon, otn
MLKpodopn Kal oTLg LBLotnTeG. Yiapxouv FGMs mou eival oxedlaopéva £€T0L WOTE VO EXOUV OTASLAKA
Slopabulopéveg 1810TNTEC (stepwise-graded structures) kat GAAa va £xouv cuveyn Slafdabuion otig
1610tnteg (continuous-graded structures) [23]. Ta Stafadutopéva UAKA dev amoteAoUV KATL E€vo oTn
duon. Eva anmhd nmopdadelypa amod Tétola UALKA sival ta ¢utd pmaunou (bamboo) [24], [25], mou
Xpnolpomnolouvtal 6w Kal TOAA XpOvLa YLt KATAOKEUH Kal Slokdopnon, oAl akopa Kal ta Soviia
KoL To avBpwrivo S€pua pmopouv va amoteAécouv apadelypata SlaBabuULoUEVWY UALKWV.

2.2 EIAHFGMs

Kata tnv évapén tng avamtuéng twv FGMs, n Baotkr 16éa Atav va adalpebei n ayunpen Kot
anotoun Slemipavela PETABOANG LOLOTATWY TOU UTINPXE OTA KAOOOLKA UALKA, KOl va YivVeL n
QVTLKATAOTAON TNC KE pa BaBpwtd petafarlopevn diemipavela, n onoia eival petadppacuévn oe
peTaBaAAOpEeVn XNULKA cUoTtaon Tou cUVBETOU UALKOU O€ aUTH Th epLoxn tTng Slemidavelag. Autd ta
UAKG Tou €xouv SlaBabuion otn olvbeon, tn Soun Kol £XOUV CUYKEKPLUEVEG LBLOTNTEC OTNV
emmBuuntn dlevBuvon, punopouv va BewpnBolv avwTtepa Amod KATOLA OHUOYEVH UAIKA ME Ta Sla
oUOTATIKA. ETiong KAmoleg pnXavikéG LBLOTNTEC OTWG N otaBepd Tou Young, o Adyog Poisson, To HETpo
SLATNoNG, N TUKVOTNTA TOU UALKOU Kot N otaBepd Beppikng SlaotoAng molkilouv gAadpws Kot
ouveXw¢ avaloya e tn katelBuvon [23]. To aufavouevo evlladépov yla autd To €860¢ Tou UALIKOU
£xeL odnynoet otnv avamntuén Stadopetikwy TUTIWV FGMs mou avallUovtal otn cuvéxela [26]-[29].

2.2.1 XHMIKH 2YZTAZH TQN FGMs

Z€ QUTOV ToV TUTO FGMS, N XNULKR cUoTacon LETORAAAETAL CUUDWVA E TN XWPELKI KATAVOUN
0TO UALKO. Autd pmopel va oxnuatiotel oe povodactko f Katl moAudaotkd UAkd. Eva povodaotko
FGM map@yetol OTovV TO CUCTOTIKO TAPAyYETaL oo pia povo pdaon, He amotéAeopa TnG SLaAuToTnTag
TWV XNUKWYV OTOLXELWV armo Tn pia otnv aAAn ¢aon. Auto ouvrBwg cuppaivel katd tn SLAPKELA TNG
™méng [30]. H BaBuwtr aAlayn KoL N KATOVOUN TWV XNUKWVY UAKWV ot pia povo daon £xel wg
OMOTEAECHUA TO OXNUATIOMO TwV UAKWY SlaBabuiopévwy Wlotntwy. 0udwva He dlaypappata
daong kal Toug BeppobSuvapkolc MEPLOPLOROUG, OTav £va UAKO TpootTiBetal os éva GAAo, ta
ocuotatikd Oa sival avopi€lpo o £va CUYKEKPLUEVO EUPOC AVAAOYLWV KoL cUVONKWV avAapELEnC.
TETola UALKA UTTOPOUV VOL OVOLAOTOUV LOVOPAGCLKA UALKA — £XOVTaG LETOBAAAOEVN XNHLKH cUoTOoN,
g€autiag tng StaAutotntoc. Auto to eidocg Twv FGM eival to Alyotepo Stodopévo. Ta mo Stadopéva
FGMs eival moAudaowka [31], [32]. Ot SladopeTikéc GACELS TTOU TPOKUTMOUV €QPTWVTAL OO TN
TIOOOTIKI GUCTAON TOU EVIOXUHMEVOU UALKOU KOl TIG OUVONKEG KOTAOKEUNG, OTIWG YLt TIOPASELYUa O
BaBuoc Yuenc kat n Bepuikn enefepyacia. MNa mapddelypo otnv Koviopstaloupyia, n néBodog
napaywyns FGM mpaypatomnole(tal petaBdallovtag tv anattoUpevn avaloyio cwuatdiwy amno
oTpwUa og otpwpa. Katd tn tén, kamola pHetoAAkd cwpatidio Ba avtidpdcouv pe SlodopeTikd
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XNHULKA oUOTATIKA Kal ¢pacelg. Etol Snuioupyeital N mMolkIAOTNTa cUUPWVA HE TN XWPLKI KATOVOUN
gvog FGM [23].

2.2.2 AIABAOGMIZH ME BAZH TO MNOPQAEZX 2TA FGMs

H 6wafabuion tou mopwdoug ota FGMs amotedel pla
Eexwplotn Katnyopla, katd thv omola to MopwdeC TOU UALKOU
Kataokevualetal yo va aAAGeL pe tnv petafoln tng B€ong otov dyko
ToUu UAWKOU. To oxnua kot To péyeBog Tou TOpou elval oxedlacpEvo
KOLL TLOLKIAEL, e BAOELTIC AMALTOUUEVEG LOLOTNTEG YLla Eva FGM (Elkova
5).

AUTO 10 €i60¢ UAIKOU SlaBabulopévwy olotntwy elvatl oAU
ONUOVTLKO OTLG BLolaTplkeC ePapUOYES, EMELST O TIPOC ATMOKOTACTACHN
LoTO¢ amoteAsital anod Asttoupyikd StoPabulopévo mopwdeg, Kal n
Swafabuwon Ttou Tmopwbdoug Pondd oOTNV  EVOWUATWON €VOG
EUPUTEVUATOC OTOUG YELTOVLKOUC LoToUG. Emiong ival onuavtikn yla
™ Stadikacoia emovAwong, kKaAng kukAodopiag Tou aiparog, Bonbaet
oTn Heiwon tou ouvoAlkoU BAapoug Tou eUPUTEVUATOG, BEATIWVEL TO HETPO EAAOTIKOTNTAC KOl
PUBUILZEL TN TUKVOTNTA TOU, pia TTOAU CNUAVTIKA TTAPAUETPOC TTOU TO TPOoTATEVEL amd daLvoOpevVa
OUCOWPEUONG TACEWV. Ta UAWKA Stafabuiopévou mopwdoug pmopel va eival pe Stafabuion
TIUKVOTNTAG Tou Topwdoug 1 StaBabuion Tou peyéBoug Tou Mopwdoug. H mukvotnTa Tou mopwdoug
uropel va mapayBel pe tn mukvotnTa tou mopwdoug va aAAGlel cUudwva e tn B€on oto xwpo. To
péyeBog Twv Mopwv o€ €éva FGM pmopel va mapayBel pe tn okl ia mopwv dtadopetikol peyéBoug
1 oxnuatog n kat ta dvo [23].

Ewkéva 5: Synuatiko diaypauua
StaBaduionc nopwdoug twv FGMs

2.2.3 AIABAOMIZH ME BAZH TH MIKPOAOMH 2TA FGMs

‘Eva @AAo €i6o¢ FGM eival autod omnou undpyet Stafabuion otn
MLIKpodour TOAUKPUOTOAAKWY UAKKWY. O okomdg dnuioupyiag evog
TETOlOU UALKOU pe Stadopomotnuévn StaBabuiopévn pikpodoun sivat
ylOL VOl ETUTUYXAVOVTAL CUYKEKPLUEVEG KL LOLOTNTEC OTOXEVUEVA OE Eval
UALKO. H Slafabduion otn pikpodopr pmopet va emteuxBel péow pLog
Slepyaoiag otepeomnolnong, Katd tnv omoia n emidpavela Tou UALKOU
adrvetal va kpuwoel. O mupnvag tou (Slou UAkoU adnrvetal va
KPUWOEL apyd, KATL To omolo BonBdsL otn mapaywyn
SLOPOPETIKWV UIKPOSOUWY LETAEY TNG EMLAVELOG KOl
TWV E0WTEPKWY TOMEWV TOU UALKoU. Mapadelypotog ©

(a)

XApLv, Qo pikpodoun mou €xel Mol w¢ Tpog T
popdn TNG pmopesl va  TapaxOel pEow eAeyXOUEVNS
Oeputkng emefepyaoiag evog KUALWVOPLKOU KPALOTOC
Trtaviov, onwg dpaiveta otnv Ewkova 6 [23]. Ewodva 6: Synuatiké Sidypopua evég kuAvSpikol

KOUUQTIOU EKTETELUEVO O€ porj () uypoU petdAiou
kat (8) YuktikoU vepou.

2.3  MEGOAOI NAPATQIHz

To UAKKG SlaBoBulopévwy BLOTATWY pmopolv va eival o popdn Asmtwv GUAY Tou
edappolovral o pia entpAvela eVOG UAIKOU e OKOTIO va BEATLWOOUVY TLG LOLOTNTES TNG EMLAVELOLC,
N propoUV va gpdaviotolVv 6ToV OYKO TOU UALKOU, OTIOU oL LBLOTNTEG Tou UALKOU petaBdAlovtal oto
XWwpo. Yrdpyxouv S1adopol TUTIoL SLEpYAcLWV eVANTOBEGNE TTIOU XPNCLUOTOLOUVTOL IO T Tapaywyn
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Aemtwv AU pe SLoBABULOPEVEG LOLOTNTEG WG EMLKOAUTITIKA. AUTEC OL TEXVIKEG CUUTIEPIAQBAVOUV T
duoikn evanoBeon atpwv (Physical Vapor Deposition — PVD), tn xnuikn evanoBeon atpwy (Chemical
Vapor Deposition — CVD) , Thv autonpowBoupevn cuvBeon uPnAng Bepuokpaoiag (Self-propagating
high-temperature synthesis, SHS), 1 o ocuvbuaouog auvtwv [23], [26], [33]. OL MEPUTTWOELS TIOU
oxetilovral pe ta StaBabuLlopéva Asttd G avTLOTOLXOUV O EPAPUOYEC TIOU TIPETEL N EMLPAVELD VOl
£xel evteAwg SLadopeTIikEG LOLOTNTEG amO TOV OYKO TOU UALKOU. Ze WEPLKEG edopUOYEC, slval
amopaitnTo 0 OYKog Tou UALKOU va €xel StaBabuiopéveg 181otnteg e€attiag tng puong Twv cuvenkwy
Aeltoupyiag Tou. OL TPOTOL MAPAYWYNG AUTWY TWV UALKWVY adopolv TN petaAloupyia okdvng, tn
duyokévtpnon kal kamoleg pebddoug xutevong (slip casting, tape casting) [27], [33], [34]. & OAeg
QUTEG TG pEBOSoug ocupmeplthapBavovtal dUo Baoikd PrAUATa TOU €ival 0 CXNUATIOUOG HLOG
opoyevouc Babuwrtrg Soung Kat tnv evonoinon (consolidation) Tou Stafaduiopévou VALKOU.

2.3.1 NAPATQrd Me ©YzIKH ENAMOBGEZH ATMQN (PVD)

H ¢uowkn evamdbeon atpwv eival pla Slepyaocia mou Pooiletal otnv edappoyr evog
ETUKOAUTITIKOU HECW OTUWY KAl XPNOLUOTIOLE(TAL Yyl TN Ttapoywyr AEMTwY G\ Kal AETTWV
Aettoupyka SLoBabuopévwy UAKWY. Autr n LEB0SOG emITUYXAVETAL Pe TNV e€dxvwaon/eEdTuLon Tou
UALKOU TIoU TPETEL va evammoTeBel, Kol HeETadOpA TwV ATUWY OTNV eMLPavela TIou Ba emikaAuPpOel
[35]. Yrapyouv S1adopol tpomol PeKAoUoU TOU OTEPEOU UALKOU OTIWC:

e  PVD pe Bdaon tnv e€atuion (Evaporation-Based PVD Process): To UALKO Beppaivetal amo pio
ninyn Bepudtntag Omwe nAekTplkny avtiotaon, Oepud vApa, nAektplkd Tto€o, Séoun
nAektpoviwv N 6éoun Aéllep. OL nyEG BepuoTnTeg BpilokovTal HaKpLld amd TO UTTOCTPWLO
[36]. Téooepa Brpoata akoAouBolv autr Tn Siepyacia mou sivat a) e€atuion, B) petadopd
OTO UTIOOTPWHA, V) avTidpacn e TO UTMOCTPWHO — EQV Elval amapaitnto, Kat, §) evandbeon

[23].
e lovtoPoAn o otoxo-unooctpwpa PVD (Sputtering- _
Based PVD): Yndpxouv Stddopa €idn péowv yla Substrate L
v edappoyn autng tng HeEBOSOU OMWG PE TN Sputting ga’s\in = 1 2 Purge gas out
xpnon ouvexoug pevpatog (DC), ouxvotntag Y Argon gas N

padlokupatwv (RF), avtibpaon tou otdxou pe to \ f
ETUKAAUTITIKO K.0. XTn Sladikaoia autr Ta ovia \ Y. )
oepiou SlaokopmIopoU, ToU lval KATIOLO 0SPOVEG “

oéplo, tibBevtal os ocuvexny ouykpouon HE TNV " /
eTLPAVELX TOU OTOXOU UALKOU. AUTO €XEL WG N\
omotéAecpa TNV ektivoén atopwv amoé To
UTIOCTPWLOL TOU OTOXOU, £TCL WOTE TA ATOUA TOU
eTUKAAUTITIKOU  va Taipvouv TN Béon Twv
T(PONYOUUEVWY Kal va evarmotiBovtal  oto
umootpwua, Elkéva 7 [23].

Target Material

Ewova 7: Z)(nua?mn’ avanoapdaotaon Stepyaoiac
PVD ue 1ovtoBoAn o€ oTOY0-UnMOOTPWUA.
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2.3.2 XHMIKH ENANOGEZH ATMQN (CHEMICAL VAPOR DEPOSITION - CVD)
H xnuikn evamnoBeon atuwv (CVD) eival pa Stepyaoia yla tnv

. , . . N

evanobeon Aemtwv PR Kal  Aswtoupylkd  Slafabulopévwv 2 =
1 1] r —’

erukoAuTttikwy. H CVD  emutuyxdvetal tomobstwviag To Tpog ,?;’c,m/ 50

ETUKAAUPN UALKO O KEVO, OTIOU KOL TO EMLKOAUTITIKO €EQTUIETOL [fmmm——m——mm e —
péow Oéppavong i pelwong tng mieong. To mMpodpopo a€plo

ELOEPXETAL OTOV XWPO TIOU TIEPLEXEL TO BEPUO QVTIKEIUEVO TIOU I T ]‘ t 1
npokewtal vo  emkohudBet [37], [38]. H xnuwkn avtibpaon 1 l w be:fr'.if;:.a
TIPOYLLOTOTIOLEITAL KOVTA OTNV EMLPAVELD TOU UTIOOTPWHOTOC KOl WG AdLrbed Detmm N l
aMOTEAETHA YiveTal n evamoBeon tou Aemtol GpAW. Itnv Ewkova 8 intermedia &

Substrate

T,

amelkovileTal n oxnuatiky avamapdactach tng Slepyoociag. Ta W
naparnpoiovra ano tnv aviibpaon efépyovratl é€w amnoé to Balapo. H : —
Slepyacia autr) umopet va AdPet pépo¢ amd 200 £wg 1600°C. Z’;Z‘;zjaix;::z:?gsﬁg‘; Z r(;c
Yrdpyouv Stddpopot tumol CVD mou amotedolv Siepyaocieg xpAong  arudv Cvb.

MAGOUOTOG, LOVTWY, dwToviwy, Aéllep, BEpUWY VAUATWY 1 KAUONG

[20], [35].

2.3.3 METAAAOQOYPTIA 3KONHZ (POWDER METALLURGY)

H petal\oupyia okovng eival pa maAld KATaoKeUAoTIKA dladlkaoia, n omola xpnollomnoLeitot
TA£0V KalL yLO. TN Ttapaywyn Aettoupyika StaBabutopévwy uAtkwv. Ta Bripata mou akohouBouvtal yio
™ mapaywyn twv FGMs sivat:

e [lposTolpacio TG OKOVNG TWV UALKWY

e Emefepyaoia tng okovng

e Aladikaoiec Stapodopdpwong

e Tnén n mupoocucowpdtwon og uPnAn Bepuokpaocia Kal mieon

To Swopfabulopéva UAIKA kataoksualovial Pe TN Xpnon
CWUOTOlWY 0g popdr oKOVNG Ao Ta UALKA TIOU amattouvtal yla
TN oluvBeon Toug. H okOvn TwWV cWHATIS LWV YpnoomoLeital yla T
Snuloupylo TOu QVTIKELWEVOU Omd Helypata TG oOKOVNG LE
METABOAN TOU PECOU OPOU TOU HEYEDOUG TWV CWUATIOIWY N TN
cuotaon. Me tn otoifaén tg okovng Babuwrta (Ewkdva 9), pa
otadlakn HeTaBoAr otn cUVBEDN EMITUYXAVETAL YLd TO «TIPACLVO
ovTike{pevo» (green part) mou mapdyetal, TO oOmolo elval
gvBpoavoto kol elval amopaitnto va umoBAnBesl os Bepuikn
KOTEPYAOLO KO TTUPOCUCOWHATWON.

50% A;50% B

60% B

H &wadikaoia tiéng amattel uvdpnAéc Beppokpacieg Tmou 70% B
MmopoUlV va TpowBnoouv TN CUUNUKVWON Kol TI¢ Sladlkacieg e
Slayuong KoL  XNUIKWV  ovtdpacswv. Emiong  KAToOLEG i
BepLOSUVOULKEG TTAPAPETPOL, KaTd Tn Stadikacia THENG, Umopolv
va maifouv onpavtikd poAo yla To oXeSLAOUO TWV AELTOUPYLKA
SlaBabpopévwy LAKWY. Mapadelylatog XApL, KOTA TV VYPA  fueyva 9: Baduwr) oroiBafn Sapopetikiy
¢daon tng dadikaoiag TG, ival mbavr n mapaywyn FGM pe  nepiextikotritwy modspag.
Slopabulopévo mopwdeg. Akopn, Stafabduion otn xnuwkrn cuvBeon
1 otn pikpodopur unopel va emteuyxBel kata tn Stadikacio thENg
[23].

100% B
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2.3.4 OYFOKENTPHXZH ME XYTEYZH (CENTRIFUGAL CASTING METHOD)

H néBobdog tng duyokévipnong oe ocuvduaopd He XUTeuon adopd tnv £yxuon TnyueEvou
METAAAOU TO OTIOLO TEPLEXEL KATIOLO AANO EVIOXUHEVO UALKO — £lTe TNYUEVO €ite o0t oTeped ddAon, ot
£va kaAouT/untpa popdormnoinong To omolo meplotpédetal yla ) mapaywyn FMG. Me nieplotpodn
™G KUATPAG dnpoupyeital pa duyodkevtpog Suvaun mou Bonbd otnv wbnon tou TNYUEVOU UALKOU
T(POG TA TOLXWLLOTA TOU KOAoUTILOU. ETOL ETTEPYETAL O SLAXWPLOUOC TOU ALWPOULEVOU OTEPEOU UALKOU,
KOL TOU TAYHATOC Twv U0 UALKWY, efattiog Twv SLadopeTIKWY TTUKVOTATWY TOUG, 0dnywvtag otn
Snuoupyia evog FGM. H katavour tng dwapfaduilong twv oxnuotilopevwv FGM amd autn tn
Sladkaoia punopet va emnpeaotel onUAvVTIKA armod T SLadopETIKN TUKVOTNTO LETOEY TWV CWHOTLSIWY
TOU EVIOXUMEVOU UALKOU KOl TOU TNYUEVOU UALKOU, TO PEYEDOG TwV CWHATIS LWV KaL TN KATAVOU Tou
pey£Boug, To LEWEEC TOU TNYUEVOU UALKOU, Kal Tov Xpovo otepeomnoinong. H CCM elvat amd T mo
onoteAeopaTIKEG LEBOSOUG yLa TV enefepyacio Tou kUpLou dykou Twv FGMs efattiag tou peydiou
geAéyxou otn ouvBeon kal Ttn Hikpodoun [23].

2.4 TMPOZOETIKH KATAZKEYH (MNK) FGMs

OL TeEXVIKEC e TIGC omole¢ UAkA Safabuopévwy WBotTwy mapdyovral péow MK
nieplypadovtal pe tov 0po Functionally Graded Additive Manufacturing (FGMA). Méow tng MK eivat
duvatdg o £Aeyxog tng mukvotntag Kal tn SlevBuvong tng e€wbnong tou UALKOU pEoa Og HLa
TIOAUTIAOKN TPLSLAOTATN KATOAVON f} aKOUN Kal To cuvSuacopo Sladopwv UAIKWY yLa Tn mapaywyn
ptag dopng petafarovrag tig Suo mpoavadepOeiosg mapapetpoug katd tnv e€wbnon [39]. H miBavn
StaBabuion tng pikpodopng mou pmopel va AndBei péow tng FGAM umopel va xapaktnplotel og 3
tonoug:

e MetaBal\opevn MUKVOTNTA UE OLOYEVA oUVBEeoN

e Etepoyevn¢ oclvBeon e TAUTOXPOVO CUVOUACUO 2 1 TOPATTAVW UALKWY KOTA TN petapaoch
otn dtadopetikr Babuida

e JuvOUAOMOC TNG LETABOANG TTUKVOTNTOG LLE TNV ETEPOYEVH OUVBEDN

241 OMOIENHZ ZYNOEZH

H opoyeviig ouvBeon pe tv FGAM &nuloupyel StaBabuion mopwdoug f IUKVOTNTOC HECW
oTPATNYLKAG Slapopdwaong tn ULKPOSOUNG 0To XwpPo 1N TNG Hopdoloyiag Twv TMAEYUATIKWY SOUWY
OTOV OYKO TOU UALKOU PEOW TNV TPooEyyLong e voxel [40], [41]. Ta tov oxedlaopod evog FGAM uAikou
elval amapaitntn n umodLaipecn Tou XwpPOoU oToV OYKO TOU UALKOU, Kal €vag TPOTOG yLa auTo eival n
xpnon twv voxels. H ué6odog twv voxel anotelei éva eidog Pndlomoinong evog Sedopévou oxnUOTOG.
Ta voxels opilovtal wg n avilotoiXLon Tou OYKoU Tou UALKOU O€ OTOLXELWSELG OYKOUG, KATA avTLoToLia
pe tn néBodo twv pixel o pia elkova. O XWPLOUOC EVOG OXNUATOC YIVETOL OE OTOLXELWSELG HOVASEG,
ol ontoieg Pndrlakd avtiotolyilovral os tipég undév 0 (deactivated region/false) kat éva 1 (activated
region/true). Emopévwg pe O yivetal avtloTtoixion oto KEvO Xwpo Kal Je to 1 yivetal avtiotoixion otov
Xwpo omou PBploketal to UALKO. Eva voxel povtého pumopet va oplotel w¢ evag 3D-mivakog omou kabe
oTolyelo auTou Tou Tivaka, avtutpoowrievel éva voxel [41]. H éunveuon micw anod tnh texvoloyia Twv
FGAMS Ttpo£pXETOL A0 MAEYUATIKEG SOUEC UALKWV TTOU £Xouv Bpebei otn dpuon, Omwe yla mopadetypa
oL StaBabpuioslg otn mukvoTnTa TN Sopng ota GovikdSevtpa, otic appwOELS SOUES TWV 0OTWV 1) EVOG
MU. H petaBoAn Tng mukvotnTag o £va UALKO e th Xprion tng MK €xel mpoodwaoel ota UALKA aUTA Th
Suvatotnta va dtapopdwbolv wg eAadpléc SOUEC e TIPOCAPHOOHEVN SLATaln MAEYUATOC KoL HE
TolkAopopdia otn yewpeTpia, £ToL wote va emiteuxBel uPnAn avtoxn e pUikpotepo Bapoc [40].
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2.4.2 ETEPOMENHZ ZYNOEZH

H FGAM ekdpalel Tnv W6€a TNG XpNong MOAAWY UALKWY PEoa amo o SUVAULKY cUvBeon
BaBudbwoswv | MoAUTIAOKNG HopdoAoyiag. H yewUeTplk Kot UALKA Slapopdwon Twv Pacswv
eAéyxel mavw art’ OAa TG Aettoupyeleg Kat Tig dLotnteg evog FGAM mpoidvtog. H moAhamAn xprnon
VALkwV tnG FGAM emiSlwkel va BeATiwoel tov evOOeTIPAVELOKO OEOUO PETAEU QVOUOLWV Kal
ooUUBaTwY UAKWV. ZuVvABelg aotoxlec OMwC amokOAANon 1 PWYHUEG TPOKOAOUVTIAL ATo TIG
eTupavelakeG TAoELG Tou udlotavtal katd tn oupBatik) MK pe moAamAd uAwa e€attiog tng
SLakpLtG aAAayng Twv WLOTATWY TWV UALKWY, TIOU LE aUTO TO TPOTO Uropolv va anodeuxBouv [40],
[42]. OL taoelg oe mapAdAAnAn kol eykdpola devBuveon Tou TpokaAoUvtol amod th SLodopeTkN
otaBepd Bepuikng SLACTOANG O Kplowa onueia pmopolv va pelwBouv onuavtika [43] kabwg n
Sladopormnoinon Twv LOLOTATWY Tou UALKOU UMopel va BEATLWOEL TIC eETLPEPOUG TAOELG [40], [44].

A+B

Ewkova 10: Zynuo ota aplotepad, avamapdaotacn cupuBatiknc uedodou MK ue moAAamAa vAika. Sxnua ota S&€ia,
aQVanmapaoTacn EKTUNWONG Ue MoAAamAd UAwka ue tnv FGAM.

Me tn TN Kal avapelen evog UALKOU oTo AAAO KATA TNV EKTUTIWON XPNOLLOTIOLWVTAC tia Suvapikn
BaBuidwaon, Ta Mpog eKTUNWEON OTOLXELD ITOPOUV VO OTTOKTA OOV TLG BEATLOTEG LBLOTNTEC KAl Twv SU0
UALKwv. Autéc petadibovtal oe OAo To BApOC TOU UALKOU Kol TOUTOXpovo Slatnpouv tnv
avOekTIKOTNTA, TNV avtiotacn otn ¢Bopd, TNV avtoxn otnv Kpouon 1N TIC GUOLKEC, XNMLKEG N
BloxnULKES N unXavikéG WBLotnteg [35], [45]. MA€ov ta etepoyevn) pelypata UALkwy &g xpelaletal va
UTTOVOLEUOOUV TIG LOLOTNTEC TOUG YLa val ETUTEUXO0UV oL eTBUUNTEG LOLOTNTEC. H KATAOKEUN [LE TIOAAG
UALKA TaUTOXpOVA WMOPEL €MIONG VO TPOOSWOEL OE CUYKEKPLUEVO ONUELO OTO XWPO, LOLOTNTEG
T(POCOPUOCUEVEG OTLC EKAOTOTE QVAYKEC [46].

243 XPHZH TEXNOAOTIQN NPOzOETIKHZ KATAZKEYHZ A FGAM

2431 EZQOH3IH YAIKOY (MATERIAL EXTRUSTION)

H e€fwbnon uAwoU xpnoldomoleital ywa tn Snuioupyiad TMPWTOTUNMWY, AELTOUPYLIKWY
OVTLKELUEVWY Kol FGMs. OLTILO ONUAVTIKEG KATAOKEUOOTIKES TP ALETPOL Elval TO TIAXOC OTPWONG KoL
TOL XQAPAKTNPLOTIKA TOU TAEYHATOG TANPwonG (KebdAato 3). AuTEG oL TapAUETPOL TIA{OUV CNUAVTLKO
POAO OTLG TEALKEG LOLOTNTEC TOU EKTUTIWHEVOU UALKOU. AKOWN, N Ttieon Katd tnv eEwBOnon mpémeL va
£XEL pLo oTaOePN TN, £TOL WOTE va UTIAPXEL KaAR evamdBeon [23].
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Ta ocuotnuata e€wBNoNg TtnKOUEVoOU
UALkoU (Fused Filament Fabrication) elvat tkava
va xelpilovtat moAAamAouc e€wONTEG UALKOU pe
to KaBéva va €xel OSladopeTikd  UALKO
katepyaoiag. Mia aMn  texvikn MK yua
efwbnon UAkkolL ovopadletal Freeze-form
Extrusion Fabrication (FEF) [47]. Z& auth Tt
Stadkaoioa KOTOOKEUAlETAL éva 3D
OVTLKE(EVO TIOAUCTPWHATIKA LE XPHoN UALKOU
oe popdry maotag. H Kataokeury ToOU
OVTLKELEVOU yivetat  oe Bepuokpacia Ewoéva 11: Synuatikd Sidypauua evog otatikol Uifep
XQUNAGTEPN Qb TO ONELo TAENC Tou vepol, KL Eves Tpmhol ebwdnts.
£TOL WOTE VO OTEPEOTIOLNOEL N MAOTA EVW EVATIOTIOETAL, TTAPAYOVTAG TO AVTIKEILEVO, TO OTTOLO, ETELTQ,
UTOKeLTal o peteneepyaoia. H Slepyaoia £xel xpnolpomolnOetl yla tn mapaywyn KEPAULKWY, OTIWG
o&eldlo0 Tou aloupviou, Tou Peudapyupou, SiBopiou kot Bloevepyd Lkplwpata. Mo TNV mopaywyn
Twv FGMs xpnowuoroleital cuvnBwg €vag TputAog e€wBntrpag, Oou o0 KABEVAG TIEPLEXEL ULa TTAOTA
UALKOU. Z€ éva oTOTIKO Mifep, yivetal avapeln Twv UAIKWY O Lol OLOYEVH TaoTa, Onwe daivetal
otnv Ewova 11 [23], [40]. To UAKO TIOU OXNUOTIIETAL TAYWVEL KAl OTEYVWVEL o UPNAA Ttieon Kal
XapnAn BOepuokpaocia yla apKETEG WPEC. € AUTO TO OTASLO, TO KOUUATL CUVTAKETAL 0 UYPNAN
Bepuokpacia mou tautoxpova eival xapunAotepn amnd tn Beppokpacio THENG TWV UALKWV TTAPACKEUNC.
BaolKA MAEOVEKTAMATO QUTAC TNG LEBOSOU Elval TTWE AUTH N TEXVIKN €lval apeon kot ¢Onvr. Qotoco
UTIAPYOUV KOLL KATIOLOL TIEPLOPLOKOL TTOU 0ipOopOoUV TN TTEPLOPLOUEVN AKPIBELO KOL TOXUTNTO KATOOKEUNG
o€ ox£on pe aA\eg peboddoug NK [23].

Static Mixer Static Mixer

FGM Green Part

2.43.2 TH=H KOKKQN (POWDER BED FUSION)

H xpnon pebébwv mou PBacilovtalr otn TAEN KOKKWY UALKOU MITOPOUV va TOPAYOUV
ovtikelpeva pe ouvBetn yewpetpia. Mia apketd Stadedopévn péBodoc sival n mMupooUCOWUATWEON
pe Aéulep (Selective Laser Sintering — SLS). H SLS €xel xpnotpomolnBel yla tn KAtaoKeun AELTOUPYLKA
Slopabulopévou  vavoouvBetou moAupepolg Nylon-11 pe Swodopetikd kAdopata OyKou
vavoowpattdiwv Slogeldiou Tou nupttiov (0-30%) pécou peyéBoug 15 nm, e T AnMoTeAEéoUOTA VA
daivovrat otnv Ewkova 12 [48].

Jtnv SLS Ol KOTOOKEUAOTIKEG TOPAUETPOL Ylo SLadOPETIKEG OUVOECELS €TUAEXONKAV HEOW
TELPAUATIKOU OXESLACOU, YLOL TO TIPOGSLOPLOUO TNG OXEONG LETAED TTOPAYOVTWVY TIOU €XOUV EMISpaAON
otn Sladikacio Kal to anmotéAeopd tnG. Ol TUKVOTNTEC KOl Ol ULKPOSOWEG amd To vavoouvOeTa
€€ETAOTNKAV LE OTTTIKI] HLKPOOKOTILOL KOl NAEKTPOVLKO ULKPOOKOTILO SLEAeuong (TEM). OL unXavikeg
L8LOTNTEG TWV SLADOPETIKWY CUOTACEWY €EETAOTNKOV Kol BpEOnKe OTL MOPOUGLATOUV UN YPOUULIKA

'y

Nylon-11 + 10% Silica Nano

Nylon-11 + 6% Silica Nano

Nylon-11 + 4% Silica

Nylon-11 + 2% Silica Nano

Pure Nylon-11

Ewkova 12: AaBn KataoKEUAOUEVN UE SLOPOPETLKA KAQOUATH OYKOU TWV KUPLWV UALKWV KQTAOKEUNG KAL Xpon TG
TEXVLKIG EKTUNWONG UE TTUPOCUTOWUATWON UE A€Llep (Selective Laser Sintering). Kade otpwua éxet uog 7.62mm.
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MeTaBoAn wg ouvaptnon Tou KAdopatog mAnpwonc. Emiong n ThEn pe Aélep (Selective Laser Melting
— SLM) eilvol Pl TEXVIKA TIOU MTOPEL va XpnolgomolnBel ylwa TN MOPACKEUN AELTOUPYLKA
SLOBABULOUEVWY PETOAALKWY KOUPOTIWY. Mg auTr TN TEXVIKN Unopel va ebaplooTel N ETEPOYEVIG
ouvBeon PeTAAAWY XpNnoLUomoLlwvTag OAAATAG cuoThpata tpododoaoiag. TENOG N TEXVLKN LE TNV
omola yivetat thén pe Séoun nAekTpoviwv pumopel va xpnotpomnolnBet yia tn mapackeur) FGMs [40].

244 ENEPIEIAKA KATEYOYNOMENH ENAMNO®GEZH (DIRECTED-ENERGY DEPOSITION -DED)

H evamoBeon petalikoU UAikoU pe Aélep (Laser Metal Deposition — LMD) eival pla
ONUOVTIKA TEXVIKR O auty TN katnyopia MK kalL xpnowomoleitat ouxvd vyl Tnv
KoTaokeuR/eniblopbwaon evog mpoiovtoc. H DED €xet tn Sduvatdtnta va enefepydletal, SlopOwvel,
EVIOYUEL KOUUATLA 1 va TIPOoBECEL UALIKA Og pLo uTtapyouoa dour| o pia eviala Siepyaoia, n onola
Oev elval emtevun pe aAAeg pebodoug MNK. Ze autr TN TEXVIKA ULlat S€oun amo AEWep TAKEL TN
MeTaAAK) OKOvVn Tou Pploketal péoa otn Kepalp eKTUMWONG KOl OUTA  evamoTiBevral
TIOAUOTPWHATIKA amod th Kedaln. Xe autr tn pEBodo eite n kepahn KLVelTAl KAl TO EKTUTIWUEVO
OVTIKE(UEVO MEVEL OTACLUO OTh TAQTHOpUA
eKTUMWONG Kal xTiletal eite avtiotpoda, n P

mAatdoppa  eKTUMWONG Elval ouTA  TOU P Inconel 625
Klveltat oto ywpo. H DED pumopel va N

' I . :
XPV]GLHOT[’OLHGEL V’la ™0 E«“aCKEUﬂ _; r Gradlent zone
UETAAALKWY QVTLIKELLEVWY HE SlaBabuion otn =

ouvBeon HECW TPOOCAPUOYNG TNG CUOTAGCNG
™G HUETOAALKAG ToLSpag Tou SloxeteleTal ‘
and v  kebah. Eva  mopdSeypa o - =
Aettoupyka StaBabulopévwy UAKwy, gival n e
Katoaokeun avofeidwtou atcaAiol 304L pe

304L stainless steel

) , Ewkova 13: SYnUaTIKO SLAYPOUUO KO (wTOoYpa@ia arto
Inconel 625 pe tn ouykekpluevn HeEBOSO StaBaduLon Tou EKTUTWUEVOU KPAUATOC.

ektUmwong [49].

2.45 2YTKOAAHZH EAAZMATQN (SHEET LAMINATION)

H ocuykOAAnon eAaopdtwy eival pia Stepyacia mPooBEeTIKNG KOTAOKEUNG LE TN XPHON UALKWY
oe otépea popdr. H meplocdtepo ocuvnBLopévn TeXVIKN auThg TG Slepyaoiag ival n mpooetTikni
KOTOOKEUN HUE UTeprixoug (ultrasonic additive manufacturing - UAM) 1 aAAlwg evomoinon Héow
umepnxwv (ultrasonic consolidation - UC). Katd autr Tn TEXVIKA XPNOLULOTOLOUVTOL €AACHATO
UETAAWV TIOU cUYKOAAOUVTAL PE UTTEPAXOUC. TuvnOn pETtalla sival avofeldwTto aloupivio, YOAKOG,
TITAvio, aAoupivio. ZuvnBbwg amatteital kot emnpocdetn enefepyacio pe CNC epyaAelOpNXaVES yLa
NV amopovwon axpnoLomoinTou UALKOU KoTd tn ouykOAAnon. EXeL yivel €TUTUXAG KOLVOTOUA
ovamntuén petaAkwy FGM  xpnolpomowwvtag avofeidwto aloupivio kat ¢UAa alouptviou Kot
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xaAkoU [23]. Ta ¢UAa evomolnOnkav HEOW CUYKOAANONG HE UTEPAXOUC. XPNOLUOTIOLWVTIAS TO
pnxavnua ya tn UC €yve mapaywyr HNXaviKwy Sovioswv Tng taéewc twv 20kHz.

Cu Cu
o Tav— ey
. <— AI3003 N ag e T
ss R PGS, L P2 o
: S S8R ST A1 3003

S T Ay

<“«— A1100 =S o e TRy 2, I

o o, 308 B et A

S
W Al 1100

Ewova 14: Elkovec omttikig Uikpookoriog FGM Sokiuiou. Aplotepd, MepLoxl) EKTUTIWUEVOU UALKOU UE TN uéJodo
EVOTTO(NONG UECW UTIEPNY WV, UE EUPAVELS TIG TTEPLOXES SLAPOPETLKWYV UALKWYV TTou xpnotuormotndnkayv. Asid, eikova
™G Uikpodounc tou (btou uALkou.

246 WEKAIMOZ YAIKOY (MATERIAL JETTING — M)J)

H texvoloyia Pekaopol UALKOU £XeL TN SUVATOTNTA VA TTAPAYEL KOUUATLO OTTO EYAAN VKA
TIOAUUEPWY, HE HEYAAN XPWMUOTLKA TOLKALQ, HE UAKPOOKOTILKA Atgieg emidpaveleg, Slatnpwvtag
akpiBela otig Slaotaoelg, TnG TAfewg tou 0.1mm, Kol OAa autd og pla povo ektunwon [50]. Auti n
Slepyaocia Sivel tn duvatotnta Stapdopdwon AEMTWY TOXWUATWY KoL TTIOAUTTAOKWY YEWUETPLWV. €
auti tn pEBobo exktunwong (Polylet), n kedpaln ektimwong e€wbel dwrtomoAupepn wg uvypa
otayovidla mopdAAnAa He To UALKO oTAPLENG, KAl ULo uTteplwdng mnyn aktwoBoAiag, ocuvnBwg UV
Aaurma, BonBadel otn okAnpuvon tou UALkoU [51]. ZuvnBwg otn Polyjet texvoloyia, akohouBeital kat
£va emunpdoBeto Bripa okAfpuvoncg yla t puBULon Tng molotnTag the emipavetag [50], [52], [53]. 2e
OUTO TO €l60G KATAOKEUAOTIKAG HeBOdou umdpyel peydAn sueliia 6oov adopd To TUTO Kal Tov
oplBud Pekalopevwy VALKWY. Etol pmopet va BewpnBel katdAAnAn pébodog yia tn kataokeur) FGM
Ue TOAUTIAOKN YeEWHETPLlA Kal ouvBeon tng Stapabuiong os Sadopetikég kateuBUvoelg. Qotdoo,
UTIAPXEL HeYAAo TToo0ooTd UALKOU Ttou &€ XpNOLUOTOLEITAL KAl 08NnysiTal oTa AMopPILUATA, OTWE TO
UALKA TTOU XpnoLomololvToL yla Th dnutoupyio Tou umootpwuatog [52].

Ewkova Etkova 25: Aokijia eQEAKUCLOU KATAOKEUAOUEVA OTTO SLOPOPETIKA €N
egumoptkwv UAtkwv (TangoBlackPlus kot VeroCyan) yia Yekaouo UALkoU pe
StaBavuton otn ovotaon.

2.4.7 TPOKAHZEIZ TIA TH MNMPOZOETIKH KATAZKEYH 2E 2XEZH ME TA FGMs

OL KaTaoKeVEG TTou Ttpogpxovtal amo tn MK sival mpog To mapdv EMPPETELG 0 ECWTEPLKA Kal
£EWTEPLKA eAOTTWHOTA, e€OITIOC TWV TTOAUAPLOUWY TTapapETPWY Kol SuokoAia mpoadloplopol TG
ouVOUOOTIKNG €eMidpacng Tou €Xouv. ZJUVEMWG, TA TOLOTIKA XOPOAKTNPLOTIKA MUITopoUV va
Sladopormnolovvtal og peydlo Babud petafd moptidwy f Kot TUTIOU pnxavnuatwy [3]. H katoaokeun
Twv FGAM pe mepimAOKEG e0WTEPLKEG SOUEG Kal oKpLBn Katavour twv ¢acswv twv Sdtadopwv
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CUOTATIKWY OTN UIKpOoSoun onpaivel 0TL N TaxUTNTA KOTAOKEUNG, AKPLBELO KOl AMOTEAECUATIKOTNTA
KOTA TNV aAAayr UAKWY PETAED OTpWHATWY TIPETEL va BeEATIWOEL yla ta umtdpyovta cuotipata MK
[46]. OL epmopika SlaBéoipeg MK texvoloyleg elval akOpo AELTOUPYIKEG OE OHOYEVH] UALKQA, EVW
eotlialouv oe Ulot PBOOLKA YEWUETPIKA Tieplypadr TOU OVIIKELPEVOU, Omou yivetal avabeon
UEUOVWUEVWY UALKWV OE CUYKEKPLUEVEG TTEPLOXEG. EMUTAEOV, O XAPOKTNPLOUOG TWV LSLOTATWY €lval n
peyaAUtepn TpokAnon yia tnv FGAM kat amattel uPpnAou emunédou Kot akpLBelog LETPAOELS in situ
[3]. NapoAo mou umdpxel Eva kablepwpévo TTAaioLo povtedomoinong yla va amodelyBel n mpooéyylon
™G MeTAPANTAC OLOTNTOG SLOPABLLOUEVNG KATOOKEUNG, TIAPAMEVEL N AVAYKN VO €EETACOTOUV OL
SlLobLKaoleg Kol Ta TPWTOKOAAA TIou propoUlV va gyyunBouv £va Tio aflomioto Kol poBAEPLUO
OTMOTEAEOHA, ELOLKOTEPA OTOV EUMAEKETAL N KATAVOMN TwV UAWKWY oTL Stadopeg dAoeLg Kal n
peTaBaon otig IBLOTNTEG péoa otn Soun [44], 0w Katl {NTAUATA CXETIKA LE TNV ETUAOYN TWV UALKWY,
10 £(60¢ TNG SOUNAC KaL N TaxUTNTA KATAOKEUNG, yLa TNV Ttapaywyr] FGAM pe yapunAotepo kootog [54].
Ma va yivel petadopd ota Asettoupylkd FGAM mpoiovta, Kalvotopa cuotiuata tpododoaciog mpemel
va avarmntuxBbouv.
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3 KATAZKEYH FGMs ME2Q EMIAEKTIKHZ ENAMNOBOEZH2
YAIKOY

3.1 BAZIKEZ MAPAMETPOI TPIZAIAZTATHZ EKTYMNQZHZ MAETMATIKQN AOMQON

Eva oAU onupavtikd mAsovéktnuo tng MK texvoloyiag eivol n KOTOOKEUR OXL HOVO
neplmlokwv Souwv aAA@ kal blaitepa ehadpwv Sopwv, Xwpic mapdAinAa umofabuion Ttwv
pnXavikwv Ttou¢ blotNtwy. EwSikotepa, o  epapuUoyéC TNG auUTOKLNTOPBlopnyaviog Kat
0ePOSLAOTNULKAG, QUTOC eivol €vag TOoAU OnUAVIIKOG Tapdyovtag omd Onmou Hmopsl va
gfolkovounBolv ypnuota Adyw TNC MEIWONG KATOVAAWONG KAUGLIUWV KAl TOU GUVOALKOU
amotunwuatog avBpaka oto neplBailov [1], [3]. Mo AUTO TO OKOMO €ivol apKeTd SladeSoUEVES oL
TIAEYMOTIKEG SOUEG. MNa TO oXeSLAOUO MAEYUATIKWY SOUWV lval TAVTA amapaitnTo va yivel n emioyn
KoL n BeAtiotomnoinon TG YEWHUETPLKAG SOUNG TTOU amaLTeitaL. Ta TEPLOCOTEPA EUTIOPLKA AOYLOULKA
Pnolakng oxediaong (CAD) £xouv TEPLOPLOUEVEG SUVOTOTNTEC Kol £pyoAeior oxedloopol Kal
mpocopolwong TAEYUOTIKWY SOoUWV, €MOUEVWG cuxva ebapudletal n xprion aAyopibuwv Kot
UTTOAOYLOTIKWV LEBOSWV.

Itn moapovoa AE, n texvoloyia tpLdLACTATNG EKTUMWONG TIOU XPNOLUOTOLNONnKe yla tnv
KOTaoKEUN TMAsypatikwv Sopwv Atav n Fused Filament Fabrication (FFF), n omoia avAikeL otnv
gupuTEPN Katnyopia twv pebodwv MK e€wbnong uAkou (Material Extrusion). Ta otolxeia mou nailouv
ONUOVTLKO TIOLOTIKO pOAO 0TO TEALKO amoTéAsopa auTr g TN Stadkaoiag ival n dtaoctatikn akpifela
TWV HEUOVWHEVWVY VWV TTAOOTLKOU TIOU SnpLloupyolV TNV KABe otpwaon Kal to potifo tomoBbEtnong
TOUC OTOV XWPO YLO. TNV KOTOOKEUN LG TIAEYUOTIKAC Soung. H moltotnta tng kabs otpwaong UALKoL
KoL n Slaotatiky oakpifela e€optwvral and To MAXOC TNG OTPWONG, TG LOLOTNTEG ToU UALWKOU, Th
Beppokpacia ekTUMWONG KOl KAMOLEC TOPAMETPOUG TNG Olepyaocioc Omwe Tn OSLAUETPO TOU
okpoduaoiou, tnv okpifela tou cuotipatog MK kat tov puBuod evamobeong uAwkol. O pubudc
evanoBeong UALKOU PEAETHONKE EKTEVWG OTA TELPALOTA TTIOU €YLVaV, KOBWGE OL TTAEYUATLKEG SOUEG TTOU
napnxdnoav amoteAouvtav and UEPOVWHEVES iveg kaBoplopévou Uoug/mAdtoug, yia tnv e€wbnon
TWV oTolwv £MPETE val YIVEL TPOOEKTIKA PUBULON TNG TAXUTNTAG EKTUMWONG 08 GUVSUAOUO HE TNV
OYKOUETPLKA TapOoXr TOU UALKOU. H amokALon TG MAEYUATIKNG SOUNG OTtd TNV OVOUAOTIKA YEWUETPpla
elval mepLoodTEPO 0paTH) OTAV OTO TIPOG KATAOKEUT] OVTIKELLEVO, TO UALKO TIOU evaroTiBeTal amno tn
kedan eival mapandavw omnod to pubuiopévo (overfill) e anotédeopa va Snpoupyolvtal avwUoALEg
oTI¢ iveg/efoykwpata | avtiotoxa ot onueia mou eival pkpotepn n evandBeon (underfills),
Snulovpywvtag eMelPelg kal Kevd. AuTA Ta YOPOKTNPLOTIKA amodidovtal wg opaAdtnTa Tou
otpwuatog (layer evenness), kat kaBopilovtal emiong amo TiG MAPAUETPOUC TPOXLAC TNG KedaANG [55].
H peBodoloyia BeAtiotonoinong Twy MapanAvw MOPAUETPWY TIOU akoAouBnOnke meplhapBavel ta
mapakatw otadia [55]-[57]:

1. BeAtwotomoinon twv poviéAwv CAD, avdloya MPE TO TeAKO OKOMO, WUETABOAN TOU
T(POCOVATOALOHOU TOU QVTLKELHEVOU, TNC BAONG KAl Tou Slaywplopol Tou OXAUATOC OF
eMpépouc onpela (slicing).

2. Eowtepikdc oxeSLaopUoC Tou otpwpatoc. Autd mephapPavet tn dnuoupyia / BeAtiotonoinon
NG TPOXLAC TNC KEPAAAC, TOV TIPOYPALUOTIONO TNG EVATIOOECNC KOl TNV ETUAOYH TTAPAUETPWY
Slepyaoiag.

3. Avamrtuén efeldikeupévwy alyopiBuwyv Snuoupylag Twv TEXVOAOYIKWY TIPOYPAUUATWY
KOTOOKEUNC Kal UYKPLON EKTUTTWHEVWY SoKLUiwy pe Kwdika ou €xeL mapaxOei péow CAM.

4. O gmutonou €Aeyxog kat mapakoAolBnon tng FFF Silepyaociag. Autod adopd tnv akplpn
TomoBEtTnon otoug Afoveg X,y,z , EAeyxoc tng Tpododoaciag, Kol avixveuon Twv EAATTWHATWY
KOTA TNV KATAOKEU).
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slicing

Ewova 16: Zxnuatiko Siaypauua the nopeiag BeATLOTONOINONG MAPAUETPWY ULXG EKTUTTWTLKIG Stadikaolag.

3.2 NEPITPA®H THXZ TEXNIKHZ ENAMOGEZHZ YAIKOY- FUSED FILAMENT
FABRICATION (FFF)

21t texvoloyia FFF, to uAiké tpododoaiag eival BeppomAaoTiko e Tn popdn VALATOC, TO OToio
KoTaAnyel o €vav Beppawvopevo e€wbntr [58], [59]. Méow aUTAC TNG TEXVLKNG TO UALKO efwBeital
TPOG TA KATW amod éva akpodpuolo, kabwe n Beppokpacia avfdvetal kat Eemepvdel Tn Bepuokpacia
™MENG Tou UAWKOU, Ewova 17a [60]. H abénon tng Beppokpaciag to kabilotd katdAAnAa lwdeg yia va
vivel n e€wBnon kat n xprion tou akpoduciou elval anapaltntn yla Tov EAeyxo NG SLAUETPOU TNG
lvag mou Ba etwBnBel [60]. To TtAyHa evamotiBetal oe €va oOTpwUA NON EKTUTIWUEVOU
OTEPEOTIOLNUEVOU UALKOU, UE amoTEAECO oL BeppEG iveg Tou UALKOU va cuykoAouvtal, Etkova 17b
[59]. H KATAOKEUT) TOU QVTIKELLEVOU TIPOKUTITEL ATO APLOUNTIKO EAEYXO BAOLOUEVO O€ KATIOLO KWALKA
Tou eAéyxeL tn kivnon tng KepaAng oe OAn tn mAatdpoppa evandbeong, o€ OAA TO OTPWHATA
eKTUTIWONG, KABWC Kat TIg Stadopeg mapap£Tpouc tng Stadkaoiag.

F

) | Pinch roller feed

Pressure drop |
over liquifier 4P

Polymer melt T Bead swelling

l ~
Ewkova 17: a. MovtéAo tnéng kat pong tou moAUUEPOUG UECA OTN KEQPAAN TOU EKTUMIWTI Katd TV FFF, b. Baotka
otoyeia tn¢ FDM/FFF Siepyaoiog.

YuvnOn UALKG TTou XpnoLpomolouvTol o€ auth T Slepyacia sival to OgpuomAaoTikd, Omwg Ta
moAupepr okpulovutplho-Boutadiev-otupévio (ABS), Nylon kat moAu(yalaktikd o€U) (PLA), pe
ouvnBec péTpo ehaotikoTnTag HeTafl 1.3-3.6 GPa kat avtoxr) 30-100MPa [61]. DuoLKA, OL UNXOVLKEG
OVTOXEG TWV TPLOLACTATO EKTUTIWHEVWY QVTLKELUEVWY MUIOopel va Slad€pouv onUOVTIKA omd TIG
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LOLOTNTEG TWV CUUTOYWVY OVTIKELUEVWY TIOU TIPOKUTITOUV HECW XUTEUONG Kol autod odeiletal otov
TPOTO TIOU Ml Sopn UMopel va oxnuatloTtel. Emopévwe, yla vo BeAtiotonotnBoulv oL JNYXOVIKEG
OVTOXEG TWV TEAWKWVY FFF avTlKElPéVWY, TIPEMEL MPWTIOTWE va KotavonBel To MWE N EKTUTIWTLKA
Sladlkaola pmopel va £€xel avtiktumo otn TeAlkn moldtnta. Auto, Opwg, Sev elval eUkoAa
vAomolnolpo, KoBwg €vag PeYAaloC aplOUOC KOTOOKEUNOTIKWY TIOPAMETPWY UTIELOEPXETAL OTNV
EKTUTIWTLIKNA Sladikaoia [59].

‘Eva amo ta peyaAUTEPOA KOTOOKEUQOTIKA TpoBARaTa eival otav §gv UTIAPXEL OLOAOTNTA OE
éva otpwpa. Auth n emwdavelokn avwpalia (overfills kat underfills) Ba cuveyioel va untdpyel ota
EMOUEVA OTPWHATA KAl EMNPEALEL TN TTOLOTNTA TOU EKTUTIWLEVOU OVTIKELUEVOU UETA TO TIEPAG TNG
ektunwong. Ta overfills tpokaAouvtal otav yivetat e€wbnon UALKOU TTapammAvw oo TO AMALTOUUEVO
kot ta underfills mpokaAoUvtal otav yivetal e€wBnon UAkoU Alyotepo amd to amottoUpevo [55].
MpoBAfuata eniong pe tnv tpododocia mapouaotdlovral Kol Otav MPOKELTAL va oTplel N KepaAn,
KOlL 000 AUEAVETAL N TTOAUTTAOKOTNTA EVOG OXNATOC TOOO TILO CUXVA gpdavileTal auTto To palvouevo.
Edv BewpnBel OTL €xou e LOOPPOTILA OTO CUOTNUA KAl oToOepEC CUVONKEG LOXVEL:

My = Moy (1)
'Ortou mi, (kg/s) kot Moyt (kg/s) avtutpoowneouy tig HATEG TOU VARATOC TTou odnyeital otov eEwdnth
KOlL TOU NHL-0TEPEOU UALKOU 1 aAALWG ivag Tou pEeL amd To akpodUalo, avtioTtoixws. AKOUN:

(2)
Pout Vhead
'Omou pin KAl Pout ELVAL OL TIUKVOTNTEG TOU VAUOTOG KoL TNG Lvag, Vroler ELVAL N TaXUTNTO ELGPONC TOU

VAMATOC O€ (M/s), Vhead ELVOL 1] TAXVTNTO KiVNONG TNE KEPAAAC O (M/S) KO Stilament KAL Sroad (M?) Elvait
ol SLATOUEG TOU VAMOTOG Kal TNG vag avtiotolya. MNa va amodeuxBouv ta overfills kat underfills
gfaltiog Tou pn emapkolg eAéyxou NG FFF ektUmwong og KABe oTPWUA, TIPETEL VA Yivouv aAAaYEG
OTh YeEWUETPpLa TNG SLATOUAC TNC Lvag KAL TIPOCAPUOYH] LE TIC OXESLAOUEVEG TILEC, EVVOWVTAC WG TO
Sroad TUPETIEL VA PElVEL OTOOEPO [55].

_ Pin VrolterSritament
Sroad -

3

Sroad
" 7

< Vbead

Ewkova 18: Zxnuatikn avarmapaotaon otadepnc KATaoTaons eVvarmodeons

Mapakdtw moapouotdlovtal ev cuvtopia ol Baotkoi Adyol dnuloupyilag twv overfills kat underfills
KOOWCE KoL N OVTLIETWTTLON TOUC:

o Yynuatiopdg overfill e€attiog Tne peiwong tng taxvTnTag TG KEPAANg ota onpeio otpodng.
2€ QUTEG TLG TTIEPLOYEG UTTAPXEL TLIOAAR £VTOVN KaL CUVEXNG ETILTAXUVON Kol eMBpavéuaon. Mo tn
BeAtiwon tng Katdotaong UmopoLv va epappootolv SU0 CUCTAUATO EK TWV OMOLWV TO £va
niepthapBavel tnv emBpdaduvon otng mMAothoppoc we tpog X-Y dfoveg og auTo To onpeio Kat
ETUTAYUVON OE UL TTPOKABOPLoEVN TaXUTNTA OE £VOL CUYKEKPLUEVO EVAPKTNPLO oneio. To
AaAAo clotnua adopd pa evdldpeon taxvtnta Petafd TnS MPWTNG mpog tn deUtepn Kivhon
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3.2.1

obudwva pe tn mpokaboplopévn emBpaduvon/smtdyxuvon. To cucTAUOTA QUTA
ovopalovral stop-at-turn kat blended-move avtiotowya.

Ixnuoatiopog overfill kat underfill e€attiag tng yewpetplag otig ywvies. Yndpyxouv kamola
onpeia otpodrg 6mou To UAKO evamotiBetal SUTAG. AuTEG oL TteploxEg ovopalovtal Double
Deposition area (DDA). Auto odeiletal otn ywvia 6 katd tnv onoia otpifel n kedpar. Oco
peyaAUTepn N ywvia, Tooo 1o mibavo sival va umapéet autn n Suthn evandBeon. H meploxn
QUTA YL Vo EXEL TN UKPOTEPN TBavotnta va eudaviotel Ba npenel 6 = m. Eniong, n DDA
glvat avaloyn tou mAdtouc tng vac. Ta overfills auédvovtal/pelwvovtal 600 To mAXoG TG
elvat avgavetal/pewwvertat. Ta underfills prtopoUv va oxNUOTIOTOUV O QUTEG TIG TIEPLOXEG OF
ULKpOTEPO PaBUd, WOTO0O OQUTEC OL TEPLOXEC avtlotabuilovial HEOw TNG OPVNTIKAG
MeTaTomniong Adyw Tou YEUIOUATOC Tou TieplypAappatoc. Me Alya AoyLa, ta underfills prmopolv
va e€aleldpBouv péow mpooekTikol oxedlacpol SLadpoung Tou cuaothuatog, aAla ta overfills
OTLG 0TPOdEC €lval OUCLAOTIKA avaTrtOdEUKTA.

possible
underfill
area

"%

double
deposition
area
Ewkova 19: EEoykwuata Kl EGOXEC TTOU SNULOUPYOUVTAL KXTA TV EKTUTTWTLKY Stadikaoia
Ixnuatwopoc overfill kat underfill e€attiag Tng un KatdAAnAou maxoug vag r PeTATONIONG.
‘Otav oAokAnpwvetal n evanobeon evog oTPWUATOC, LETAEY SUO0 YELTOVIKWY 06wV UMOpPEL va
napatnpnBouv eite underfills eite overfills. Ma va undpéel pa wwotun enwdpavela, dvo
VELTOVIKEG (VEG TIpETEL VOl eTKOAUTITOVTAL. 2TNV Elkova 20 dpaiveTal OTL TO TAEOVOOLO UALKOU
oTnV Kown meploxn evanobeong (S1) Ba avtiotaBuiosl To KEVO 0TOUG XWPOUG TAVW KAl KATW
oo to NUIKUKALA (S2, S3) kat av Bewpn Bel mwe Ta peuoTd eival acupmieoto TOTe To dBpolopa
TWV NUIKUKALwv Ba pag dwoet tnv S1 emudpavela. MNa va anoktnBel n wotn enwdpavela
TPEMEL va. akohouBnBouv U0 Bripata ylo T TPOCOPUOYN AUTWY TwV SU0 TAPAUETPWV.

.D
t v
Rl C Té:x
Road 1 515  Road2

Ewova 20: Emuduuntr evanodeon twv vwv

APXLKA, OTAV UTTAPXEL KATIOLO KEVO PETaED SUO0 YELTOVIKWY VWV, Eival apKeTo ite va auénBel
To MAATOG NG (vag £ite va pewwdel n amdotoon petafl Twv vwv. Avtibeta, edv KAmolo
e€oykwpa gudaviletal HeTafl TOUg, IPEMEL va PelwBel To Taxog Tng vag i va auénbel n
ondotoon Touc.

SLICING
To av Ba elval n ekTUMWON EMTUXAG 1N OXL €£APTATAL ONUAVTIKA Ao TOV OWOTO TELAXLOUO

tou tpLdldctatou oxediou (3D slicer). Ot 3D slicers avrikouv otnv gupltepn Katnyopia twv CAM
(Computer-Aided-Manufacturing) Aoylopikwy mou adopoulv tn 3D ekTUMWOoN Kol HeTatpénouv ta 3D

Pndrakad povréha og 0dnyieg extumwong yia tov ektuntwth. O 3D slicer ouolaotikd «kOPBeW /Tepaxilel
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to CAD povtélo og opl{ovTtia oTpwuata pe Baon Kamoleg pubuioeslg. Tautdxpova, unohoyilel moco
UALKO €lval amapaitnto ylo To XTIOLO TOU QVTIKELLEVOU, OAAQ KAl O XPOVOG ToU armatteital yla tnv
ektUnwon. OAeg autég oL mAnpodopieg odnyolv otn Snuiloupyia evog GCode apyeiou, To omoio
otélvetal oa TAnpodopia oto printer [62]. Mpv TO TEQAXIOUO TOU HOVTEAOU TIPETEL val £XEL Yivel
TipoNyoUEVWG oxedlaopuog 1 3D odpwon evog ¢ductlkol POVIEAOU Kal N HETATPOTH Tou ot .STL
apxelo. H ovopaocio twv apyeiwv STL mpogpyovtal and tn Aé€En STereolithography kat pmopolv va
g€ayxBouv ano ta neplocotepa CAD Aoylopikd. Mo autd to Adyo A€oy, n ovopacia STL petadpaletal
w¢ «Standard Tessellation Language» kal 0 OKOTIOG QUTWY TWV apXeLwV lval pévo n meplypadr tng
YEWUETPLAC TNG EMLPAVELAC.

OL aAyoplBpuol mou akohouBouvtal amd Ta AOYLOULKA
slicing Baocilovtal oto Xwpopo evog emumédou o ULKPA
Tplywva. Ouoclootika éva STL apyeio Sivel ta amaltovpeva
Tplywva Tou avamnaplotouy tnv eEwtepkn emnidavela tou 3D
HOVTEAOU, £TOL WOTE va EKvoeL n Sladikaoia Tou TepoyLopoU.
O tpomog tepaylopol Baoiletal otn Komn eNUMESWVY OV €lval
mapA&AAnAa pe Th BAon Tou eMUMESOU, MAPEXOVTOC TTOLWKIALQ OTLG
TIHEC KaTA ToV d€ova z, Ttou avtikatomntpilel to UPog [63]. Onwg
daivetal otnv Ewkova 21, kaBe eminedo Toung SlaoTaupwveTaL
LE Ta Slavuopata U Kol v Kal KOPeL ta empépouc tplywva. Emi
npocBta, to UYPoc h tou emumédou amd tn PAon Kal To
povadiaio Stavuopa n eival yvwotd. Me tn Bonbela twv
SLadpopwv Kopudpwy TWV TPLYWVWV gival edpikto va urtoloylobet Ewbva 21: Tolywvo kouuévo amd éva
n anoctoon amno TG KOpudEG 0To EMIMEeSO OMOU YIVETOL N TOUN  eninedo topric (mpdotvo) ue ta Staviouara
[63]. Mo va eival edktr n Snpoupylo MEMEPACHEVWY TPLYWVWY  XWPOU i Kot j.

YLOL TO XWPLOKO TNG ETILPAVELOC TIPETIEL VAL LOXUOUV OL AKOAOUBOEC
npolmnobéoelg [64]:

1. KdBe dkpo mpemnel va polpaletal pe dAa dvo tplywva

2. 'Eva dldvuopa va polpaleTal e évav aplBuo Tplywvwy

3. KaBe tplywvo mMpEmel va £Xel TOUAGXLOTOV pLlo. Kopudr Kowr HE KAmolo GAAo Tpiywvo-
ocuvdeouotnTa

4. Edv éva dlavuopa potpdletal e éva deUTEPO TPlywvo, TOTE auTd elval emiong SLAvuca Tou
SelTepOU TPLYWVOU

5. Kavéva tplywvo Sev €XEL KATIOLO CNLELO TOUNG LE TO ECWTEPLKO GAAWV TPLYWVWV.

MPAKTIKA gival TTOAU ONUAVTIKO Vo yWwPLlel KATIOLOC TO TIWG AELTOUPYOUV TOL AOYLOULKA QUTA, WG TTPOG
TLG TTOPOETPOUG TIOU ELOAYEL O XPHOTNG. H yvwon aUTwV TwV MApAPETPWY Unopel va SWoEL TO CwoTo
uToBaBpo ylo va pmopel va SLaxelpLloTel auToU TOU £(60UG TA TPOYPAUUATO Kol Topouatalovtol
TMAPAKATW [62]:

1. 'Ygog otpwparog (Layer Height)
To UOG TOU OTPWHATOC AVTIKATOTTPI(EL TN TTOLOTNTO TNG EKTUTIWONG. AUTH N MAPAUETPOC EAEYXEL TO
Uog/maxog tou KAOe oTpWHATOC. Ta EKTUTIWHEVO UALKQ TIOU €XOUV ULKPO TIAXOC OTPWOTOC
KOTadEPOUV VA TTOPOUGCLACOUV TIEPLOCOTEPEG AEMTOUEPELEG KAl TILO Agleg emupaveleg eneldn) ivat
SuokoloTepo va SlokplBouv Tta empépoug otpwpata. Me Alya Adyla, 600 IO ULIKPO TO TAXOG
OTPWUATOG TOOO KaAUTepn n amddoon Tou HOVIEAOU, PE emimIwon tnv avfnon tou Xpdvou
ekTUMIWONG. Q¢ N BEATLOTN TLUA TAXOUG OTpWHOTOS Bewpeital ta 0.05 mm, KatL To omolo dev eivat
PEAALOTIKO OEVAPLO YL TOUC TIEPLOCOTEPOUC FFF eKTUMWTEG yla AELToUpyLkoUG AOYoUG. I TIOANEG
TMEPUTTWOELG, Taxo¢ 0.1 mm Sivel LKOVOTIONTLKA amoTeAEoHaTa 600V adopd TIG AEMTOUEPELEG. Ma
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TMEPUMTWOELG TIou Sev amartteital uPnAn AeMToPEPELD, XpNOLUOTIOLELTAL TTAXOG TNG Tatewe 0.2 mm 1)
TLEPLOCOTEPO.

2. Ndyxog dAowot (Shell thickness)

Mo TNV eKTUMWON EVOC AVTIKELMEVOU KOL TIPLV TNV €VOMOBE0N TwV EMUEPOUG OTPWUATWY, gival
oanapaitnto €va e€wtepkd KoUdLo Toixwpa/kEAUPog mou va kpatdel otabepry tn doun os KAbe
oAAayn OTPWHATOG. AUTO OUCLOOTIKA atOTeAEL £vag armd TOUG TILO CNUAVTLKOUG TTAPAYOVIEG E TOUG
omoloug n dopn Slatnpeital KATA TNV EKTUTIWON).

3. Avappodnon vAwkou (Retraction)

AuTn n pUBULON SLVEL TNV EVTOAN OTOV EKTUTIWTA Vol «TPpaBnéely mpog ta miow to UALKO Tpododooiag,
Slakomrovtag tn por UALKOU amd To akpoduato. Autd cuvnBwg XpnoLUOTOLE(TaL OTOV UTIAPXOUV
OLOUVEXELEG OTLG TIPOG EKTUTIWON ETILPAVELEC, OTIOU SV TIPETIEL VAL UTTAPXEL UALKO. H avappddnon sivat
ouUVNBWC EVEPYOTIOLNUEVN EKTOC KL OV SEV UTIAPYOUV QOUVEXELEG OTO OPXLKO TIPOC EKTUTIWON LOVTEAO.
AuTh n pUBON TpokaAel oplopéveg dopEC Kol Kamola mpoPAnuata, kKabwe to vApa Unopsl va
dpatel to akpoduaolo.

4. Mukvotnta tou eowtepikou (Fill Density)

To mAéypa mAnpwong N aAAwwc infill avadépetal otn mukvotnta Tou
XWPOU HEoa armo Tov e€WTEPLKO GAOLO TOU AVTLKELUEVOU TTOU YeUileTal
UE €va TIPOKOOOPLOUEVO TIAEYUATIKO HOTIBO, N MUKVOTNTA TOU Omoiou
kaBopileTal o MOCOOTO €Ml TOLG eKATO %. EAv éva avtikeipevo £xeL
ektunwBel pue 100% infill, onuaivel mwg eowtepka lval cupayEG
otepe0. Ooo peyalUTtepo gival autd TO TOCOOTO TOGO Tio Suvato Kal
BapL Ba eival To avtikeipevo al\a amatteital peyolltepn Slapkela
oTNV eKTUMwon aMa kol moodtnta UAlkoU. Omwg pmopsl va
OUMMEPAVEL KOVEIG, auTO pmopel va amodelyBel apkeTtd akplBo kat
XpovoPopo e€dav kaBe ¢opd xpnowwomnoleitar 100% infill. Ta
Aewtoupylk@  avtikeipeva, ouvnBwg éva  75-100% infill  elval
anapaitnto. Ta potifa mAnpwong mou unootnpilovtal and to cuvron =
slicing Aoylopikd eival ‘opoyevh’ wg PogG TIG LOLOTNTEG TOUG OE EMUMESO £ 5,y 22- Hapouala'c.rri &wo'pgzm'o
otpwong, Olatnpwvtag (6o TMPOoAVATOAOMO, TUKVOTNTA  KOL ooootol infill o Sokipta.
onootoon UETAfy TWV UEUOVWHEVWVY VWV, CUVETIWG E£ival apKeTd

TIEPLOPLOUEVA WG TIPOG TLG YEWUETPLIKEG TIOPALETPOUG TIOU LITOPOUV Vol

opLoTOUV amo Ttov Xpnotn kat dev umootnpilouv mMPog to mapov duvatotnta daBabuwong tng
TIUKVOTNTAG o€ 2 1 3 SLACTACELG.

5. Taxutnta ektunwong (Print Speed)
H toyVutnto pe tnv omoia Kiveital n kepoAn kabwg evamoBEtel To vApa, ovopaletal TaxutnTa
ekTOMwong. H puBulon autng tng mopapétpou efaptdatol cuvnBwg amd Tov oxedlaouo Tou
OVTLKELUEVOU, TO VAMO TIOU XpnoLldomoleital kal to UYo¢ Tou oTpwipatos. Eav pla doun eival
moAUTAOKN, XoUNnAn taxlTNTa eKTUTIWONG TPOTIHATOL, yUpw oto 20-50 mm/s, yla va mpocdwaoel
vPNANG moldTNTOG Xapaktnplotikd. H xprion moAu unAng TaxUtnTag e OKOTO TN TAXELQ EKTUTTWON,
propel va SnpLoupynoet ETUTAOKEC KOl ATTOKALON QIO TNV OVOUAOTIKN YEWUETPLaA.

6. Xprion otnpypdtwy (Supports)
Ta otnpiypata BonBolv cuyKeKPLUEVEG SOPEG eVOG 3D QVTLKELUEVOU VA XTLOTOUV TIAVW O€ KATOLA
Baon 10Tt elvat Uokoho A Kol avédLKTo va XTLotolv SladopeTikd. Epooov Ol ta Tpog eKTUMWGON
QVTLKE(PEVA EKTUTIWVOVTOL O€ OTPWHATA, LEPN TWV oTtolwv N StelBuvoN ekTUMWONG EeMepvd TN Ywvia
45 polpwv Katd tov afova Z, slval anapaitnTto va umdpyel kamolo umopapbo yia tnv edapuoyr| tou
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TPWTOU OTPWHATOC. Ta KPLTNPLA yLa Vo armodacioeL KATIOLOG €AV TIPETIEL VA XPNOLLLOTIOLOEL OTHPLY A
KOTAL TNV EKTUTIWON Elval:
e OtdnmoTte mou polalel pe to oxNua Y Umopei va ekTtuntwOel xwpig otAplypo S10TL UTTAPXEL ULa
BaBudwtn papma mou SLaBETEL apKeTO UALKO oo KATw yla va StatnpnBei otn owotn Béon
KQLL VO LNV UTTAPYXEL KKPEUAOUA» TOU UALKOU.
e  AOUEG HE OXAA TTOPOOLO He To H, elval miBavo va mopousLAcouV KATIOLO «KPEUATHA» UALKOU
AOyw BaplTNTOC. 2€ QUTEG TIC TIEPUTTWOELC, TO OTAPLYLA ELVAL TIPOEPALTLKO.
e Omnolodnmote oxua MOPOUOLo e To T UIMOpPEL va TOPOUCLACEL «KKPEUACHA» KAl N Tapouaia
TOU otnpiypatog ival amapaitntn.

Ewkéva 23: 3tnv €lkova amod T aploTepd nmapouvotalovial otnpiyuata yia to Seiyua o€ 0Ao to
QVTIKEIUEVO, EVW OTNV ELKOVA SEELX EXOUV KATAOKEUNOTEL OTNPIYUATA OE OUYKEKPLUEV THUELQL.

7. Eidog npocduong nAatdoppag (Platform Adhesion Type)

AuToU TOU €l60U¢ N TAPAUETPOC MNPeAlel LOLAITEPA TO WG TO EKTUTIWUEVO oToLXEio Ba KOAANOEL
ot MAathOpUa EKTUMWONG. 2TO KATW UEPOC TOU OVTIKELUEVOU, UMOPEL Vo UTIAPEEL KAToLou eidoug
Kaupn kata tnv ektUTwon Kot va elval n KOpla attia Tou 8ev yIveETAl KA TPOCOPUOYN OTn
TMAQTPOPpHA EKTUTIWONG. QOTOCO UTAPXOUV SUO TPOTIOL yLa VA YIVEL KAAUTEPN TIPOCOPLOYT KAL VAL [N
napoucLalovtal TETolou idoug poatvopeva:

e Raft: Eva unootpwpa pe optl{OvTio MAEYUA TO OToilo §pa WG
HLO eVOLAUESN TAQTHOPHA VLA VA YIVEL N CWOTH TIPOCAPOYN
pe tn mAatdoppa ekTUNwonG. To raft pmopel va adatpebel
artd TO AVTIKEIUEVO LETA TO TEAOG TNE EKTUTIWONG.

e Brim: To umtooTpwpa oUTO £XEL TN HOpdN MEPLYPAULOTOG OTN
Bacon Tou MPOC EKTUTIWGN AVTIKELLEVOU, TO OO0 KPATAEL TLG
QKPEC TOU MOVTIEAOU KATW, Xwplg va adnvel onuadia otn
Bacn Ttou. Ta brims eival amdpoltnta  ywo  va
otaBepononBolv evaiocbnta onueia To omola elval Ewkéva 24: Kataokeuaouévo Selyua
TIEPLOGOTEPO QMOVWHEVA ATTO TO UTTIOAOLTIO GXAHAL. He brim yia uréoTpwua

8. ApXKO tayog otpwpartog (Initial Layer Thickness)

H Swadopd autrig TNG TOPAUETPOU HE TO TAXOC KAOE OTPWHOTOC €ival OTL TO OPXLKO OTPWHA
avadEpetal ota mm UALkoU Tou Ba xpnoLpomnolnBouv oTh MPWTN 0TPWAON 0T MAATHOPHO EKTUTIWONG
TipL yivel n epappoyn tou infill. Autd BonBasl oto va sival o dBpavotn kat otabepn n aon.

Ta eMIKPATECTEPA AOYLOUIKA T OTOLA XPNOLUOTOLOUVTAL YLO TNV EKTUTWTLKN Stadlkaoia eival ta
Cura, Slic3r, Simplify3D, Markerbot Desktop.
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4 TNEIPAMATIKH AIAAIKAZIA

Onwg avadepOnke, Ta epmopikd Stabéoipa Aoylopika slicing £€xouv WbLaitepo MeEPLOPLOUEVEC
SuVATOTNTEG UTIOAOYLOHOU TPOXLAG KOl KAaTtaokeur g FGM Souwv. Ztnv napovoa AE emhéxbnkav 2
TPOTOL KOTAOKEUNG Sopwv pe SltaBabuilopévo mopwdec. Itnv mpwtn HEBodo, £ylve oxeSLOOUOC TOU
TAéypatog pHéow CAD kal otn cuvéxela to 3D poviélo elodxBnke oe slicing AOylOMIKO yla TV
autopatn e€aywyn tou G-kwdika. Xtnv deltepn PEBobdo, avamtuxdBnkav epyaieia UTtoAoyLopoU TG
TPOXLAG KAl e€aywyng G-KwdLKA O€ TPOYPAUUATLOTIKO TepLBAAAoV, pe Suvatotnta KaBopLopol OAwv
TWV YEWUETPLKWV XAPOAKTNPLOTIKWY TNG MAEYUATIKAG SouNG. AUTOG 0 Tpomog, faciletal otnv avaiuon
™G Asttoupyiag evog slicing AoyLopLKoU pe okoTto TV e€aywyn MANPodOopLWV CXETIKA LLE TOV TPOTIO
Aewtoupylag tou. Me tov TPoOmo auto, Sivetal otov xprotn t duvatdtnta va anodacioel ekeivog
TIOLEG TIOPOUETPOUG KaL WG Bal TIG 0pioel oTo cloTNUA aAAG Kol Tn Stadpopr] ou Ba akoAouBnoeL n
KedaAn ektUMwonG. Autd pmopel va emiteuxBel pe v avamtuén KWKo amo Tov XpHoTn Kot T
petatponr autoU tou Kwdika oe G-code (Customized toolpath generation). Méow auTAC NG
TPOCEYYLONG UTIAPXEL N SuvatotnTa dpeonc mapéupaong oto cuotnua Kat Sgv replopiletal amo tov
‘KAELOTO’ TPOTIO UTOAOYLOHOU TNC TPOXLAG TIOU YIveTal ota gumoplkd slicing Aoylopikd, o omoiog
UTTOPEL VO ELOAYEL GNUAVTIKA KATAOKEUAOTIKA odpaApata o FGM Sop£C. SUVETTWG, OKOTIOC QUTHG TNG
AE givaln obvtagén pouTtvwy yla thv e€aywyn G-code Kal n cUYKPLON TWV OMMOTEAECUATWY LLE TLG SOUES
TIOU TIPOKUTITOUV amo TtV autopatn e€aywyn G-code péow slicing.

4.1 2YNTA=H KQAIKATIATHN EZAIQIrH G-CODE
4.1.1 KATASKEYH OPOOIQNIKHZ AOMHZ

4.1.1.1 AIABAOMIZH NMOPOAOYZ 2.5X2.5, 5X5 EQZ 10X10 MM

H mpwtn ¢don tng melpapatikng dtadikaociag mepAapUBAVEL TO OXNUATIONO HLOG OTTANG
TIAEYMOTIKNAG Sopng, Stafadulopuévou mopwdoug pe oxAua opwv TETpaywvo oe 2D, onwg daivetal
otnv Ewova 23. To péyeBog tou OGokwiou eivat 60 x 40 mm, oxnuatog opBoywviou
TapaAANAOYPALOU KOl YIVETOL OXNUATIOUOC TPLWV TIEPLOXWYV TETPAYWVLKOU OXLOTOC TTOPWVY, TPLWV
nieploxwv dtaBabuiong, pe peyloto peyebog mopou 10 x 10 mm, peoaio péyebog mopou 5 x 5 mm kat
MLKpOTEPO pEyeBOG TOpou 2.5 x 2.5 mm. Eilval epdavég otL n avénon | avtiotpoda peiwon tou
pey£Boug Twv mopwV yivetol moAamAactlalovtog i SLapwvtag ToV apxLko OPo e Tov oplipo 2. MNa
MapASELyLa AV BEWPNOOUE yLat apXLKO TTOPo Tov 2.5 X 2.5 mm av 2.5x2=5mmkat5 x 2 =10 mm,
Kol avtiotpoda edv Bewprooupe yla apxLtko peyebog mopou to 10 x 10 mm. Itnv Ewkdva 23 yivetol
oVamOPAOTOON TWV EUBUYPAUUWY TUNHATWY TTou armoteAoUV TV e€wteplkn opBoywvia Soun Kabwg
KoL To {ntolpevo MAEypa. Ta aplOuNnTIKA CnpELD TTOU avOmaploTavTol OTO OXAUA AmOTEAOUV TN
Sladpopn mou emBupol e va akolouBnoet n kebahn/akpoduato (nozzle) tou 3D printer.

AvdAuon tn¢ uedoédou eneéepyaociag tov npoBAnuatog

e €va opBokavovikd oclotnua afovwv KaBe euBlypaupo TUAMA Tou oxnuotiletal
anoteAeital and éva apylko Kol €va TeAKO onpelo, dnAadn amd €va apxlko Kot TeEAKO (eUyog
cuvtetayHEvwy (X, Y). 2tn Sopn auth untapxouv Uo €idn euBLYPAUUWY TUNUATWY: QUTA TTOU KATA
UNKog Toug n kepohn e€wBel UAIKO (extrusion - Le O0mou i = 1, ..., 32) kot autd ota omnola n kepan
KOTA PAKOG TOUG KAVEL oA petdfaocn xwpi¢ va e€wBel uAKO ( transition — Ly 6mou i =1, ..., 28),
SnAadn umapyouv 32 suBlypappo THARpaTa Tou yivetol e€wOnon VALKOU Kat 28 6mou yivetol amii
petaBaon xwpils €€wbnon. Metda amd auty tn Beswpnon €ywe ocuyypadn kwdlka oe yAwooo
ipoypappatiopoy Python 2.7 kat e€oywyn avtwyv tTwv Suddwv os popdr Alotag. H popdn twv
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Sebopévwy ylve o SUASEC onUELwY TTOU AVTLOTOLYOUV OTNV Op)XH KAl oTo TEAOC KABe katnyoplag L,
OTIWG TLY. Yo TO Le1 {S1,S2}, 6mou S1 eival to onpeio pe tov aptBuod 1 mou avrtiotolxel ota (X1, Y1) ko
avtiotolya ywa 1o Ly {S5,56}. O Seiktng i mou xpnoldomoleital yla thv apibunon twv Li aA\a
UTTOSNAWVEL KOlL TIOLO KOTAOKEUALETOL TPWTO, SeUTEPO K.0.K. ITO KWKA TNG Python oplotnkav ot
KAQOELC OL CUVTETAYUEVEC (X;,Yi), 0 UTIOAOYLOUOC TNG AmOOTAONC HETALY 2 onUELWV Kal Ta (EVyn Twv Si
yla va urtoAoyLotouv ta Li.

JTn CUVEXELQ EYLVE CUYKEVTPWON Tou (EUYOUG TWV CUVIETAYUEVWV (X, Y), tou oxnuatilouv tnv
£€WTEPLKN TEPIUETPO TOU SOKLIOU aAAG Kal To TIAEYLA. OswpolE WG apPXLKO onuelo mou Bpiloketatl
n kedaAn to S3 pe ouvretaypéveg (X3, Y3) = (110.000, 120.000). MNa va BpeBolv ta Levyn [X, Y] Baoel
NG SLadPONC IOV ATALTELTOL KOL TwV AOYWV TNEG KOTOOKEUNG YPOUULIKWY EUBUYPAUUWY TUNUATWY,
yivetal n dnuloupyia ypoapplkwy cuvaptinoswy, dnAadn tng popdng y = a*x + b. H Alota mou
KOTOLOKEUAOTNKE ETUTPETEL TNV £€aywyn TwV deSopévwy Pe Ta (VYN TWV CUVIETAYUEVWY O Hopdn
niivaka. Na onuelwBel OtL oL cuvteTtaypéveg KABe onueiou elval oe mm, pe akpifeta 3°° Sekadikou

Pnolovu.
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= 2 it 53
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2 ’ T 33

44 & 49
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% L NEBL 46

i =131 28 24 23 2049161512118 7 |4
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Ewova 25: Avartapdaotaon 2D tng nAeyoutikrc Sourng mou oxedialetal ue customized kwoika, UE aVAPOPA OTA APYLKA
Ko TEALKa onpeia kade Bruatog, Twv Slaotacewv kat tng StaBadutong tou mopwboug.

‘EMeLta £ylve CUYKEVIPWON TWV TUNUATWY ToU yivetal eEwBnaon UAKoU, SNAASH TwV Lei Le TRV
QIOAUTN T TOU MAKOUG TWV gUBUYPAUUWY TUNUATWY TIou oxnuatilovtal, Dy omou k To apxko
onueio Kal j to teEAkO onueio evog euBUypoppoU TUAUATOC. H AloTOl aUTr) KOTOOKEUAOTNKE HE
ouyypadn kwdka Kal n efaywyn TG €ylve og apxelo text pe ta {evyn Le, Dy og popodn mivaka,
Slatnpwvtag akpifeta 3% Sekadikol Pndiou.
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To endpevo Prpa yla tnv e€EALEN Tou G KwSLKA amattel Tov UTTOAOYLOUO TN apapETpoU E,
6nAadn to moad Tou UALKOU ToU TIPEMEL va e€wBRoeL To akpoduolo ) arlwg Extrusion parameter. O
UTTOAOYLOUOC TG MOPAETPOU E adopd kABe Tunpa mou yivetat e€wbnon vAtkou, SnAadn kabe TuAua
Lei, L€ TO avtioTtolyo Dy;. Ma Tov UTtoAOYLOUO TNG MapauETpou E KAVOUUE T Tapakatw Bewpnon:

To UALKO TTOU XpnoLuomoleital ival éva BeplomAaoTikO ToU OTav ALWVEL evamoTiBetal cav
lva KaTA PAKOG TWV Lei TUNUATWY. Ta ETUOUUNTA YEWUETPLKA XOPAKTNPLOTIKA TWV VWV AUTWV gival
va €xouv pnkog Dy, layer height Hp = 200 um kot mAdtog Wy, = 200 um (2x.26). MNa tnv kataokeun Ba
xpnotpomnotnBel LeTaAAKO akpodUCLo KUKALKAG dlatoung nozzle_diameter = 200 um, ico pe to W,
O umoAoyLlopog Tou Oykou KaBe ivag pmopel va yivel kavovtog SladopeTikEG TAPAdOXES yLa Tn
Statoun ¢ (eEAewpoeldng, opBoywvia | cUVOETN) Kot cUUPWVA LIE TIC TIUEG TTou £xouv S0Be&l yia To
UYog Kkal To TMAATOC TNG [65]. Ma tnv mepintwon mou peletatal Ba Bewprnooupe OTL N SlaTopn TG
tvag (Ap) mpokUmTeL anod to abpolopa evog opBoywviou kat U0 NULKUKALWY (SLapéTpou ong He To
U og TNG oTpwong). Xpnolpomolwvtag To ollyo palag, xwplc va AndBel undyn n tactoAn tou
vipatog (otabepn MUKvOTNTO), UMOPOUUE va YpAoUHE TN OXEon LoOTNTAC METOED TOU OYKOU TOU
VALLOTOG TIOU ELOEPXETAL KOL EKEIVOU TNG (vag TTOU €EEPYETOL, CUVAPTHOEL TWV SLOTOUWY KAl TOU
MAKoug toug Ay, I (f: filament/viua) kat Ay, Iy (p:

path/iva) avtiotowa, 6mou As=2,74889 mm? to Path Width (W)

gUPadOV TNG SLOTOWNG TOU VAUATOC TPLSLACTATNG "/— ‘ﬂ\
ektUTwong. Exovtag to eufado g SLATOUNG TNG  Layer Height (Hy) Id LR=)
(VOlG, TOU VALOTOG KOIL TO KOG TIOU TIPETEL VAL £XEL ‘ /

n iva, pmopel va yivel o UTMOAOYLOUOC TOU UNKOG

, , , , Ewkova 26: SYnUOTIKY QVamTapaoTaon tne SLatounc A
vApatog l mou mpémnel va wbnosl to ouvotnua AR P e K A

TWV Wwv YEPUOTTANTTIKOU TTOU EvamoTHUEeVTaL armo thv

tpododoaiag mpog tov Barapo théng. KEQPOAR eKTUTTWONC.
Apl, = Afly (3
T
_ 2
Ap = WyHy — (1-7) H3 (4)

MNa napadeyua, tva pnkoug 10 mm, mAdtoug 0.4 mm kot UPoug 0.2 mm, £xeL Oyko (00 Tepinmou pe
0.7 mm? kot xpetddetar 0.29 mm vAuatog Stapétpou 1.75 mm yLa va OXNUATLOTEL.

AUO BOoLKEG MOPAETPOLTOU G KwSLKA TToU eMNPeAlouV AUETA TO UALKO Katepyaoiag elval n
MapAUeETpOC E, TOU HETPLETOL 0 MM Kal opilel TNV OVOMOOTIKN amdotacn kivnong tou
BepUOMAAOTIKOU VAUOTOG yia va eloéNBeL otnv kedalr] ektuTiwong (lon pe lf) kot n mapapetpog F (oe
mm/min), ou opileL Tnv TaxVUTNTA TPOWONG TWV KIVOUUEVWY LEPWY TOU EKTUTIWTH (Taxutnta Kivnong
™G KepaAng KaTd Tov X Kat Katd tov Y afova), kabwe Kal Tou Bnuoatikol Kwvnthnpa mou pubuilel tov
pubuo tpododociag Tou UALKOU Tipog TNV KedPAAR KoL KAT' EMEKTAON TNV OYKOUETPLKN TTAPOXH TOU
UALKOU (lvag BeppomAaotikol) mou e€€pyetal amno to akpodUolo. Ot oxéoelg ou cuvdéouv Ta E, F e
TOV OYKO UALKOU mou e€wBeltal V,, TNG OYKOUETPLKAG Ttapoxng Q kat tng taxutntag e€wbnong and to
akpodUOLO Ue glval:

V, = A¢E,6mov E = I (mm) (5)

Q =V, = A¢F (mm/sec) (6)
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Ay
Apliey = FAp = tgy = -—F (7)
14

H mapapetpoc F (Feed rate: tayUtnta ektinwong) Bewpseitatl ion pe 1200 mm/min. TOpdpwva pe TIg
TAPATIAVW OXECELC YIVETAL cuyypadr KWALKA yLot TOV UTTOAOYLOMO TNG apaueTpou E og kaBe Tunua
Kol e€ayetal Alota n omola meplapBavel pa tputAéta otolxeiwv, dnAadn [X; Y; E], omou XjY; oL
OUVTETOYHUEVEG OTO AKPO TOU Lei. Tat Ei va elval oe mm kot pe akpipeta 3°¥ Sekadikou.

Mo va Aetoupynoel cwotd o G KWOLIKAG amalteltal n HETATPON TNG TPONYOUUEVNS
OUVAPTNONG O UTTIOAOYLOUOC VEQC TtapaETpou E og kaBe Bripa ou xpeldletal va yivetal n e€wbnon
UALKOU. AUTO ylveTal e TOV UTTOAOYLOMO aBpoLoTikwy TIWV Twy E; ta véa E Ba umoAoylotouv yla
KAOE Lei oUpPWvVA UE TN OXEon:

m=i—1

E{ = E; + Z E,yai>=2 (8)

m=1
AnAadn otnv ekdotote T tou E Ba mpootiBevtal OAeg ol mponyoUpeveg TIHEG Twv Ej mavta

ocUUPWVA HE TN OELPA KOTAOKEUNAC.

Teleutaio KOPUATL TOU TIPOPAAOTOG, amoTeAel N ékdpacn Twv SeSouevwy amd tov KwSLKa
¢ Python og G-kwbika. OL BaclkEC eVTOAEG TToU Xpnotpomolndnkav sivat ot GO kat G1. OL evtoAég G
gfaptwvtal Kuplwg amo TG mopapeTpous B€ong, SnNAadr T CUVTETAYUEVEG EVOC onueiou X, Y, Z og
mm, TIOU OTN TIPOKELUEVN TIEPIMTTWON YIVETAL £0Tiacn o€ SU0 Omod TIC TPELG CUVTETAYUEVEC, SnAadn
X,Y. H dtadopd tng GO pe tn G1 £ykewtal oto yeyovog, OtL n G1 adopd tnv eAeyxduevn kivnon tng
kedpahng kal tou cuotnuatoc tpododoaiag, evw n GO adopd TN ypryopn Kivnon tng kepaAng o pia
KoBoplopévn B€on xwpic Tn Aettoupyia tou cuotiuatog tpododoaciag. EmMopévwe, anapaitnto ylo
Vv evtoAn G1 eival kat n moapauetpog E kabwg kain F.

MNapakdtw mapatiBetal o kwdikag, os popdn Peuvdokwdika, mou avamtuxbnke oe Python, omou
TiepLleypAdnKe oTa MponyoUeva Brilata.
KA&on Point: AvtimpoowmneUel éva onuelo oto kapteolovd emimedo.

X, y: Apxlxromolnon cuvietaypéveov octo (0,0).

n: Apylxkomoinon aptBuol onueiou oto 0.

suvéptnon to_string():

enéoTpePe 1o Point og popen "[X0.000,Y0.000]1"
suvaptnon distance (Point p) :
ernécotpePe tnv andbotoon tou onuelou poc (x,y) amd 10 p(P.X, P.V).

KA&on Line: AvTlmpoowneUel pla eubelo oto xaptioloavd emimedo.

# Hepléyxel 2 Point mou eivat oL 2 &rkpeg 1L¢ gubelac.

a = Point ()

b

Point ()

isLe: Flag mnou d&nAdvel ov 1 eubela mpémel va exivnewdel oand 1oV printer.
Apxlkomoteital wg Yeudéq.

dist: To pfxoc¢ Tng eubeioag. Apyxlkomotieital wg O.

E: Extrusion av n esubesla mpémel vo extunwbel (isLe aAnbéc)
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suvdptnon to string():
enéotpeve 1n Line oe popen "[S1, S2]1"
suvéptnon line distance():

unnoAdyLoe kol enéotpelde 1o PUAKOG TNG eubeloag.

lines[]: HOivoxoac pe TLC gubeiec TOU Grid.
points[]: Iivaxkoc pe T onueia tou Grid.
active point: To onuelo mou PplokeTal n KeQEOAN.
F: ToaxUtnta exiUneoong. Apxlxn tipn 1200.
Wp: Aldpetpoc akpopuoiou. ApxLlxkn tTipun 0.200.
Hp: Yyog otpdpatog. Apxlxkh TLiun 0.200.
Af: Alatoun VARXTOC. APX LKA Tiun 2.74899
Ap: Aitatopn (voag. Apxlxh TLipn O.
lp: MAxocg (voag. RApxtxkh tiph 0.
E: Extrusion. RApxtxkh tipf 0.
suvéptnon save active point():

armoOnkevon Tou active point otov mivoaxa points.
suvéptnon initialize(starting x, starting y):

# apxlxkomoinon kol amoBfkevon Tou active point ota

starting y.

active point.x = starting x
active point.y = starting y
save active point ()

Suvdptnon up (distance) :

KA&on Grid: AvtimpoowneUel 1o Grid to omoio Ba extumdoel o printer.

onuela starting x xol

# petaxivnon xal amobfkeuon Tou active point xaté ambdotaon distance mpog 1o

Tdvw.

active point.y = active point.y + distance
save_active point()

Suvdptnon down (distance) :

# peraxkivnon kol amobfikeuvcon tou active point xaté amdotaon distance mpog to

KATW.

active point.y = active point.y - distance
save active point ()

suvdptnon right (distance) :

# petaxivnon xal amobfkeuon Tou active point xaté amdbotaocn distance mpog 1o

detia.

active point.x = active point.x + distance

save active point()
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suvdptnon left (distance):

# peraxkivnon kol amobhkevon tou active point xkxatéd amdotaon distance mpoc 1o

aplLoTepd.
active point.X = active point.X - distance
save active point ()

suvéptnon up left (distance):

# petaxivnon kol amobnxeuon Tou active point ko1& améotoon distance diLaydvio

P0G TO I&AVW KXL ApLOTEPd.
active point.y = active point.y + distance
active point.x = active point.x - distance
save active point ()
Suvdptnon calculatelLines() :
# unoloylLoudc tou flag isLe eubelwv 10U oxpuatog Grid.
Tia 1 and 1 swc 4:
anobnkeuvce otov mivoaka lines[] 1o Line(i, i+1) pe isLe aAnbég.
Tia 1 oamd 5 ewg 60:
anobnkevce otov mivoaka lines[] 1o Line (i, i+1)
ne isLe aAnbéc av 1o 1 eival &ptiog.
ne isLe Yeudég av 1o 1 eival mepLttdg.
suvéptnon save lines to file():

anoBnkeuUon TV eube LOV TouU T ivaka lines|[] oto
"csl line extrusion transition list.txt"

dLaxwplouéveg o isLe aAnbég kol Yeudég,

otn popen "Le = { [S1, S2], ...} Lt = { [S5, S6], ...}"
suvéptnon calculate points (X dist, Y dist, starting x, starting y):

# unoloylopdc onuelwv tou oxpuoatog Grid.

X dist: unxog tou Grid.

Y dist: Uyog tou Grid.

gradeLength: upfxog doxiplou. X dist / 3

first gradeLength: oaméoctoon Tou mPOTOU TUAUXATIOGC MUKVOINTOAG TOU
gradelLength / 8

second gradeLength: omdbéotacn 1tou JeUTEPOU TUAUATOG MUKVOINTIAGC TOU
gradeLength / 4

third gradeLength: oambéoTtaon Tou TP{TOU TPAPNKTOGC THNUKVOINTIAGC TOU
gradeLength / 2

initialize(starting x, starting y)
# mepiupetpocq
left (X _dist)

down (Y _dist)

apxelo

Grid.

Grid.

Grid.
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right (X dist)
up (Y dist)
# onuela oxhupatoc
Tia i oand 1 wg 5:
left (first gradelLength)
down (Y dist)
left (first gradeLength)
up (Y dist)
Tia i oand 1 wg 3:
left (second gradelLength)
down (Y dist)
left (second gradeLength)
up (Y dist)
left (third gradeLength)
down (Y _dist)
up left (third gradeLength)
right (X dist)
up (third gradeLength)
left (X dist)
up (third gradeLength)
right (X dist)
up (second gradeLength)
left (2 * gradelength)
Tia 1 amd 1 wg 2:
down (third gradeLength)
right (Y dist)
down (third gradeLength)
left (Y _dist)
down (third gradeLength)
right (Y dist)
down (first gradeLength)
left (gradelength)
up (second gradeLength)
right (gradelLength)
Tio i oand 1 wg 4:
up (second gradeLength)

left (gradelength)
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up (second gradeLength)
right (gradelLength)
suvéptnon save points to file():
arofnkevon Twv onuelwv tou mivaka points oto apxeflo "csl point XY list.txt"
oTtn popen "point XY list = { [X170.000,Y160.000], ...}"
fuv&ptnon pass_points to lines():

avIiLloTolixnon xal pertopopd tTwv onuelwv tou nmivaxka points[] otig e€ubeleg ToOU
ni{vaxka lines|]

fuvéptnon save line distances to file():
AIIOOAKEUCT TOU HAKOUGC TV YPopudv oto apxelo "csl path length list.txt"
otn popen "path length list = {[Lel, 120.000], ...}"
suvéptnon calculate extrusion():
# umoloyloudg extrusion via k&Oe eubela otov mivaxka lines émou isLe aAnbécg
T'ia k&Be 1 otov nivaxka lines[]:
Av l.isLe:
lp = 1l.1line distance()
1.1f = (Ap * 1lp) / Af
E=1.1f + E
1.E = E
suvéptnon save gcode extrusion list to file():

QAIoOAKEUON TV eube LOV IoU éxouv extrusion oTO apxelo
"csl extrusion parameter list.txt "

otn popen "Gl X50.00000 Y160.00000 E3.11748 F1200 ..."
Juvdptnon save gcode transition list():

anoBfikeuUon TOV eube LOV IoyU dev £xouv extrusion oTO0 apxelo
"csl transition parameter list.txt"

otn popeh "G X165.00000 Y160.00000 EO F1200 ..."
suvéptnon save gcode extrusion list to file():

AIOOAKEUON TWV E€VIOAOV gcode vylia Tov oxeditoaoud Tou Grid oto apxelo
"case study 1l.gcode"

# KoOdLrag

grid = Grid()

# Task 1

grid.calculate lines()
grid.save data lines to file()

# Task 2

grid.calculate points (60, 40, 170, 160)

grid.save points to file()
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# Task 3

grid.pass_points to lines()
grid.save line distances to file()

# Task 5

grid.calculate extrusion()

grid.save gcode extrusion list to file()
# Task 6
grid.save gcode transition list()

grid.save gcode to file()

Adou £ylve n e€aywyn Tou TeALKOU KWOLKA yiveTal MpooOnkn Ulag oElpdg eVIoAwv G KWSLKA yla Tn
KOTAOKEUN £vOC¢ substrate/raft omou kpatdel otabepr) tn Sopun TMoOU eKTUMWONKE OAAA KAl TwWV
Slaotdoewv Z.

2T ouvéxela ekTumwBNkav SUo SladopeTikég mapaAAayEg TNG SoUNG. TN pia mepintwon
KOTA TN PeTaPacn os GANO onuelo xwpic e€wBNnon UAKoU, MPooTéBnKe éval Brpa OTOU yivetal
avappodnon uAikoU (retraction), To omoio puBpiletal SnAwvovtag otov G KWSLKA apvNTIKA TN oTN
MAPAPEeTPO E kat otnv GAAN epimTtwon XpNoLLomoL)Bnke xwpig KAToLo eEpAITEPW aAlayr] 0 KWELKOG
TIou avamtuxOnke, SnAadn katd tnv amAn petapfacn oe @ANo onpeio xwplic e€wbnaon uAlkoL Sev €ylve
avappodnon. Mapakdtw MAPOUCLAlETOL £VOC TIVAKOC UE TIC PAOCIKEG EVIOAEG TOU G KWEIKA TOU
Xpnotuomnouenkav:

Mivakag 3: BaotkeG eVTOAEC G-KWOLKA, UE TLG TTAPOUETPOUC TTOU ATTAUTEITAL VA 0PLOTOUV Al UE TIC EVTOAES, TEPLYPAPH TwV
evroAwv kat mapadeiypuata ocuvraérg Toug.

Evtolr) Mapapetpot Meprypagn) Napaderypa

GO Atovag [X,Y,Z], 0éonmm  T[pnyopn kivnon g KEQAANG G0 X50.600
otV kaboplopévn Beom, xwpis
NV AELTOUpYla TOU GUGTUATOG
Tpoodoaoiag

G1 Atovag [X,Y,Z,E], EAeyxouevn kivnomn g kepaAnis  G1 F600 X10.000 Y20.000
0¢om mm, KOl TOU CUGTIHATOG E0.12399 F1200
TaxVuTTA TPOwWaonS [F] Tpoodooiag
o€ (mm/min),

G21 - Métpnon amootacewv 6 mm G21

G90/91 - Xpnomn amOAVTWV/GYETIKWY G90
OUVTETAYUEVWV

G92 Atovag [X,Y,Z,E] Emavakaboplopdg twv G92 X10.000
OUVTETAYUEVWV TG TPEXOVOAG
0€ong (oplopog onueiov
AVAPOPAG OXETIKWV
OUVTETAYUEVWV)
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4.1.1.2 AIABAOMIZH NMOPOAOYzZ 0.5X0.5, 1X1 EQz 2X2 MM

H &eUtepn daon tng mepapatikng dtadikaoiag mepl\apBAvel To OXNUATIOUO HLAG ATIANG
0pBoywVIKAG TAeyUatikng Sopng, SloPfabulopévou TETpaywvikol Topwdoug HE oXNUa TIOPWV
TETPpAywvo ot 2D, onwce daivetal otnv Ewkova 27.
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Ewova 27: Avanapdaotaon 2D tn¢ mAeyoutikr¢ Sourg mou oxedtaletal pe customized KWK, UE AVAPOPA OTA APYLKA KOLL
tedika onueia kade Bnuatog, Twv Slactacewv kat thg StaBadutons tou mopwbdoug.

To péyebog tou dokipiou eival 60 x 40 mm, oxnuatog opBoywviou mapaAAnAoypAaupou Kot
yIvETOL OXNUATIOUOC TPLWV TIEPLOXWV TIOPWYV, TPLWV TEpLoXWV Slofaduiong, pe péyoto peyebog
nopou 2 x 2 mm, peoaio péyebog mopou 1 x 1 mm Kot pkpotePO Héyebog mopou 0.5 x 0.5 mm. Eival
gudaveg 0TL N avénon N avtiotpoda peiwaon tou peyéBoug Twy Mopwv yivetal moAamAaaoialovtog n
SLopwvTag Tov apxtkd mOpo e Tov aplduo 2. MNa napddelypo eqv OEwWPROOULE YLO. APXLKO TTOPO TOV
0.5x0.5mmav0.5x2=1mmkatl x2=2 mm, kaLavtiotpopa eav BEwWPriCOULE yLa apXIKO LEYEDBOG
mopou T0 2 X 2 mm.

lNa 1o 20 case study xpnowonotnénkav og peyaio Babuo ol KAACELS KAl OL CUVOPTHOELG TOU
1ou case study pLog kot to {ntoupevo oxnpa Grid ntav to idlo pe neplocotepa onueia. Ot Stadopeg
Bplokovtal otig ouvaptioelg calculate_lines kat calculate_points. AkoAouBrBnke n i6ta GUAAOYLOTIKNA
nopeia mou avamntuxOnke otn mponyoluevn Soun pe t Stadopd mwg to onpeia mov Slaxelplotnkayv
ntav ouvoAlkd 301. Oswpolpe OtTL LoxUouv akopo n mopadoxn Kal ol flowaoelg Tou Ttapdnkav
mponyoupévwe otn Map. 4.1.1.1 yla To oXNUo KAl ToV UTIOAOYLOUO To ToooU €€wBnong tng tvag Kat
™G KatavAalwong vApoTog. Eytve maAl e€aywyr) twv {NToUHeVWY oTolXelwv Kal n TeAkn avantuén G
KwSLKa.
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suvédptnon calculatelLines() :
# umodoyloudc tou flag islLe eubelwv TOoU oxAuotoc Grid.
Tita 1 and 1 swg 4:
anobfixkevce oTov mnivoaka lines[] 1o Line(i, i+1l) ue isLe aAnbéc.
Tita 1 and 5 swg 300:
anobfixkevce oTov nivoaka lines[] 1o Line (i, i+1)
ne isLe oAnbéc aov 10 i elval &ptloc.
pne isLe Yeudég av 10 1 gival mepittdc.
fuvéptnon calculate points (X dist, Y dist, starting x, starting y):
# unodoyilopdc onueiwv ToUu oxOHuaTog Grid.
X dist: pAxoc tou Grid.
Y dist: Uyoc tou Grid.
gradeLength: améoTtacn Tev TELOV TPNu&Tev nukvoétnitag tou Grid. X dist/ 3

first gradelLength: oaméotoon tou mpdtou TuApATOog nuUkvOTnItac tou Grid.
gradeLength / 8

second gradeLength: améotaon tou deUTepOoU TUAMXTOGC MUKVOTINTaG Tou Grid.
gradeLength / 4

third gradelLength: omdotaon tou 1pitou TuARXTOG nukvéIntag tou Grid.
gradeLength / 2

initialize(starting x, starting y)

# mepluetpoc

left (X dist)

down (Y dist)

right (X dist)

up (Y dist)

# onuela oxAuatog

Tita 1 oamd 1 wg 21:
left (first gradelLength)
down (Y dist)
left (first gradelLength)
up (Y _dist)

T'toe 1 omd 1 wg 11:
left (second gradeLength)
down (Y _dist)
left (second gradeLength)

up (Y _dist)
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Tia 1 and 1 wg 5:
left (third gradelLength)
down (Y dist)
left (third gradelLength)
up (Y _dist)
left (third gradeLength)
down (Y dist)
upLeft (third gradeLength)
Tta i omd 1 wc 10:
right (X dist)
up (third gradeLength)
left (X dist)
up (third gradeLength)
right (X dist)
up (second gradeLength)
left (2 * gradelength)
Tia 1 oanmd 1 wg 9:
down (third gradeLength)
right (Y dist)
down (third gradeLength)
left (Y dist)
down (third gradeLength)
right (Y dist)
down (third gradeLength)
left (Y dist)
down (third gradeLength)
right (Y dist)
down (first gradeLength)
left (gradelLength)
up (second gradeLength)
right (gradelength)
Titao 1 oamd 1 wg 20:
up (second gradeLength)
left (gradeLength)
up (second gradeLength)

right (gradeLength)
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4.1.2 KATAZKEYH KYKAIKHZ AOMHZ ME TH XPHZH TO=QN

H tpitn daon g melpapatikng dadikaoiag nep\apBAveL To OXNUATIONO HLag AlyOTepo
armAng mAeypoatikng doung, StaBabuiouévou mopwdoug oe 2D, 6mwg daivetal otic Etkoveg 28-29.

Ewova 28: Avanapaotacn 2D tn¢ kukAtkn¢ mAeypuatikn Sourig mouv Ba ektunwiel, eltkova anod
Simplify 3D Aoyioutko

o

&
oL
09

13.0g

5.60

4780

Yot /

Ewova 29: Avarntapaotacn 2D thg KUKALKNG TIAEYUATIKNG SOUNG LUE TIC SLAOTAOELS TWV ECWTEPLKWY SLAUETPWY KATE KUKAOU

To oxNua AUTO ammoTeAE(TAL Ao ULa OELPA OLLOKEVTPWY KUKAWVY e KEvTpo to (X, Y) = (95.000, 95.000).
O apxLKOC Kl PLKPOTEPOC ot HéEyeBog KUKAOC €XEL akTiva 1 mm Kat yivetatl av&énon tng akTivag Katd
0.4, 0.6, 0.8, 1.00, 1.20, 1.40, 1.60 kat 1.80 mm otaSloKA, KATAAYOVTOG O KUKAO LEYLOTNG AKTIVOG
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31.20 mm. Ol KABETEC YPOAUUEG XwpLloTnKav ot 4 SLadOPETIKEG TIEPLOXEG AVAAOYQ LE TO UKOG TOUG
oo tov teAeutaio KUKAO pe T peylotn aktiva. OAeg ot aktiveg petafl toug €xouv amootoon ion pe
0 = 360/n 6mou n 0 APLOUOC TWV CNUELWV TTOU TEUVOUV ToV eEWTEPIKO KUKAO. MEeTpnBnKe 0 aplBuog
TWV YPOUUWV TIOU TEUVOUV TOV €EWTEPLKO KUKAO Kol BpéBnke mwe n =96 dpa n ywvia 6 petafd twv
VPOUUWV gival 3.75°. Ta onpeia TOUAC Twv EUOUYPOUUWY TUNUATWY PE TOUC KUKAOUC BpéBnkav armd
TIC TIAPAKATW TIOPOETPLKEG EELOWOELG YLA TO KUKAO:

X = x9+71rXcosf (9)
y =y, +1r Xsinf (10)
Ornovu
Xo KL Yo: TO KEVTPO TOU KUKAOU,
r: n aktiva tou KUKAoU, Ka,

X KOLY: TOL ONPELO TOUAG LE TOV EKAOTOTE KUKAO

0: n kKAion tng KABe ypaupng.

Ma T ocuyypadn Tou KWOWKO ot YAwooa Tpoypoupatiopol Python xpnoiwuomotnénkav
KOOl KOWA KOUMATIA TIOU XPNOLUOoToBnkoy oTto OXNUATIoOpNO Twv amAwv Sopwv Tmou
OXNMOTLOTNKAV TIPONYOUREVWG. QOTO00, &€ XpnoLomoltiOnke n (SLa TpocEyylon Ue TG ALOTEC OTIWG
nponyouuévwe, dnAadn 8e katadlyape otn Snuloupyict MOMWY eMPEPOUG ALOTWY, GAAG HLOG
TEAKAG He OAo To G Kwdika. Emiong, yla Tov oxnUATIopd Twv uBUYpOUUWY TUNHATWY, SnAadn yla
TOV UTIOAOYLOMO TG Tapapétpou E, Bewpolpe OTL LoxUoOUV oL TIAPAdOXEC KOl Ol €ELOWOELG TIOU
0pLloTNKAV TIPONYOUUEVWE KATA TO OXNHATIOUO TNG MPWTNG Stafabuiopévng Sopng.

lNa tov utoAoyLopo ¢ e€wBnong UALKOU yLa Toug KUKAOUC BEwpROoapE WG TO KAKOC TOU TUAATOC
I, , 6NAAdH TO UAKOG TNG Lvag Tou KUKAOU Tou oxnuatiletal, eival (0o e T MEPIUETPO TOU EKACTOTE
KUKAoU Tou oxnuartiletal. Apa:

L, = 2nr (11)

TéAog yla TNV amotunwon tou G Kwdika oyvouy ol
EVTOAEG TIOU XPNOLUOTIOLBNKAV TIPONYOUUEVWE KAl Ol
16Le¢ Aettoupyieg TOUC TOOO Yyl Toug KUKAOUC 600 Kal
yla ta euBuypappa TuApata, pe Tn Stadopd OTL yLa TN
Snuoupyia Twv KUKAWV €ylve mMpooBeon U0 akoua
MapapeTpwy, Twv | kat J mou adopolv tn Snuoupyia
TOEWV KaL KUKAWY OE aUTO TO KWOLKA aAAA KoL ) eVTOAN
G2 mou bivel tn duvarotnta deflootpodng (clockwise)
kivnong tng kedpaAng/de€lootpodou oxNUATIONOU EVOG
TOtoUu 1N KUKAou. OL €eVIOAEG QUTEC Asltoupyouv

ouvbuactika kat epapuotovral onwg Ba egnyfoouvpe Ewkova 29: Synuatikn avanapdotaocn pedoédou
OTO MOPAKATW apAadelypa [66]: oxebdlaouol Tééwv o€ yAwooa G-code

‘Eotw otL Oéhoupe va oxedSldocoupe éva oo pe kEvipo To anpeio O (0,0) Kat n aktiva ou B€toupe
elvaL R = 2. To onuelo ano omnou Eekvael n kebahr eivat to (0,2) kal O€houpe va dtacoupe oto (2,0).

J=Y—offset =0 -2 = -2 povadec KATW arod To apXLKO oNpelo, Ka,

|=X-offset=2-0=2
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Apa 0TO CUYKEKPLUEVO TTAPASELYa 0 G KWOLKAG TIOU PTLAXVETOL (VAL O TTOPOKATW:

G2 X2Y010J-2
MNapakatw Sivetal o kwdikag tng Python mou avamtuxBnke, yla to xtiolpo g Soung, os popdn
Peudokwdika, OMWE MPONYOUHEVWG.

KAdon Point: H (dita kA&On mou XpnolLupomolndnke kol oTa 2 mponyoUuesva Case
studies.

KA&on Circle: AvtimpoowneUel €vav KUKAO OTo emimedo.

r: Aktivoa toUu KUKAOU.

center X, center Y: oL OUVIETQYHEVEG TOU KEVIPOU.

F: n taxUtnto €x1UO0ONGg.

E: Extrusion.

perimeter: H neplipetpoc.

points[]: Snuela Tou KUKAOU amd Ta omola mepvéve ol eubeleq MPOC TO KEVIPO.

suvéptnon gcode draw circle():
EnioTpépel tnVv €VIOoAn G-code yLla Tov 0OXedLaopoU TOU KUKAOU Of HOPON
"Gl X95.000 Y96.000 F1200"
"G2 X95.000 Y96.000 I0.000 J-1.000 EO0.072"

suvéptnon calculate circle points(n):

# Yomoloylopdg kKol amoOAKeUon Twv n onuelwv tou KUKAOU amd Ta omolo mepvave
oL euBelec nou nd&ve OTO KEVIPO

Tia 1 and 0 wg n:

angle = 1 * (360 / n) # Ymoloylopdc Ing veviog mou oxnuatilouv ol
eubeleg x&Oe dLadoyLkoU onuelou

points.append(Point (center X + r * ouvnuitovo (math.radians(angle) + (m

/2)),

center Y + r * nuitovo(math.radians (angle) +

(m / 2))))

KA&on ConcentricCircles: AVILOpoowmeUel ToUug oudKeVIPOUg KUKAOUC Tou (nrtoluevou
OXAUATOC .

circles[]: Hivaxag TV KUKA®V TOU OXHUATOC.

current point: To onuelo mou PpLoxkdéuacte x&Oe XPEOVLIKA OTLYUN.

F = 1200
Wp = 0.200
Hp = 0.200

Af = 2.74899

Ap = 0
Ip =0
E=0

suv&ptnon gcode move write(x, y):

Eniotpépel evioln G-code via petoaxivnon pe extrusion omd to current point
OTLGC OUVTIETAYHEVEG X, V
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otn popen "Gl X95.000 Y96.000 E25.172 F1200"
fuvdptnon gcode move no write(x, y):

Entotpépel €VIoA G-code yvia petaxkivnon xwplg extrusion amd 10
current point oOTL¢ oUVIETAYHEVES X, Y

otn popern "GO X94.500 Y95.866 F1200"
suvéptnon calculate circle extrusion(r) kol calculate extrusion(distance)

YrnoAoyLopdc Tou extrusion yla Toug KUKAOUC Kol TLC €ubeieg pe tov (dLa
AOY LKL TIOU XPNOLuomoLlRonke

Kol OtTa 2 mponyoUueva case studies.
suvéptnon calculate all points():

# Yomoldoylopdc Tev onuelov TV KUKA®V and ta onolo mepvéve ol eubeleg mpog
T0 KEVIPO.

# Hpdtn 1&fn xUKAWV pe 12 onuelo

Tia 1 and 0 wg 6:
circles[i].calculate circle points(12)

# AeUtepn T&EN KUKAWVY pe 24 onuela

T'ioa i oandé 6 wg 12:
circles[i].calculate circle points(24)

# Toltn 1&&n xUkAwv pe 48 onuela

Tia 1 and 12 wc 18:
circles[i].calculate circle points (48)

# Tétaptn T&EN KUKAWV upe 96 onuela

Tia 1 oamd 18 wg 27:
circles[i].calculate circle points (96)

suv&ptnon save Gcode () :

AnoBnkeuon G-code €VIOAOVY yIa Tov oxedloopd Twv OPOKEVIPWV KUKA®V KXL TOV
eube LOV TIPOC TO KEVIPO

oto apxelo "case study 3.gcode".

current R = initial R

# Metoaxivon oto xévipo
f.write(gcode move no write(center X, center Y))
# Tpdto ogT KUKAGVY

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
# Hpdtn T&En xUKAWV pe x&be oet va éxel ambdbotoon 0.40
grade = 0.40

T'ia ¢ amd 1 wg 2:

current R += grade



circles.append (

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
# AeUGtepn 1&én xUKAwV pe x&Be oegt1 va éxel amdébotoaon 0.60
grade = 0.60
Tia ¢ and 1 wg 3:

current R += grade

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1l].gcode draw circle())
# Tpltn t&&n xUKAWV pe k&Oe ocet va éxel andotaocn 0.80
grade = 0.80
Tia ¢ and 1 wg 3:

current R += grade

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
# Tétaptn t&én kUKAwV pe x&Oe oet1 va éxel amdédotoon 1.00
grade = 1.00
Tia ¢ amd 1 wg 3:

current R += grade

circles.append/(

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
# Méuntn t&&n KUKA®V pe kGOe oet va éxel andortaon 1.20
grade = 1.20
Tia ¢ amd 1 wg 4:

current R += grade

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
# ExTn 14&n kUKAwV pe x&Be oet va éxel amdbotoaon 1.40
grade = 1.40
T'ia ¢ amd 1 wg 5:

current R += grade
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circles.append (

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1l].gcode draw circle())
# EPdoun t&&n kKUKA®V pe k&Be oet va éxel andotaon 1.60
grade = 1.60
Tia ¢ and 1 wg 3:

current R += grade

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1l].gcode draw circle())
# Oydon T&EN KUKAWV ue k&Be ocet1 va éxel amdbotaon 1.80
grade = 1.80
Tia ¢ and 1 wg 3:

current R += grade

circles.append

Circle(current R, center X, center Y, F,
calculate circle extrusion(current R)))

f.write(circles[len(circles) - 1].gcode draw circle())
calculate all points()

# Eubeleg amd 1tov 270 otov lo KUKAO

inner circle = circles[0]
outer circle = circles[26]
step = 8

j = step

T'toa i oand 0 wg 10 pe PApa 2:

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points([i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

f.write(gcode move no write(outer circle.points[] + step].

outer circle.points[j + step].y))
j += step * 2
i =10

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points[i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))
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# EuBelec anmd tov 270 otov 60 KUKAO

f.write(gcode move no write(outer circle.points[0].x,
outer circle.points[0].y))

inner circle = circles([6]
outer circle = circles[26]
step = 4

Jj = step

Tia i oand 0 wg 22 pe PApa 2:

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points[i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

f.write(gcode move no write(outer circle.points[j + step].x,
outer circle.points[j + step].y))

j += step * 2
i =22

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points[i + 1].x,
inner circle.points[i + 1]1.y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

# EuBelec and tov 270 otov 120 KUKAO

f.write(gcode move no write(outer circle.points[0].x,
outer circle.points[0].y))

inner circle = circles[12]
outer circle = circles[26]
step = 2
j = step

T'ioa i and 0 wg 46 pe PApa 2:

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points[i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

f.write(gcode move no write(outer circle.points[j + step].x,
outer circle.points[j + step].y))

j += step * 2
i = 46

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))



f.write(gcode move no write(inner circle.points[i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

# Eubeleg and tov 270 otov 180 KUKAO

f.write (gcode move no write(outer circle.points[0].x,
outer circle.points[0].y))

inner circle = circles[18]
outer circle = circles[26]
step = 1
j = step

T'ia i and 0 wg 94 pe PApa 2:

f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points([i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write (outer circle.points[j].x,
outer circle.points[j].y))

f.write(gcode move no write(outer circle.points[j + step].x,
outer circle.points[j + step]l.y))

j += step * 2
i =94
f.write(gcode move write(inner circle.points[i].x,
inner circle.points[i].y))

f.write(gcode move no write(inner circle.points([i + 1].x,
inner circle.points[i + 1].y))

f.write(gcode move write(outer circle.points[]j].x,
outer circle.points[j].y))

# Kodixag
circles = ConcentricCircles (1, 95, 95, 1200)

circles.save Gcode ()

Mo pio evoAAaKTIK OXESLA0N TWV OUOKEVIPWY KUKAWV Xpnotpomotntnke kot n BLBALoBnkn
¢ python pygcode pe tnv omola emteXONKe n ypapplkonmoinon Twv KUKAwv. EmumtAéov,
xpnowuonowonkav python scripts ylia tnv popdomoinon twv MopayOUeEVWY EVIOAWV aAmMO TN
BBAL0ONKN pygcode, OMwWE 0 UMOAOYLOMOG Tou Extrusion pe tn AOYlKA TwV TPONYoUUEVWY case
studies. Qotoco av Kot n Aoy Tou KWK elval owotr, ta amoteAéopata dev eival 1600
evBappuvtikd. MapatnpnOnke otL UTPXE TPOBANLA OTO OXNUOTIOUO TWV OUOKEVTPWVY KUKAWYV, SLOTL
ouolaoTikG daivetal oa va pn yivetal e€wbnon uAkol, €MOMEVWC OTO TUTIWUEVO oxnua, Sgv
QIOTUTIWVOVTAL KOAG ot KUKAoOL la autd To AOYo MPOXWPNOAUE O Wl TETOPTn ¢don mou Ba
ovaAuBei okplBWE amd KATW.

4.13 KATAZKEYH KYKAIKHZ AOMHZ ME TPAMMIKOMMOIHZH TQN TO=QN

H tétaptn ¢paon tng nepapatikng Stadikaciag adopd tnv idla doun pe Tn mMponyoUUevn,
SnAadn ekTtuMWveTaL TAAL Sour HE OHOKEVTPOUG KUKAOUG KO YPOUMEG, Me tn Sadopd OTL
akoAouBnBnke Alyo SLadopeTIK TTPOOEYYLON YLA TO OXNUATLONO TO KUKAWV. Onwe mpoavadEpbnke o
KWAKAg G Mou avartuXONKe yLa T CXNMOTLOMO TWV KUKAWV EYLVE LE TNV edappoyn eVvToAwv | kat J.
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AUTO SnuloUpynoe TPOPANUA OTO MPOYPAUO TIOU CUVOEETOL HE TOV EKTUTIWTH, S10TL SouAelel
Kuplwg Bewpwvrtag mwg kabBe tO¢o amoteAsital amd otoewwdn gublypapupa TuRpata. Etol
anogoaociotnke va akohouBnBel auth n mpooéyylon Kol ebapUOoTNKe Pe TN BonBela pLog eLOLKNG
BBALOBNKNG TG Python, TnNg pygcode mou pia amo tig Suvatdtntég Tng elval n petatponn 6wy ot
OTOXELWON eUBUYpPAUUO TUAUATA UE TNV EVIOAN arclinearization. OMw¢ avadepOnke autn n
evtoAn adopd tn ypappkomnoinon towv kat XL OAOKANpwVY KUKAWV. MNa auTto To AOyo n mMpwTtn Kal
Baowkn evépyela ATav va PeTatparnel o kaBe kUkAog o U0 NuLKUKALA i aAALwg og SUo Toa.

Ma va yivel auto, Bewpnbnke AAL Twg TTPEMEL va yivel petdfaon tng kePaAng oto KEVIPO
Twv KUKAWV (X, Y) = (95.000, 95.000) kot 0Tn CUVEXELD LETABACN OTO Avw aKkpaio onpeio Tou ekAoToTE
KUKAOU Kot 6£€100Tpod0OG OXNUATIOUOE TOU TIPWTOU NUIKUKALOU — Xprion tn¢ evtoAng G2. To emouevo
BAua mou akohouBel eival mAaAL n petafacn oTo Avw GKPO TOU KUKAOU Kol O OpPLOTEPOCTPOdOG
OXNMOTLOMOG Tou AAAOU NULKUKALOU — Xprion Tng evtoAng G3. Adou €xel avamtuxBel kwdikag Python
yla TO OXNUOTIONO TWV KUKAWV pe auth tn uéBodo omwe dailvetal Kal mMapaKATw, YIVETAL Kol
UEeTaTpomr Kal amobrkevon os G KWoLKa. AMo TIC EVIOAEG TTOU Xphotpomoldnkay, eival epLktod va
eAéy€el kaveig tnv akpiPela pe tnv omoia Ba yivel n ypappikomnoinon twv tofwv. EMAEXTNKE ot
OUYKEKPLUEVN TIEPUTTWON va Yivel pe akpiBeta 0.05 mm, nhadn va oxnuatiotolv tuipata 0.05 mm,
S10TL bev eival oTi TpoSlaypadEC TOU EKTUTIWTH N KATOOKEUH TUNUATWY HKpOTEPpOU peyéBouc. H
UETOTPOTI KOL CUYKPLON TWV YPOUUWY KwLKA paiveTtal eVOELKTIKA yla akTiva R = 1 mm nmopakdatw:

;XwpLoudg ToU KUKAOU oe 2 16&a

Gl X95.000 Y96.000 F1200

G2 X95.000 Y94.000 I0.000 J-1.000
Gl X95.000 Y96.000 F1200

G3 X95.000 Y94.000 I0.000 J-1.000
;popen KOO LK Twv TOE0V og gubUypopua TpApaTa pnkoug 0.05mm
Gl X95.263 Y95.983 E0.001 F1200
Gl X95.719 Y95.719 E0.001 F1200
Gl X95.983 Y95.263 E0.002 F1200
Gl X95.983 Y94.737 E0.002 F1200
Gl X95.719 Y94.281 E0.003 F1200
Gl X95.263 Y94.017 E0.003 F1200
Gl X95 Y94 E0.004 F1200

Gl X95 Y96 F1200

Gl X94.737 Y95.983 E0.005 F1200
Gl X94.281 Y95.719 E0.005 F1200
Gl X94.017 Y95.263 E0.006 F1200
Gl X94.017 Y94.737 E0.006 F1200
Gl X94.281 Y94.281 E0.007 F1200
Gl X94.737 Y94.017 E0.007 F1200

Gl X95 Y94 E0.008 F1200
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4.2 ZXEAIAZMOZ MEZQ CAD KAI EZATQI'H G-CODE MEZQ SLICING

3TN CUVEXELA €yLVeE OLYKPLON TWV SOUWV TIOU Ttapdxdnkav pe avtiotolxeg SOUEG Kol KwSLIKa
TIOU GUVTAOOETOL QUTOMOTA aro slicing Aoylopko. o To oKomo, EMPENE va yivel oXeSLOOUOC TWV
Sopwv avtwv og CAD Aoyloptko (Fusion 360 Autodesk) kat petatporr toug os STL apyeia, ou sivat
ouppata pe slicing Aoyloutko. Emelta €ywve enefepyacio twv apxeiwv STL oe slicing Aoylopiko
(Simplify3D), yta tnv e€aywyn tou G-code. Ot mAeypatikeg SopEg oxedlaotnkay pe mAdtog 0.2 mm ico
LE TO TIAATOC TWV HEMOVWHEVWY VWV TIou evamoBétel n kepaln exktvmwong. MetafdAlovrag to
onueio évapéng tng evandBeong uAikol, mpoodloplotnke OTL N PEATLOTN TPOXLA TPOKUTITEL EEKIVWVTAG
oo Opoug PHeYaAUTEPNC SLOETPOU KAL TIPOXWPWVTAC OTASLOKA TTOPOUC UKPOTEPNG SLAUETPOU.

H doun otnv Ewova 30 Siapopdwdnke péow CAM Aoylopikd kot n Swadpoprn mou
0KOAOUBAONKE yLa TN KOTACKEUA TOU TIAEYHATOC eival StopopeTikr armod Tou customized KwoLKa, Kot
£xeL oplotel amd 1o AOYLOULIKO eKTUTIWONC. 2TNV ElkOva 31 xpnolpomnoleitat SlapopeTIKO UTIOOTPpWHA
KaBwg To umdotpwpa G Elkdvag 30 amodeixbnke apyotepa apKeTd Aento Kal eUBpauaoto. Emiong
otnv Ewova 30 ta Selypota mou ektunwbnkav pe Pdaon tn mapandvw Sopn akolouBouv Suo
SladopeTikol¢ TPOTOUG KOTOOKEUNG TNG TAEYUATIKAG Sopng. O évag adopd Tn TEPLUETPLKNA
KOTOOKEUN TWV TETPAYWVWY TOU TAEYLATOG KoL 0 GAAOG SNpLoUPYEL KATIOLOU €l60UC¢ «OKOAAKLOY ATIO
TIC TTIAEUPEG TWV TETPpAYWVWY, o Sladopa onueia, péxpl va oxnuatiost tn teAkn Sopn. tnv Ewova
32, omou pmopel kaveig va et TN KUKAKN dopr pall pe TO UTTOOTPWHLA, TIPETEL VA AvOPEPOUE OTL N
Slodpopun TNG KATOOKEUNG TOU TIAEYUOTOC TIOU €YLVE UECW TOU AOYLOWLKOU TOU EKTUTIWTH €lvol
mapopoLa pe t Stadpopn «okaAdkLo» mou akoAouBrOnke otnv opBoywvikn Soun.

Ewova 30: OpSoywvikn doun ue mopwdeg 2.5x2.5, 5x5 éwg 10x10 mm kat Staotaoelg 40x60mm, UE TEPIUETPLKO OTO TOPWOEC
UNOOTPWUA Kot SoUn TTAEYUATOG KATAOKEUAOUEVN e Baan tn BEATIOTN Stadpoun ToU AOYLOULKOU TOU EKTUNWTI — KATAOKEUN
«OKOALWV» aTTO IAEUPEG TWV TETPAYWVWV.

Ewova 31: OpFoywvikn Soun ue mopwdeg 2.5x2.5, 5x5 éwg 10x10 mm kat Staotdoelg 20x60mm, UE UMTOOTPWUN UEYUAUTEPNC
nAnpwaong. Yrapyouv U0 €(6n KATAOKEUNG TOU MAEYUATOS OTTOU TO €va BaGIlETAL OTN TTEPLUETPLKT) KATAOKEUN TWV TETPAYWVWV
kot to Ao kataokevaletal pe Baon tnv ibla Stabdpoun onwe otnv Ewova 30.
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Ewova 32: Avarapdaotaocn 2D tn¢ kUKALKNG Sounc uadl e To UMOOTPWUA.

4.3 2YTKPIZH KAIAZIOAOTHZH TQN AYO MEGOAQN

To emopevo BrApa eivat n olykplon kal n aloAoynon twv dtadopetikwy LeBOSwV ektUTIWONC.
AUTO €ylve pe TNV emavoAapBovOopevn mapaThpnon Kot ETPNON TWV MAATOUG TWV VWV ota Sokipa
o€ SLapopETIKA onela pLe OKOTIO VA UTIOAOYLOTEL N LEON TLUA KaL N AlOKALON Ao TNV EMBUUNTH TR
yla va a€lohoynBetl edv Katd péoco 0po £xel ektunwOel to emBuuNTo mMAdToc. Ta SlodopeTkd autd
onuela adopolv ta Sladopetikd mopwdn mou umdpxouv péca otn Sdour. AAa otolxeia mou
napatnpnBnkav givat n ontikA apathpnon tTwv dokiuiwyv, n opolopopdia TnG lvag aAAG Kot onueia
TOUNG TWV VWV, TIOU UTOPEL va TIpoEpYovTal £(Te amd cUYKOAANGN TOU TIPOEPXETAL ATIO TO TPOMO
eKTUTIWONG €lte onpela emuk@AuPng. Autd ta otolxeia eival TOAU onpavTIKA ylati £ToL armoSelkvUETOL
n mowdtNTa TNG eKTUNMWTIKNAG Stadikaciag kat, emiong eival onupavikd ywa t Sltachdiion Twv
MNXOVIKWV BLOTATWY. AKOWN, lval OnUavVTLKO va poodLoplotel edv n Stadpopun tng kepalng umopet
VO EMNPEACEL TNV TIOLOTNTA TNV (vaG KOL TO WG SlapopdpwveTat avaoya e To dLadopeTikd MopwoeC.

Mo TNV OMTIKA TOPOTAPNCN KAl TN HETPNON TWV VWV EYLVE XPHON TOU OMTIKOU HKpooKoriou. H
METPNON TWV WV €yvav o€ KAlpaka 200 um. Mo Tov UTTOAOYLOUO TNG LEONG TLUNG TOU TAGTOUG TWV
VWV XpnoLuormoleital o TUmog:

n

%= %Z % (12)

i=1

o ToV UTIOAOYLOMO TNG SLACTIOPAC XpNOLUOTIOLETAL O TUTIOG:

1 n
— > -9 (13)
i="1

s? =
H anokAlon untohoyiletal wg e€AG:

andkhon = ) |x; — Xyiaen| (14)

n

=1
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4.4 TIEIPAMATIKOZ EZONAIZMOZ

To UAkO ToOu xpnolwlomoldnke nTav TO
TIOAUYOAQKTIKO 0EU, o€ popdn vipatog Kal n péBodog
eKTUTIWONG NTav pe €€wBnon UAWKOU O KATAOTAOH
mypoatog (FDM). H Siudpetpog tou vhupatoc PLA
UETPNABONKE € OAO TO UNKOC TOU UE PNPLAKO TIOXUUETPO
KoL BpéBnke OtL n péon TN NG Slapétpou eival
1.74 mm.

O &eKTUMWTAG TOU XPNOLUOTORONKE vyl TN
KOTOOKEUN TwV SElYPATWV elval TnG etatpeiag ZMorph
2.0S kol Ta Selypota mopatnpnBnkov OTO OMTKO
ulkpookomio. Kat ol Svo efomAiopol avrnkouv To
gpyootiplo Navotexvohoyiag NG IXOANG XNULKWV
Mnxavikwyv Tou EBvikou MetooBLou MoAutexveiou. Ztov
ekTUTIWTA Zmorph amo t pwrtoypadia eival epdav ta
onpeila ™g kedpalng, tng MAathOpUOC EKTUTIWONG Kol
TOU KapouAlwol Tou amoteAel Ny tpododooiag. XTig
Ewkovec , daivetal n kedadr, to akpodplolo Kal n
TMAQTPOPUA EKTUTIWONG ME TNV ELBLKA EMIOTPWON TIOU
BonBdel otn KaAUTEPN TPOCGdUCH TOU UALKOU.

H O&wadikacioa mou akoAouBnbnke vy va
vAorotnBel n melpapatikn Stadikaoia meplypadetal ota
BrAuota mapoKatw:

1. AdoU eAéyEoue OTL 0 EKTUTIWTAG Elval
ouvdebepévog e tov H/Y, tov avoiyou e amno
TO €L8IKO KOUUTTL.

2. Avoiyoupe to Aoylopikd tou H/Y mou
ouVSEeTal e ToV eKTUTIWTH, Voxelizer.

3. Em\éyoupe oto Aoylopikd To UALKS Tou Ba
xpnotpomotnBet yia tnv ektumwon (PLA).

4. Baloupe to vrpo tou PLA otn kedpaln £toL
WOoTe Vo apxioel va Beppaivetal.

5. @Qoptwvoupe Tov G KWELKA GTO AOYLOULKO.

6. Matdpe to Start yia va EekvnoeL n
ekTUTWON.

AdoU TeAelwoel N eKTUMWON, OGVOUUE Yl
Alya Aemtd to Seiypa va olyoupsutoUpe OtTL €XeL
KPUWOEL Kal €xeL yivel owot okAfpuvon Tou
TOAUUEPOUG, KOl TIPOOEKTIKA, TOGO yld vo N
XoAdoet to Oelypa 600 kat va pn ¢Bapel n
ermudavela ™G TMAATHOPUAG EKTUTIWONG, HE LA
onatoula to adalpolpe and tn mAatdopua.

Ewkéva 33: 3TNV mMavw €KOVA @QUIVETAL TO OMTIKO

ULKPOOKOTILO TOU EPYACTNPIOU KAl OTNV KATW ELKOVA O

3D ekTUNTWTNG TOU EpyaaTnpiou.

Ewkova 34: 3tnv €KOVA @QAIVETAL N KEPAAN TOU EKTUNMWTH
(apLotepa), evw n Se€la elkova amoTeAel oTIyULOTUTTO KATA TN
Stadbikaoia eKTUTWOANG eVOog amo ta Selyuata tne SUTAWUATIKAG
epyaoiag.
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5 AMNOTEAEZMATA - ZXOAIAZMO2Z

5.1 EKTYNQMENA AEIT'MATA -NAPATHPHZH ME TO OINMTIKO MIKPOzZKOMNIO

5.1.1 ZYTKPIZH AOKIMIQN OPOOIQNIKHZ AOMHZ METAZY MEOGOAQN KATAZKEYHZ ME CUSTOM
KQAIKA KAl CAD MONTEAQY

H mapatipnon Kol oL UETPHOELS OTO HLKPOOKOTIO, £YlVvaV OE Onuela pakpld amd tnv
€€WTEPLKN TIEPLUETPO TOU OXNULATOC KOL O€ TuXaia onpeia otn Sour Mou va UmopoUV va cuykpLBouv.
Enionc os kABe TETpAYWVO TIOU £YLVE N TapaATAPNON, TAPOBNKav 4 LETPAOELS TNG ivag og 9 SladopeTika
onUela. 2tn KUKALKN dopn €yLvay MapaTnPHOELG KOl LETPIOELG O TIOAAQ GNUELa TNG, WOTO00 AOYW KN
SLoKpLTOU TPOCOVATOALGUOU, OAEC OL LETPNOELC ATAV OE TuXaia Kot SlodpopeTika onpeia.
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Ewova 35: Sxripo opSoywvikng Sounc pe mopwdeg 10x10, 5x5 éwg 2.5x2.5 mm. Ta kukAwuéva onueia 1
Kot 2 glval autd mou mapatnpeiOnKav UE TO OMTIKO MIKPOOKOTLO Kol TMAPINKoV UETPHOELS Ylo TO
POCSLOPLOUO TOU TIAATOUG TNG (vag (um).

5.1.1.1 OPOOIQNIKH AOMH ME AIABAGMIZMENO lOPQAEZ 10x10, 5x5 KAl 2.5x2.5 mm.
51.1.1.1 1° AEITMA CAM 40x60

To Seiypa autd npoépyetal and G-code mou cuvtdytnke amno to Simplify3D, 6mou akoAouBnBnke n
BéAtiotn Sadpour). OL dlactacelg tou eivat 40 x 60 mm Kot ovopdotnke CAM 40x60. H dnuoupyia
TOU €lval MEPLOCOTEPO SOKIUAOTIKN. 2TA EMOMEVA Selypata €ylve PELWON TwWV SLACTACEWV TWV
SOoKLLWY yLa va LELWBEL 0 XpOVOC KATOOKEUTG TOUG.
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Ewkova 36: Agiyua CAM 40x60 Sokiuaotiko mou akoAovUei tn BEATioTNn Stadpour) ToOU oUVLOTA TO AOYLOULKO EKTUTTWONG,
OTO OPLOTEPA 1) TIPOCOUOLWUEVN SOUN QIO TO AOYLOULKO EKTUTWONG KAl OTA SEELT TO EKTUNTWUEVO SElyuaL.

- Napatnpiosig:

OuL iveg 6e daivovtal va Slatnpouv KaArl opolopopdio Kal oto onueia cuykoAAnong
TapoucLAlouv KAMoLo €160¢ petatdmiong. Auto lowg va odelletal oTo yeyovog OTL n dtadpopr) mou
okoAouBeltal pe BAon to AOYLOWUIKO €KTUTIWONG, VO NV €XEL LeEYAAn akpifela wg mpog tn B€on
evanoBeong tng ivag. H péon T tou mMAATOUG Twv VWV elvat ota 222 + 16 um, peyaAUTepn Ao TV
emBuuntn péon Twun mou eivat ota 200 pm.

Ewova 37: lMapatripnon (vwv oto onTiko ULkpookormio tou CAMA40X60. Eytve mapatnipnon tne Hop@rg Twv Vwv, Twv
onueiwv ouykoAANoriG Toug, aAAd kot UETPNON TOU MAATOUC TNG (vag.
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5.1.1.1.2 2° AEITMA SAMPLE 1 20x60

To Seiypa autd mpoépyetal and tn xprnon evoc CAM povtélou Omou akoAouBnonke mMEePLUETPLKA
Topeia yLa To OXNUATIOUO TWV TETPOYWVWV Kol £XEL SLaPOPETIKO UTIOOTPpW LA, OL SLOOTACELG TOU £ival
20x60 mm kalt ovopdotnke SAMPLE 1 20x60.

Ewova 38: Aciyuo SAMPLE 2 20x60 arto CAM aAydptduo mou akoAouvdel tn meplueTpikn Stadpour), ota apLoTePA N
TIPOCOUOLWMUEVN Sour) Ao To AOYLOULKO EKTUTTWONG KAl 0T SEELA TO EKTUTTWUEVO SelyuaL.

- Napatnpiosig:

Ot lveg daivovtal va €xouv opolopopdo oxnua Kot ta onpeio cuykoAAnong dev mapouotdlouv
KATola. PETATOMLON 1 avopolopopdia. Qotéco n HéEon TW TOU MAATOUG TwV VWV €ival ota
285 + 13 um, apKeTA peyahUtepo amo ta 200 um mou elval n embuunth Tun.

Ewova 39: Mapatnpnon tvwv oto omTiko ULKPOOoKOTtlo Tou SAMPLE 1 20x60. Eytve mapatripnon tng Hop@He Twv tVwy, Twv
ONUEIWV oUYKOAANGIG TOUG, dAAd Kot UETPNON TOU MAATOUG TNG (Vag.
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5.1.1.1.3 3° AEITMA SAMPLE 2 20x60

To &eiypa autd mpoépxetal and tn xprion evog CAM poviéhou Omou akoAouBndnke n BEAtiotn
Sladpopn, HE TN KATAOKEUN «OKOALWVY» yla Tn oUvOeon Twv TETPAyWVWY Tou TAéypatoc. Ot
Slootdoelg Tou eival 20x60 mm Kat ovopdotnke SAMPLE 2 20x60.

Ewova 40: Asiyua SAMPLE 2 20x60, 6rtou ektuntwnke amo €toiuo CAM aAyépLﬁuo, akoAovBwvrag t Snuloupyia « oKoALwY»
yla ™ ouvdeon tou MAEYUATOG, OTO QPLOTEPA N TIPOCOUOLWUEVN SOUN QO TO AOYLOULKO EKTUMWONG kat ota deéld To
EKTUTTWUEVO Selyua.

- Napatnpiosig:

Ot lveg bev mapouctalouv opolopopdia Kol ota onpelo cUYKOAANcewvV gite dev UTIAPYEL KABOAOU
OUYKOAANON elte dev eival kaBoAou kaAn. H péon Ty Tou MAATOUC Twv Wwv eivat 191 £ 12 um, n
orola eivat kovtd otnv emBupnt TLn, 200 um. Qotdoo ta MPOoLBARUATA TTOU TTAPOUCLATEL TO MAEYUA
OTLG OUYKOAANGOELG, 06nyoUuV To Selypa 0To va N KaG PoodEPEL TO EMOUNTO ATIOTEAECUAL.

58



Ewkova 41: Mopatnipnon vwv oTo ONTKO ULKPOOKOTTL0 Tou SAMPLE 2 20x60.
Eytve mapatnpnon tng Hop@nc Twv VWV, TwV ONUEIWV OUYKOAANGIG TOoUG,
aAda kat uETpnon tou mAdToug e (vag.

5.1.1.1.4 4o AEITMA SAMPLE 3 CUSTOM NO RETRACTION 40x60

To Selypa autd mpoépyetal amd tnv ulomoinon Tou KwdKo mou avamtuxdnke otn AE. Qfpel
Slootdoelc 40 x 60 mm kat ovopdotnke SAMPLE 3 custom No retraction 40x60. e auto to Seiyua, d¢
yivetal avappodnon uAkou katd tn petadopd tng kepalng ota onpeia 6mou d¢ yivetal evanobeon
UALKOU.

T 68 2 v 4 e

Ewkova 42: Asiyua SAMPLE 3 40x60 No Retraction, 0mou ektumwiInke oo custom KWK, OTA APLOTEPT N
TIPOCOUOLWUEVN SO ATTO TO AOYLOULKO EKTUNIWONG KAl OTA SEELL TO EKTUTTWUEVO SEIYUAL.
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- Napatnpnosig:

Ot ivec daivovral opoldpopdeg pe otaOepd MAGTOG Kal To. onueia TTou yivetal emkalvn Twv
WV ¢paivetal mwe ol iveg mAataivouy, Tpaypa avapevopevo. Eniong o pécog 6pog tou MAGToUC Twy
WwvV gival 202 + 8 um, Tov eival TOAU KOVTd otnv emBupNTA T Twv 200 pm.

Etkova 43: Mapatnpnon wv oTo omTiko ULkpookormio tou SAMPLE 3 custom No Retraction 40x60.
Eyive mapatnpnaon tng Loppr¢ TV VWV, TwV CNUEIWVY EMKAAUYIG TOUG, dAAd KoL UETPNON TOU
nAdtouc e ivag.

5.1.1.1.5 5°AEIF'MA SAMPLE 4 CUSTOM WITH RETRACTION 40x60

To Selypa autd MPOEPYETAL Ao TV UAOTOLNGN TOU KWALKA TTOU avamtuxOnke otn SUMAWMATIKA
epyoaoia pe tn Stadopd and 1o MponyoUEVO OTOo Yeyovog OTL yivetal avappodnaon UALKOU, KATA Th

Ewkova 44: Agiyua SAMPLE440x60WithRetraction, ormou ektuntwidnke amo custom KWK, OTA APLOTEP 1) TIPOTOLUOLWUEVN
Sour and o AoyLouLkd EKTUTTWONG Ko oTa S€LA TO EKTUNTWUEVO Selyua.
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petadopd tng kepalng, ota onpeia omou b¢ yivetal evandBeon UAKoU. H ovopacio Tou deiypoatog
glvat SAMPLE 4 Custom With Retraction 40x60.

- NoapatnphoeLc:

Ot ivec paivovtal opolopopdeg e otabepd MAATOC. 3TO ONUELD EMKAAUYPNG TWV VWV UTTAPXEL N
duaolkr TMAATUVoR Toug, Kol ¢alvetal va UTIApPXEL KAAUTEPN £vwon oTa ohpela autd o’ OTL ot
Selypata mou ektunwOnkav péow CAM. H péon T Tou MAGTOUC TWV VWV, WoTtoco, eival
230 + 8 um, apKeTA PeyaAlTepn TR amd tnv emtbupntr, 200 um.

Ewkova 45: Mapatripnon tvwv oto ontiko Ukpookorio tou SAMPLE 4 custom With Retraction 40x60.
Eyive mapatripnon tne LopQr¢ TWV VWV, TwWV CNUEIWVY EMKAAUYIG TOUG, dAAd KoL UETPNON TOU
mAdtouc ¢ ivac.
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5.1.1.1.6

FEVIKEG TTOPATNPNOELG:

Amo ta delyparta mou ekTUTWONKAV, AUTO MOU UMOpPEL va yivel amodeKTO Kal mapouciace ta
KoAUTepa amoteAéopata 6oov adopd TNV opolopopdia 0To MAGTOG TwV VWV, KAAUTEPN anodoon ota
onpeila ouVAVTNONG TWV VWV KoL HECH TLUA KOVTWVOTEPN oTnV emtBupnth eival to deiypua SAMPLE 3
custom 40x60 No Retraction. Itn cUVEXELQ, TTAPOUCLALETAL EVAG OUYKPLTIKOG Ttivakag (Mivakag 4) pe

To Selypota Kal TIC TapapETPoUC Tou eAEyxOnKav.

Mivakag 4: SUYKEVTPWTIKOG KAl OUYKPLTLKOG TTIVOKAG TwV SLapipwVv opdoywVikwy Selyuatwv ue mopwde¢ 10x10, 5x5 éwc
2.5x2.5 mm nou ektunwinkav, twv UeBOdwv mou xpnowuomoindnkay, TA KPLTHPLA TTOU xpnotuomodnkav yua tnv
aéloAdynan Toug Ko To CUUTTEPAOUATO

Aslyua  Eiboc extunwonc  Ouotouoppia  SuykoAAnoesic/ Méoo Artodoxn
lvac EmikaAvperc  [Aatoc (um)
CAM CAM povtého/

40x60 «OKOAAKLOY X X 222 £16 X
SAMPLE 1 CAM

20x60 LLOVTENO/TIEPLUETPLKA v v 28513 X
SAMPLE 2 CAM povtého/

20x60 «OKOAAKLOY X X 1O X
SAMPLE 3

40x60

custom Custom kw8 Kag \'i Vv 202 £8 Vv

No

Retraction
SAMPLE 4

CL\I/\S/jtohm Custom kwbLKag Vv v 230+8 X
Retraction

Itov Mivaka 5 mapouolaletal n OTATLOTIKNA enefepyaoiot TWV OMOTEAECUATWY MO TIG
UETPAOELC TOU MAATOUG TWV VWV LLE TO OMTIKO ULKPOOKOTILO, KABWE KoL £VOl GUYKPLTIKO SLaypoppa

omo TN PHEon TIUA Tou MAGToUC Twv VWV (Elkdva 46).
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Mivakag 5: Statiotikn emeéepyaoia AMOTEAECUATWY UETPHOEWV VWV 0pTIOYWVIKWY SELyUATWY UE mopwdeg 10x10, 5x5 éwcg
2.5x2.5 mm.

Turikn Turmiko

Asiyua X (um) % amokAlon  opaAuoa 95% Cl
QITOKALO +um
T owm)  (um) (tum)

CAM 40x60 222 11.0 48.20 8.03 16
SAMPLE 1 20x60 285 42.5 39.70 6.62 13
SAMPLE 2 20x60 191 4.3 36.90 6.15 12
SAMPLE340x60 |, 1.2 24.78 4.13 8
No Retraction
SAMPU:.- 4 With 230 15.0 2491 4.15 8
Retraction

To tumiko opalpa (SE) kat ta avw/katw akpa tou 95% tou Slaotripatog eumiotoouvng (95% Cl)
umoAoyilovtal amo TG OXECELG:

o
SE = = (15)

v /Kkatw dkpo = X + 1.96 * SE e otpoyyuhomnoinon dekadikwy Pnoiwv (16)

OTIOU N 0 APLOUOG TWV LETPNOEWV O€ KABOE onUelo, X n LEON TLUN KAL 0 N TUTILKA OItOKALON.

Méaon Tt mAdtoug vwv (Um)

350
= 285
£ 3% B CAM 40x60
>
3 250 230
2 242 B SAMPLE 1 20x60
o 191 202
3 200
8 B SAMPLE 2 20x60
< 150
=
F’:f. 100 B SAMPLE 3 40x60 No Retration
C
8
S 50 ® SAMPLE 4 40x60 With
Retraction
0

Asiypata

Etkova 46: SUYKPLTLKO SLAYPOUUN UETNG TUUNG TTAATOUG VWV 0pT0YWVIKWY SOUWV LUE TETPAYWVIKO TOPWAOES pueyedous 10x10,
5x5 éwg 2.5x2.5 mm
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5.1.1.2 OPOOrQNIKH AOMH ME NOPQAE> 2x2, 1x1, 0.5x0.5 mm

5.1.1.2.1 Aslypa 7°

To Ssiypa avtd mpoépxetal amd 1o KWOWKA 1ou uAomolndnke otn SutAwpoTikn epyaoia. Exst
Slaotdoelc 40x60 mm Kkal ovopdletal SAMPLE 7 CS2. e auto to Seiypa, BACEL TwV MPONYOUUEVWY
anoteAeopdtwy, anodaciotnke va pPnv epapuoctel avappodnon UAKoU Katd tn PeTadopd TNng
kedaAng and ta Staotipato mov Sev anatteital evanodeon uAwoU.

Ewova 47: Asiyua SAMPLE 7 CS2. o tn ouvdeon tou Seiyuatog ypnoluomolOnke custom kwIKac Kot SV EQAPUOOTTNKE

avappopnon UALKOU. STa apLOTEPX TTOPOUTLAIETAL 1) TIPOCOUOLWMUEVN SOUN ATTO TO AOYLOULKO EKTUNTWONG KAl 0T SEELA TO
EKTUTTWUEVO SElyua.

Ewkova 48: Mapatnpnaon tvwv ato omTiko UKPOooKoTtLo Tou SAMPLE 7 CS2. Eywve mapatipnaon tne Hop@rg Tw VWV, TwV
OnNUEiwv emkaAv g toug, aAdd kot UETPNON TOU MAATOUC TNC (Vag.

- Napatnpnoeig:

210 Selypa autd daivetal mwe n mavw Se€Ld AKpn TOU €XEL LA TACN QVACKWONG TTOU QUTO
uropel va odeidetal otnv emipavela mpdoduong mouU UTIAPXEL 0T TTAATPOPUA EKTUTTWAONG, N omola
elye xpnowuomnonBei apketég dopeg yla va ektunwbBolv oAd Selypata, emopévwg eixe uTtootel
kamola puaotkn pBopd. AkOun eival epdavES WS OTO UKPOTEPO MOPWEEC AMOUGLATEL LD YPOLLUN.
AuTO odeiletal og éva AaBog mou €ylve katd tn Stdpkela cuyypadng tou Kwdika. Qotdoo auto dev
EMNPEALEL HETEMELTA TNV AELOAOYNON TNG SOUAG KAL TWV VWV KABWG 0TNV MapaTipnaon amno To OmnTKO
MLKPOOKOTILO, T TETPAYWVA TOU TIopwdouG mou mapdnkav yla petproelg dev meplhaupdavouv tn
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neploxn autr. TEAOG, N Sour Kol To MOPWSOEG £XOUV €va LKOWVOTIOLNTIKO AMOTEAECUA, TTOU SEelyVeL,
LOKPOOKOTIKA, OTL £lval ePIKTA N KOTOOKEUN UIKpOTEPOU Topwdoug. Ooov adopd To TTAATOG TWV
VWV, N HEonN TN Kupaivetal ota 218 + 8.40 um, T Tou elval kovtd otnv ermibupntr 200 pm.

5.1.1.2.2 TeVIKEG TAPATNPNOELG:

Y& olykplon e TNV amodektn opBoywvikr dopn pe HeyaAUTEPO TMOPWOEG, N UEON TIUN TOU
TAATOUG €ival peyoAUTtepn. AuTo pmopel va odeiletal 0To yeyovog OTL 0 TANBUCUOG TWV VWV TIoU
ouvavtloLVTAL Kal ETKAAUTITOVTAL, £lval TILo ouxvog, 0 UIKPOTEPO SlooTrpata, OonotTe N MAATUVON
TWV VWV £lval 1o cuxvo GALVOUEVO. ITN CUVEXELD, TIAPOUCLATETAL EVOG CUYKPLTLKOC TivaKog LETAED
TWV 600 SL0POPETIKWV SELYUATWYV KOLTO OYETIKO SLAYPOUUA CUYKPLONG TOU HECOU TAATOUC TWV LVWV.

MINAKAS 6: Ztatiotikn emeéepyacia kot oUYkpLon tn¢ anodektng opdoywvikng Soung Ue to ueyaio mopwdeg SAMPLE 3
40x60 No Retraction ue tnv opdoywvikn Soun uitkpou mopwdoug 2x2, 1x1 €wg 0.5x0.5 mm.

9 Turun Tuniko
Agiyua X (um) , amnokAton ) 95% CI
anokAton i oQaAua
SAMPLE 3 40x60 505 1.2 24.78 4.13 8
No Retraction
SAMPLE 7 CS2 218 9.2 25.70 4.28 8

Méon T mAATouc vwv (um)

230

N
N
o

N
[
o

B SAMPLE 7 40x60 CS2

B SAMPLE 3 custom No
Retraction 40x60

Méon T mAGtoug vwv (Um)
= N
(o) o
o o

[uny
o]
o

170

Asilypoata

Ewkova 49: Awaypauua cUykplanc opdoywviknc dounc ue mopwdeg 2x2, 1x1 éwg 0.5x0.5 mm kat armoSekti¢c opBoywVIKNG
douri¢ pe mopwde¢ 10x10, 5x5 éwg 2.5x2.5 mm.
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5.2 2YTKPIZH AOKIMIQN KYKAIKHZ AOMHz METAZY MEOOAQN KATAZKEYH2
ME CUSTOM KQAIKA KAl CAM MONTEAQY

Ta Selypata mou kataocksudotnkoy rponABav amd tn xprion £totuou CAM povtélou aAld Kot
oo ToV KWK TToU avartuxOnke otnv SUTAWUATIKA.

52.1.1.1 Aslypa1°
To Selypa auto nponABe amno tn xprion CAM povtélou rou akolouBei tn BEATioTn Sladpoun.
To Seiypa avtd £xet Staotdoetlg 30x70 mm kat ovopdletat SAMPLE 1 CS3.

5.2.1.1.2 Aslypa 2°

To Selypa autd mponABe amo tn xprion Tou KwdLKa Tou UAoTtotBnKe o aUTH T SUTAWUATLKA
epyoocia. Mpémel mpwta va onuelwBel TMWG QVIUETWIOTNKAV OPKETA TPOPBAAUATA HE TN
OUYKEKPLUEVN Soun, KaBwg, apxlkd dev prmopolcay vo eKTUTIWB0oUV OAEG OL YPAUUEC — aKTiveC AOYw
™G TOoAU HIKPANG ponc. Ta KoAUTEpA omMOTEAECHATA  TOpOUCLAcTNKAV omd tn péBodo
YPOLULKOTIOINONG TWV TOEWV TwV KUKAWV OTwe meplypddetal otn Mapdypado 4.1.3. To Selypa
ovopaotnke ARC LIN 6.

Ewkova 50: Mpooouoiwaon KukAikr¢ Sounc (mavw) armo to AoyLouiko ektunwong tou 3D printer. Katw aplotepa
napouvataletal n KUkAkn dSouny SAMPLE 1 CS3 mou mpoépyetat ano tnv ektunwan CAM povtédou. Katw Seéia
tapouotaletal n KUKALkN dour mou mponAde and tn yprion custom kwébika ARC LIN 6.
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- Napatnpnoeig:

e aQUTO TO onuelo va onuewwBel 6tL oe auty tn Soun, UE TN XPRON TOUu KWwOLIKA,
QVTIUETWITIOTNKAV KATola TPOoBARMaTa KOTA TNV eKTUTWONR TNG, Tou adopouv Tn TOAU HIKPN
e€wOnon kat evanoBeon UALKOU Katd Thv ekTUnwon. Eywav dtadopec aAAayEg Kal TPOoTABEeLEC
TUPOKELUEVOU VO AVTLUETWTILOTEL AUTO To MPOBANUA. ApXLIKQ, EYLVE TTpooTaBsla al€nong tng e€wbnong
UALKOU, oA amAaoLdovtag Le évav aplBunTiko cuvteAeotr Tov 0po Eiotnv e€lowon (6) xwpig peyain
gTLTUYLlO. 2T OUVEXELA, EYLVE aAAayr) O KATIOLEG EVIOAEG TOU KWSLKA yLa val Talplalouy e To TPOTo
Tapouciaong Tov EVIOAWV Tou AoyLopikoU, apadeiypotog xapLv ol evtoAég G1 éywvav GO1 k.o.k. H
oAlayn autrh, g cuvemayetal OtL gival AdBog o tpomog ypadrg ot MPONYyOUEVEG TIEPUTTWOELG
KaBwg n evtoAn eival n idta. O Adyog mou €ylve autn n aAlayr, NTav amAWS yLo va EeTaotel To
evdexXOUEVO aUTO, Kal va amoppldBel, mpokelpévou va Byel Eva mopLlopa. Evag dAAog mapayovtag mou
peTaBAnBnke eival n taxvtnta ektunwong F mou amnod 1200 mou eixe puBulotel apyikad, €ywve 900.
Qoto00 bev UTpXE TLAAL KATtoLa aAAayn. Z€ auth tn GAon, £YLWVeE N oKEWYN yLA TN YPAUULKOTIOINON TWV
KUKAWV Kal n oaAAayn g Sladpopng ekTUMWong Toug o SUo Toa. Auto daivetal nwg BeAtiwoe tn
nowotnTa eKtur[wcnq Ka e&woe TO rtapomavw anore}\eoua oto Selypa ARC LIN 6, Elkova 50

Ewkova 51: Mapatripnon wvwv oto OnTiko ULkPOoKOTtio tou SAMPLE 1 CS3. Eytve mapatripnon thg Hop@rig TwV VWV, Twv
onNuUeiwv ouykoAAnoewv Ttoug, aAdd kot HETPnan Tou mAdTou ¢ (vag.

MNapatnpeital nmwg oto kévipo tou ARC LIN 6, spudaviletal pia €viovn Sldpetpog. Auth
SnuLoupynBnke ouCLOOTIKA Ao TN Kivnon tng kedaAng mou mepvasl amd to KEvtpo kabe dopd mou
TEAELWVEL TN SNLoUPYLa EVOC NULKUKALOU KOL TIPOXWPAEL OTOV EMOKEVO KUKAO. AKOUN glval dpavepo
OTL oL (veg elval opKeTA AETITEG Kol eUOPAUOTEG KaL o KAmola onpeia 6 dalvetal va €xeL yivel Kaln
ektOMwon. Télog, mavw de€1d umtdpxel epdavig amouoia UAkoU. To raft og autr] tn Soun NTaV ApKETA
Aemtd Kal eUBPAUOTO KAl KATA TNV AmokOAAnon and tnv mAatdpopua daivetal va UTipEe autn n
aotoyia. MNapatnpeital mwg oto deiypua SAMPLE 1 CS3, ou dnuoupyndnke péow CAM, Sev umapxet
opolopopdia oto MAATOC Twv WWWV. QoTdo0 oL cUYKOAANCELG pailveTal va eival KOAd eDAPUOCUEVEG.
H péon Ty tou MAQTOUG TwV VWV KUPAlveTal ota 259 + 26 Um, apKETA HEYAAUTEPN ATO TNV
ermBuuntn, 200 um. Ma to deiypa ARC LIN 6 eival epdavég mwg untdpyel dev unmtdpyel opolopopdia
OTO MAATOG LETALU TWV VWV oUTE ota TOEa oUTe OTIG SlapeTpouc. OL iveg epdavilovtal o KAToOLA
onuela oAU AemTég, o KAMOLO GAAQ KOVTA OTNV EMBUUNTA TR Kol 08 KAmola AANa LeyoAUTEPEG.
Qot600, AUTO NTav To KAAUTEPO ATMOTEAECUA TIOU £€AXONKe amod Tn cuyypadn kwdika. H péon Tun
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Ewkova 52: Mapatripnon tvwv oto ontiko Uikpookortto tou ARC LIN 6. Eytve mapatripnaon tn¢ Hop@¢ TWV VWY, TwV onuelwv
OUYKOAANTEWYV TOUG, aAAd KAl UETPNON TOU TAATOUG TNG (V. STIC ELKOVES MAVW MAPOUaLalouvTalL (VEG Al ToUG KUKAOUG.
Mavw aptotepa eivat iva amd tov 3° KUkAo (o péoa pog ta é§w) kat mavw Seéla ivat ivar arto tov 13° KUKAO. STIG ELKOVES
katw rapouvaotalovtal (VeG armo TI¢ SLAUETPOUS TwWV KUKAWV.

TOU TAATOUG TWV VWV Kupaivetat ota 176 + 21 um, apketd xapunAotepn and to emBupntd MAAGTOG
nou elvat ioo pe 200 pm.

5.2.1.1.3 TEeVIKEGC TOPATNPOELC

3TN KUKAWKN Soun kat ot duo tpomot, CAM kat custom kwdikag, dev emédepav KaAd amoteAéopaTa
KOOWE Kol oTIC SUO TIEPUTTWOELG UTIAPXEL ATOKALON Ao TNV MOUUNTI T TOU MAGTOUC TWV VWV
OAAQ KOl LopdOAOYLKA, SEV TAPOUCLACTNKE KATIOLO a§LOAOYO0 amoTteAeopa. Mapakdtw daivetal évag
CUYKPLTIKOG TIVOKAG TWV SELYUATWY KoL TO avTioTtoL o Slaypaupia:

Mivakag 7: Statiotiky eneéepyacia Selyudtwy KUKALKNG Souri¢ tpogpxoueva artdo CAM LoVTEAD kat custom KWLKaL.
Turkn

, - % . Tumiko 0
Asiyua X (um) anéKkALon anot;/hon opdAua 95% Cl
SAMPLE 1 CS3 259 29.2 81.03 9.83 19
ARCLIN 6 176 12.0 63.39 7.58 15
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Ewkova  53: SUYKPLTLKO SLAYPOUUA TNG UEONG TUUNG TOU TMAATOUG TwV VWV UETAED Twv Setyudtwv SAMPLE 1 CS3, mou
npoékue amo CAM povtédo, kat tou ARC LIN 6, Tou mpoékue armo T xpron Tou custom KWELKA UE YPAUULKOTIONON TWwV

T0éwv.
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6 2YMIEPAZMATA

Jtn mapoloa OSUTAwUOTIKA epyacia pehetnOnke n  avamtuén OGOpwV UAIKWV UE
Slopfabulopéveg OLOTNTEC HEOW KWOLKOL TIOU avomtuxBnke oTo €pyaothplo, o YAwood
TPOYPOUUATIOHOU Python kal n petatpomnn oe evtoléc G-code, TG YAWooOg TOU TPLSLACTATOU
ektuntwtn. H péBodog ektimwaong mou akoAouBnOnke eival Fused Filament Fabrication — FFF kat wg
UALKO tpododoaiag xpnolpomnolbnke to moAupepég PLA (Polylactic Acid). H ocuvBeon tou kKwdiKka
Baolotnke otov oXeSLAOUO TNG TPOXLAG TNG KEPOANG KAl OL TTOPALETPOL TToU ARdOnkav umoyn yla
ouyypadn Tou Kwdlka eival to mAdto¢ TNG vag Wp (um), n Sldpetpo¢ Tou akpoduaoiou
nozzle_diameter (um), n omolia eivat (on pe to mMAdtog ¢ vag, n taxvuTnta ektumwong F (mm/min)
KoL n e€wlnon uAkou E extrusion (mm). Ma va urmtoAoylotel n e€wBnon UAkou E Atav anapaitntn n
YVWON KATIOlWV YEWUETPIKWY XAPAKTNPLOTIKWY Kol SlacTdcswv mou adopolV TNV (va Tmou
evanotiBetal KabBwg KoL TOU VI LOTOG TTOU ELCAYETAL 0TNV KedaAn amo tnv tpododoaoia.

To AOYLOMLKA EKTUTIWONG QVOITTUGOOUV Kol 0koAouBouv aAyopiBuoug yla Ty ektunwon Pacel
TWV TTOPAPETPWY TIOU OPILEL 0 XPHOTNC VLA TOL XOPOKTNPLOTLKA TOU TIPOC EKTUTIWON HOVTEAOU. AuTol oL
aAyoplBpuol £xouv wg okomo va tpoadidouv T BEATIoTn Stadpopn. EMeldn, OpwE, auto To cUoTNUO
elval apKeTA yeVIKEUEVO, €EETALETOL TO KOTA TIOOOV £VaG KWOLKAG EMIKEVIPpWHEVOC O UL Soun,
uTopel va EemepAcel Kal va SWOEL CUYKPLOLUO QMOTEAECUOTO OE OXECN HUE TA AOYLOMULKA autd. O
OTOXO0C OTN GUYKEKPLUEVN TIEpTTWON £lval N KOTOOKEUN TWV SOUWVY, KE EMLBUUNTH TLUA TTAGTOUG VWV
200 pm. Mpaktikd auto eival aduvarto va enteuxBel emakplPwe SLoTL mavta Ba UTIAPYEL KAToLo el
TOLC EKOTO OPAALQ OTO TIOGOOTO TOU UALKOU TIOU pEEL Ao T KEPaAn Kot TTOANEG dopEG emnpealeTal
KOLL aTTO TNV ouvexn avappodnaon Kat ekpodnaon VALKOU TTou Pmopel va pnv ival apkeTd anodotiky,
KaBwg n Baputnta Kat pavopeva LeTAPopAc peUOTWVY nPeAlouv To cUOTNUA.

Ta Selypata mou ektunwOnkav pe Baon tn mopanavw Stadkacia cuykpiBnkav pe delyparta
TIOU KATOOKEUAOTNKAV e BAon povtéda CAM, omou eixe emlexBel n BEATIOTN SLabpopr) eKTUWONG
ocUpdwva pe to Aoylopiko. Emiong, ta deiypata xwpilovtal o eldwv oxnuata a) opboywvio oxnua
LE TETpOYWVLIKO StaBabpiopévo mopwdeg, kat, B) KUKALKA Sopr pe Topwdeg mou oxnuatiletal amod tn
TOMI) OUOKEVIPWY KUKAWV HE MLO OElpa SLaPETpwy. Ma TN oUYKPLoN TwV SELYUATWY, EYLVE OTITLKN
TAPATAPNGCN OTO OMTIKO UIKPOOKOTILO KOl LETPNON TOU TAATOUC TwV VWV ot Sladopeg Tonmobeoied.
ITn OUVEXELQ, €YLVE KaTaypadn TWV TILWV AUTWV, UTIOAOYLOMO TNG KECNG TLUAC TOU TAATOUG TWV VWV,
UTTOAOYLOMOG TNG ETTL TOLG EKATO ATIOKALONG Ot TNV EMLOUUNTHA TLUN KOl UTIOAOYLOUOC HEYEBWVY OTIWG
TUTILKA  amokAlon Kat n SiakVpavon. Eva GAAo KOUMATL TNG 0floAdynong Twv Oelypdtwy,
CUMTMEPAAUBAVEL TNV OMTIKA TOPATAPNON WG TIPOG TNV Opolopopdia Tou MAATOUC TWV VWV Kol Ta
onpeia cuykoAAnoswv N emkaAbPewv twv Wvwv. Ocov adopd thv opboywvikn doun, Ta deiypata
Tou ekTUTWONKav pe Baon to CAM AoyLopiko akodouBnaoav pia Stadpopn mou yla va KAatoAngeL otn
KOTOOKEUN TWV TETPAYWVWY TOU TMAEYUATOG KaTaokeVole oKAAAKLA oo TG TAEUPEC TOUG, EVW O
GAAOG TPOTIOC KATAOKEV (e TA TETPAYWVA TIEPLUETPLIKA. Ooov adopd TNV KUKALKN doun, ta Selypata
Tou ekTtunwOnkav pe Bacn to CAM AoyLopiko akoAoUBnoav pia SLadpopn mopoUoLa e AUTH Ao Ta
OKOAAKLA TNG 0pOOYWVLKAG SLATOUNG.

ApxLkd, ouykpiBnkav Ta Selypata mou ektunwOnkav and CAM Aoylopikd pe ta Ssiypata ano
Tov custom kwdika. Na onpelwOel emiong nwg otov custom kwdika anopaciotnke va eKTUTwOEL pia
ekboyn omou katd tn petadopd tng kepalng anod kamoleg Ooelg mou Sev amattsitol n e€wbnon
UALKOU, Ba yivetal avappodnon tng ivag kat pio ekdoxr mou 6e Ba yivetat avappodnon tng ivag kat
amAwg Ba otopatdel n tpododooia LALKOU.
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Ta Selypata mou ektunwOnkav and tov custom kwdika kot tov CAM ntav deiypota opBoywvikAg
SoUNG e TETpaywVLKO TIopwdeg 10x10, 5x5 £€wg 2.5x2.5 mm. ZuykpiBnKav LIE TO OTITIKO UIKPOOKOTILO
METAEL Toug Ta i6la onpeia kot ARdOnKav LETPAOELC YLO TN MECT TLUN TOU TTAATOUC TWV VWV, MeTd
OO OTITLKH TIOPATAPNON KoL UTIOAOYLOHOUC, BewpnBnke wg amodeKTr) eKTUTIWHEVN SOUN QUTH TTOU
TiponABe amod tov custom KwdLka Kal Ywpig avappodnaon uAkou SAMPLE 3 Custom No Retraction,
(BA. Nivaka 4, Napaypadog 5.1.1.1.5). H dour amnd tov custom kwdika xwplg avappodpnon édwoe
LKOVOTIOLNTLKA OMOTEAECHOATA TOOO OMTIKA 000 KAl OTNV eMiTEVEN HEONG TLUNG TTAATOUG VWV OTa
202 + 8 um (1.19% amdkAlon armd tnv mBUUNTH TA) KoL TRV TOUTOXPOVN Slatrpnon TG LKPOTEPNS
SloKUPAVONG TLWV TOU TAATOUC TwV VWV otn Soun.

Ev ouvexeia, €ywe katookeun véag opBoywvikng Soung He ULIKPOTEPO mopwdeg 2x2, 1x1,
0.5x0.5mm. Autr n opBoywvik Soun KATAOKEUAOTNKE Ue PAon Tov custom KWK, KABwG Ta
amoteAéopata ano tn mponyolUevn Stadikaoia £xouv NdN amodeifel otL o custom kwdikag Sivel
anodektd amoteAéopata. MeTA TN KATOOKEUN AUTAC TNG SOUNG £YLVE OTTIKNA Tlapatipnon Kot Andn
UETPAOEWV TOU TMAATOUC TwV Vvwv. AOYw Tou ULKpol mopwdoug tng meploxng Kupiwg 0.5x0.5 mm,
gudavileTal ouxva TAATUVON TWV VWV OTA CNUEla cUVAVTNONG Tou AOyw eMIKAAULYPNC. € oUYKPLON
pe to SAMPLE 3 Custom No Retraction, o péoog 0pog Tou TAATOUC TWV VWV eival 218 + 8 um
(ammokAon 9.24%) kal pnopei va StkatohoynBel amo tn Bewpnon mou POALG ipoavapEpOnKe.

TNV endpevn paon ektunwOnKav ol KUKAIKEG Sopég amd CAM Aoylopikd kot custom KwdLKa.
Kapia ano tig Vo nepuntwoslg Sev emédepay ta emtbupnta anmoteAéoparta (BA. MNivaka 7 Nap. 5.2).
To TpoBAAUATO TTIOU OVTLUETWITLOTNKAY EMIONG 0TOV custom KwKa eTAUONKAV WG £va LEPOC LIE TN
YpOoupLKomoinon twv tofwv, ald Kat mAaAl Ta amoteAéopota Sev €ival LKOVOTIOLNTIKA, KOOwWS
gudaviletal peyahn avopoLoTnTa oTLC (veg, 6 Slatnpeital éva otabepo peyebog LEoa o KATIOLA OpLOL
KalL n LEon TN elvatl Hkpotepn amd tnv emBupnth Kat ion e 176 £ 15 um (amodkAion 12%). To Selypa
ano CAM HoVTENO, €MioNG TMAPOUCLALEL LEYAAN amOKALon ion HE 29.2% amo v embuunth TN
TAATOUG vag. Emopévwg, Ta Sokipa KUKALKNG YEWUETplag XxpeLalovtal mepattépw BeAtiwon.

6.1 TMPOTAZEIZ TIA BEATIQZH KAITIEPAITEPQ AIEPEYNH2ZH

ATIO TIC TPONYOUEVEG TIAPATNPNOELS, €YLVE EekABapo TwE N HEB0SOC e Tov custom KWELKA yLa
TN KOTOOKEUN UALKWYV HE SLOPABOLLOPEVEC LOLOTNTEG, £lval TTOAG UTTOCXOHEVN KOBWE 0 XPRoTNG £XEL
™ OSuvatotnta va Kabopioel AUECH KATIOLEG ONUOVTLKEC KOTOOKEUNOTLKEG TIAPAUETPOUC, va
KoBopioel tn Stadpopr ekTUTWONG AAAA Kol va OpiOEL T UTIOAOYLOTIKA HOVTEAQ yLa TN Hopdr Twy
Wwv otav evamnotiBovtal. Qotdoo undapxouv TeplBwpla yla BeATiwon Kal TepaTEpw HEAETN yLla TO
HENOV:

1) ‘Ocov adopd Tic KUKAIKEG SOUEC, TO LeYAAUTEPO TIPOBANLO TTAPOUCLACTNKE OTO OXNHATIONO
TWV KUKAWV KoL xpnotomnoindnke n olvBeon 2 tOEwv/NUKUKALWY YLt TO OYXNUATIOUO TouC. lNa auto
To AOYO, Unopel LEAAOVTIKA va HeAETNOEl 0 OXNUATIONOG TwV KUKAWY amd T ocUvBeon mopandavw
TOEWV, 1 AAALWY VO «TEUOXLOTEL 0 KUKAOG O€ TIEPLOCOTEPA TOLA, OTIWG, YLa Mapadelypa, cuvbeon 4
TOEWV N KOL TIAPATIAVW, ELBIKOTEPO 08 KUKAOUG e LEYOAUTEPEC SLOETPOUG.

2) MEeAETN TOU PLKPOTEPOU MOPWASOUG TTOU UMOPEL va eKTUTIWOEL oTtnv opBoywvik Soun yla
Slatpnon HEONG TUAG TWV VWV KOvTd tnv emtBupntr. O Adyog sival emeldn Ta onpelo GUVAVTNONG
Twv Wwv oto mopwdeg 0.5x0.5 mm umApxeL cuxvh €MKAAUPN TWV WV KAl dpa MAGTUVON ME
amoTéAeopa va auEAveTaL N LECH TLUN.

3) ExktUnmwon kat peAETn opBoywvikig SoUng He custom KwdIKA PE TIEPLOOOTEPA OTPWHATA,
avamntuén kata afova Z.

4) TpldlAoTaTn EKTUTTWON KAl LEAETN TWV TTAPATIAVW Sopwv e dAa VALK Tpododooiag mou
omnwg ABS, Carbon Fiber filament kat peAéTn TWV UNXAVIKWY LELOTATWV.
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R
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12.

14.
15.
16.
. class Line:
18.
19.
20.
21.
22.
23.
24.
25.
26.
27.
28.
29.
30.
31.
288
33.
34.
35.
36.
37.
38.
. class Grid:
40.
41.
42.
43,
44,
45,
46.
47.
48.
49.
50.
51.
52.
53.
54.
55.
56.

Case_Study_1.py

import copy
import math

class Point:

n=2=0
X =0
y=29

def to_string(self):
return "[" + "X" + str("{:.3f}".format(self.x)) + "," + "Y" + str("{:.3f}".format(self
y)) o+ ]

def distance(self, p):
return math.sqrt((p.x - self.x) ** 2 + (p.y - self.y) ** 2)

# Flag to decide if line is supposed to be drawn
isLe = False

dist = 0
1f =0

# Constructor. Used by python to pass initial arguments
def __init_ (self, a, b):

self.a = Point()

self.b = Point()

self.a.n = a

self.b.n = b
def to_string(self):

return "[S" + str(self.a.n) + ", " + "S" + str(self.b.n) + "]"

def line_distance(self):
self.dist = self.a.distance(self.b)
return self.dist

# Class that symbolizes the whole grid.

Le =[]

Lt =[]

lines = []

points = []
active_point = Point()
F = 1200
nozzle_diameter = 0.200

Wp = nozzle_diameter
Hp = 0.200

Af = 2.74899

Ap = 0

1Ip =0

E=20

# Append Active point in points array.
def save_active point(self):
self.active_point.n = len(self.points) + 1
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57.
58.
59.
60.
61.
62.
63.
64.
65.
66.
67.
68.
69.
70.
71.
72.
73.
74.
75.
76.
77.
78.
79.
80.
81.
82.
83.
84.
85.
86.
87.
88.
89.
90.
91.
92.
93.
94.
95.
96.
97.
98.
99.

100.
1e1.
102.
103.
104.
105.
106.
107.
108.
109.
110.

122.

self.points.append(copy.deepcopy(self.active_point))

# Initialize the active point and save it to points

def initialize(self, starting_x, starting_y):

self.active_point.x = starting_x
self.active_point.y = starting_y

self.save_active_point()

# Active point movement

def up(self, distance):
self.active_point.y = self.
self.save_active_point()

def down(self, distance):
self.active_point.y = self.
self.save_active_point()

def right(self, distance):
self.active_point.x = self.
self.save_active_point()

def left(self, distance):
self.active_point.x = self.
self.save_active_point()

def up_left(self, distance):
self.active_point.x = self.
self.active_point.y = self.
self.save_active_point()

# Task 1
def calculate_lines(self):

for i in range(1, 5):
1 = Line(i, i + 1)
l.isLe = True
self.lines.append(1l)

for i in range(5, 61):
1 = Line(i, i + 1)
if i %2 == 0:
l.islLe = True
else:
l.islLe = False
self.lines.append(1l)

for 1 in self.lines:
if l.isLe:
self.Le.append(1l)

else:
self.Lt.append(1)

def print_lines(self):
j=1
for 1 in self.Le:

print("Le" + str(j) + l.to_string())

j=3j+1
print
j=1

for 1 in self.Lt:

print("Lt" + str(j) + l.to_string())

j=3j+1
print

def save_lines_to_file(self):

active_point.

active_point.

active_point.

active_point.

active_point.
active_point.

distance

distance

distance

distance

distance
distance
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def

= len(self.lines)
=1

=1

write("Le = { ")

for 1 in self.Le:
f.write(l.to_string())

H U ke

if i < h:
f.write(", ")
i=1i+1

j=3j+1

f.write("}")
j=1

f.write("\n" + "Lt = {")
for 1 in self.Lt:
f.write(l.to_string())
if i < h:
f.write(", ")
i=1i+1
j=3+1
f.write("}")

# Task 2

calculate_points(self, X dist, Y_dist, starting_x, starting_y):

gradeLength = X_dist / float(3)
first_gradeLength = gradelLength / float(8)
second_gradelLength = gradeLength / float(4)
third_gradelLength = gradelLength / float(2)

self.initialize(starting_x, starting_y)

# Perimeter
self.left(X_dist)
self.down(Y_dist)
self.right(X_dist)
self.up(Y_dist)

for i in range(1, 5):
self.left(first_gradeLength)
self.down(Y_dist)
self.left(first_gradeLength)
self.up(Y_dist)

for i in range(1, 3):
self.left(second_gradelLength)
self.down(Y_dist)
self.left(second_gradeLength)
self.up(Y_dist)

self.left(third_gradeLength)
self.down(Y_dist)

self.up_left(third_gradelLength)

self.right(X_dist)
self.up(third_gradelLength)
self.left(X_dist)
self.up(third_gradeLength)
self.right(X_dist)
self.up(second_gradelLength)
self.left(2 * gradelLength)

for i in range(1, 2):
self.down(third_gradelLength)

= open('csl_line_extrusion_transition_list.txt',

W'



189. self.right(Y_dist)

190. self.down(third_gradeLength)

191. self.left(Y_dist)

192.

193. self.down(third_gradeLength)

194. self.right(Y_dist)

195. self.down(first_gradelLength)

196. self.left(gradeLength)

197. self.up(second_gradelLength)

198. self.right(gradeLength)

199.

200. for i in range(1, 4):

201. self.up(second_gradelLength)

202. self.left(gradeLength)

203. self.up(second_gradelLength)

204. self.right(gradeLength)

205.

206. def print_points(self):

207. for p in self.points:

208. print("P" + str(p.n) + p.to_string())
209.

210. def save_points_to_file(self):

211. h = len(self.points)

212. i=1

213. f = open('csl_point_XY_list.txt', 'w')
214. f.write("point_XY_list = { ")

215. for p in self.points:

216. f.write(p.to_string())

217. if i < h:

218. f.write(", ")

219. i=1i+1

220. f.write(" }")

221. f.close()

222.

223. def pass_points_to_lines(self):

224. for line in self.lines:

225. line.a.x = self.points[line.a.n - 1].x
226. line.a.y = self.points[line.a.n - 1].y
227. line.b.x = self.points[line.b.n - 1].x
228. line.b.y = self.points[line.b.n - 1].y
229.

230. def print_line_distances(self):

231. i=1

232. for line in self.Le:

233. print("[Le" + str(i) + ", " + str("{:.3f}".format(line.line_distance())) + "]1")
234. i+=1

235.

236. def save_line_distances_to_file(self):

237. f = open('csl_path_length_list.txt', 'w')
238. f.write('path_length_list = {")

239. i=1

240. h = len(self.Le)

241. for line in self.Le:

242, f.write("[Le" + str(i) + ", " + str("{:.3f}".format(line.line_distance())) + "]1")
243. if i < h:

244, f.write(",")

245, i+4=1

246. f.write("}")

247. f.close()

248.

249, def calculate_extrusion(self):

250. self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
251. for 1 in self.Le:

252 self.lp = 1.1line_distance()

253. 1.1f = (self.Ap * self.lp) / self.Af
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293.
294.
295.
296.

297.
298.
299.

300.
301.
302.
303.
304.
305.
306.
307.
308.
.grid.save_lines_to_file()
310.

.# Task 2

312.
313.
314.

309

self.E = 1.1f + self.E
1.E = self.E
self.E = 0
for 1 in self.lines:
if l.isLe:
self.lp = 1l.1line_distance()

1.1f = (self.Ap * self.lp) / self.Af
self.E = 1.1f + self.E
1.E = self.E

def save_gcode_extrusion_list_to_file(self):
f = open('csl_extrusion_parameter_list.gcode', 'w')
i=1
h = len(self.Le)
for p in self.Le:
f.write("Gl X" + str("{:.3f}".format(p.a.x)) + " Y" + str("{:.3f}".format(p.a.y))
+ " E" + str(

"{:.3f}".format(p.E) + " F" + str(self.F)))
if i < h:
f.write("\n")
i+4=1
f.close()

# Task 6
def save_gcode_transition_list(self):
f = open('csl_transition_parameter_list.gcode', 'w')
i=1
h = len(self.Lt)
for p in self.Lt:
f.write(
"G X" + str("{:.3f}".format(p.a.x)) + " Y" + str("{:.3f}".format(p.a.y)) + " E
0" + " F" + str(self.F))
if i < h:
f.write("\n")
i+=1
f.close()

def save_gcode_to_file(self):
f = open('case_study 1l.gcode', 'w')
1 = self.lines[@]
f.write("GO X" + str("{:.3f}".format(l.a.x)) + " Y" + str("{:.3f}".format(l.a.y)) + "
E" + str(
"{:.3Ff}".format(1.E)) + " F" + str(self.F) + "\n")
for 1 in self.lines:
if l.isLe:
f.write("Gl X" + str("{:.3f}".format(l.b.x)) + " Y" + str("{:.3f}".format(1l.b.
y)) + " E" + str(
"{:.3F}".format(1.E)) + " F" + str(self.F) + "\n")
else:
f.write("GO X" + str("{:.3f}".format(l.b.x)) + " Y" + str("{:.3f}".format(1l.b.
y)) + " E@" + " F" + str(

self.F) + "\n")
f.close()
# Code
grid = Grid()
# Task 1
grid.calculate_lines()

grid.calculate_points(60, 40, 170, 160)
grid.save_points_to_file()
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W o0 NOUVT A WNR

10.

12.

14.
15.
16.

18.
19.
20.
21.
22.
23.
24.
25.
26.
27.
28.
29.
30.
31.
32.
33.
34.
35.
36.
37.
38.

40.
41.
42.
43.
44.
45,
46.
a7.
48.
49.
50.

.# Task
.grid.p
.grid.s

.# Task
.grid.c
.grid.s

.# Task
.grid.s
.grid.s

3
ass_points_to_lines()
ave_line_distances_to_file()

5
alculate_extrusion()
ave_gcode_extrusion_list_to_file()

6
ave_gcode_transition_list()
ave_gcode_to_file()

Case_Study_2.py

import
import

class
n
X

y
de
y)) +

de

. class

#

is
di
1f

#
de

de

de

# Clas

. class

Le
Lt
1i
po

copy
math

Point:
=0
=0
=0

f to_string(self):

return "[" + "X" + str("{:.3f}".format(self.x)) + "," + "Y" + str("{:.3f}".format(self

"y

f distance(self, p):
return math.sqrt((p.x - self.x) ** 2 + (p.y - self.y) ** 2)

Line:
Flag to decide if line is supposed to be drawn
Le = False
st =0
=0
Constructor. Used by python to pass initial arguments

f __init_ (self, a, b):
self.a = Point()
self.b = Point()
self.a.n = a
self.b.n = b

f to_string(self):
return "[S" + str(self.a.n) + ", " + "S" + str(self.b.n) + "]"

f line_distance(self):

self.dist = self.a.distance(self.b)
return self.dist

s that symbolizes the whole grid.

Grid:
=[]
=[]
nes = []
ints = []

active_point = Point()

F

no
Wp
Hp
Af
Ap

= 1200

zzle_diameter = 0.200
= nozzle_diameter

= 0.200

= 2.74899

=0
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51.
52.
53.
54.
55.
56.
57.
58.
59.
60.
61.
62.
63.
64.
65.
66.
67.
68.
69.
70.
71.
72.
73.
74.
75.
76.
77.
78.
79.
80.
81.
82.
83.
84.
85.
86.
87.
88.
89.
90.
91.
92.
93.
94.
95.
96.
97.
98.
99.

100.
101.
102.
103.
104.
105.
106.
107.
108.
109.

E=0

Z1 = 1.000
Z2 = 1.100
F2 = 900
F3 = 1800
F4 = 1000

# Append Active point in points array.

def save_active_point(self):
self.active_point.n = len(self.points) + 1
self.points.append(copy.deepcopy(self.active_point))

# Initialize the active point and save it to points

def initialize(self, starting_x, starting_y):
self.active_point.x = starting_x
self.active_point.y = starting_ y
self.save_active_point()

# Active point movement

def up(self, distance):
self.active_point.y = self.active_point.y + distance
self.save_active_point()

def down(self, distance):
self.active_point.y = self.active_point.y - distance
self.save_active_point()

def right(self, distance):
self.active_point.x = self.active_point.x + distance
self.save_active_point()

def left(self, distance):
self.active_point.x = self.active_point.x
self.save_active_point()

distance

def up_left(self, distance):
self.active_point.x = self.active_point.x - distance
self.active_point.y = self.active_point.y + distance
self.save_active_point()

# Task 1
def calculate_lines(self):

for i in range(1, 5):
1 = Line(i, i + 1)
l.isLe = True
self.lines.append(1l)

for i in range(5, 301):
1 = Line(i, i + 1)
if 1 %2 ==0:

l.isLe = True
else:

l.islLe = False
self.lines.append(1l)

for 1 in self.lines:
if l.isLe:
self.Le.append(1l)

else:
self.Lt.append(1)

def print_lines(self):
j=1
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117. for 1 in self.Le:

118. print("Le" + str(j) + l.to_string())
119. j=3j+1

120. print

121. j=1

122. for 1 in self.Lt:

123. print("Lt" + str(j) + l.to_string())
124. j=j+1

125. print

126.

127. def save_lines_to_file(self):

128. h = len(self.lines)

129. i=1

130 f = open('cs2_line_extrusion_transition_list.txt', 'w")
131. j=1

132. f.write("Le = { ")

133. for 1 in self.Le:

134. f.write(l.to_string())

135. if i < h:

136. f.write(", ")

137. i=1i+1

138. j=j+1

139. f.write("}")

140.

141. j=1

142. f.owrite("\n" + "Lt = {")

143. for 1 in self.Lt:

144. f.write(l.to_string())

145. if i < h:

146. f.write(", ")

147. i=1i+1

148. j=j+1

149. f.write("}")

150.

151. # Task 2

152.

153. def calculate_points(self, X_dist, Y_dist, starting_x, starting_y):
154. gradeLength = X_dist / float(3)

155. first_gradeLength = gradelLength / float(8)
156. second_gradelLength = gradeLength / float(4)
157. third_gradeLength = gradelLength / float(2)
158.

159. self.initialize(starting_x, starting_y)
160.

161. # Perimeter

162. self.left(X_dist)

163. self.down(Y_dist)

164. self.right(X_dist)

165. self.up(Y_dist)

166.

167. for i in range(1, 21):

168. self.left(first_gradeLength)

169. self.down(Y_dist)

170. self.left(first_gradelLength)

171. self.up(Y_dist)

172.

173. for i in range(1, 11):

174. self.left(second_gradeLength)

175. self.down(Y_dist)

176. self.left(second_gradeLength)

177. self.up(Y_dist)

178.

179. for i in range(1, 5):

180. self.left(third_gradeLength)

181. self.down(Y_dist)

182. self.left(third_gradeLength)



183. self.up(Y_dist)

< X < X

184.

185. self.left(third_gradeLength)
186. self.down(Y_dist)

187. self.up_left(third_gradelLength)
188.

189. for i in range(1, 10):

190. self.right(X_dist)

191. self.up(third_gradeLength)
192. self.left(X_dist)

193. self.up(third_gradelLength)
194.

195. self.right(X_dist)

196. self.up(second_gradelLength)

197. self.left(2 * gradelLength)

198.

199. for i in range(1, 9):

200. self.down(third_gradeLength)
201. self.right(Y_dist)

202. self.down(third_gradeLength)
203. self.left(Y_dist)

204.

205. self.down(third_gradeLength)
206. self.right(Y_dist)

207. self.down(third_gradeLength)
208. self.left(Y_dist)

209. self.down(third_gradeLength)
210. self.right(Y_dist)

211. self.down(first_gradeLength)
212. self.left(gradeLength)

213. self.up(second_gradelLength)

214. self.right(gradeLength)

215.

216. for i in range(1, 20):

217. self.up(second_gradelLength)
218. self.left(gradeLength)

219. self.up(second_gradelLength)
220. self.right(gradeLength)

221.

222. def print_points(self):

223. for p in self.points:

224. print("P" + str(p.n) + p.to_string())
225.

226. def save_points_to_file(self):

227. h = len(self.points)

228. i=1

229. f = open('cs2_point_XY_list.txt', 'w')
230. f.write("point_XY_list = { ")
231. for p in self.points:

232. f.write(p.to_string())

233. if i < h:

234. f.write(", ")

235. i=1i+1

236. f.write(" }")

237. f.close()

238.

239. def pass_points_to_lines(self):

240. for line in self.lines:

241. line.a.x = self.points[line.a.n - 1]
242. line.a.y = self.points[line.a.n - 1]
243. line.b.x = self.points[line.b.n - 1]
244. line.b.y = self.points[line.b.n - 1]
245,

246. def print_line_distances(self):

247. i=1

248. for line in self.Le:



300.
301.
302.
303.
304.
305.
306.
307.
308.

309.
31e.

def

def

def

print("[Le" + str(i) + ", " + str("{:.3f}".format(line.line_distance())) + "]1")
i+=1

save_line_distances_to_file(self):
f = open('cs2_path_length_list.txt', 'w')
f.write('path_length_list = {")
i=1
h = len(self.Le)
for line in self.Le:
f.write("[Le" + str(i) + ", " + str("{:.3f}".format(line.line_distance())) + "]1")

if i < h:
f.write(",")
i+4=1

f.write("}")
f.close()

calculate_extrusion(self):
self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
for 1 in self.Le:
self.1lp = 1l.line_distance()
1.1f = (self.Ap * self.lp) / self.Af
self.E = 1.1f + self.E
1.E = self.E
self.E = ©
for 1 in self.lines:
if l.isLe:
self.lp = 1l.line_distance()

1.1f = (self.Ap * self.lp) / self.Af
self.E = 1.1f + self.E
1.E = self.E

save_gcode_extrusion_list_to_file(self):
f = open('cs2_extrusion_parameter_list.gcode', 'w')
i=1
h = len(self.Le)
for p in self.Le:
f.write("Gl X" + str("{:.5f}".format(p.a.x)) + " Y" + str("{:.5F}".format(p.a.y))

+ " E" + str(

# T
def

def

F" + st

"{:.5f}".format(p.E) + " F" + str(self.F)))
if i < h:
f.write("\n")
i+=1
f.close()

ask 6
save_gcode_transition_list(self):
f = open('cs2_transition_parameter_list.gcode', 'w')
i=1
h = len(self.Lt)
for p in self.Lt:
f.write(
"G X" + str("{:.5f}".format(p.a.x)) + " Y" + str("{:.5f}".format(p.a.y)) + " E
F" + str(self.F))
if i < h:
f.write("\n")
i+=1
f.close()

save_gcode_to_file(self):

f = open('case_study_2.gcode', 'w')

1 = self.lines[0@]

f.write("Gl X" + str("{:.3f}".format(l.a.x)) + " Y" + str("{:.3f}".format(l.a.y)) + "
r(self.F3) + "\n")

f.write("Gl z" + str("{:.3f}".format(self.z1) + " F" + str(self.F2) + "\n"))
f.write("Gl E0.0000 F" + str(self.F4) + "\n")
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311.
312.

W oo NV WN R
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14.
15.
16.
17.
18.
19.
20.
21.
22.
23.
24.

f.write("G92 E@" + "\n")
for 1 in self.lines:
if l.isLe:
f.write("Gl Z" + str("{:.3f}"
f.write("Gl X" + str("{:.3f}"
y)) + " E" + str(
"{:.4f}" . format(1l.E)) + "
else:
f.write("Gl Z" + str("{:.3f}"
f.write("Gl X" + str("{:.3f}"
y)) + " F" + str(

self.F) + "\n")
f.close()
.# Code
.grid = Grid()
.# Task 1
.grid.calculate_lines()

.grid.save_lines_to_file()

.# Task 2
.grid.calculate_points(60, 40, 170, 160)
.grid.save_points_to_file()

.# Task 3
.grid.pass_points_to_lines()
.grid.save_line_distances_to_file()

.# Task 5
.grid.calculate_extrusion()
.grid.save_gcode_extrusion_list_to_file()

.# Task 6
.grid.save_gcode_transition_list()
.grid.save_gcode_to_file()

Case_Study_3.py

import math

class Point:
X =0
y =0
def __init_ (self, x, y):
self.x = x
self.y =y

def to_string(self):

.format(self.Z1) + " F" + str(self.F2) + "\n"))
format(l.b.x)) + " Y" + str("{:.3f}".format(l.b.

F" + str(self.F) + "\n")

.format(self.z2)) + " F" + str(self.F2) + "\n")
.format(l.b.x)) + " Y" + str("{:.3f}".format(1l.b.

return "[" + "X" + str("{:.3f}".format(self.x)) + "," + "Y" + str("{:.3f}".format(self

y)) + 1"

def distance(self, p):

return math.sgqrt((p.x - self.x) ** 2 + (p.y - self.y) ** 2)

class Circle:

# Constructor. Used to pass initial arguments

def __init_ (self, r, center_X, center.Y,
self.r = r
self.center_X =
self.center_Y =

center_X
center_Y

F, E):
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25.
26.
27.
28.
29.
30.
31.
32.
33.
34.
35.
36.
37.
38.
39.
40.
41.
42.

43.

44,
45.
46.
a7.
48.
49.

50.
51.
52.
53.
54.
55.
56.
57.
58.
59.
60.
61.
62.
63.
64.
65.
66.
67.
68.
69.
70.
71.
72.
73.
74.
75.

76.
77.
78.
79.
80.
81.

82.
83.
84.
85.

#G
def

def

math.pi
math.pi

def

self.F = F

self.E = E

self.perimeter = 2 * math.pi * r
self.points = []

Code command to draw circle. Always uses the initial center of the first circle.
gcode_draw_circle(self):
return "Gl X" + str("{:.3f}".format(self.center_X)) + " Y" + str(
"{:.3f}".format(self.center_Y + self.r)) + " F" + str(self.F) + "\n" \
"G2 X" + str(
"{:.3f}".format(self.center_X)) + " Y" + str(
"{:.3f}".format(self.center_Y + self.r)) + " 10.000" + " J" + str(
"{:.3f}".format(-self.r)) + " E" + str("{:.3f}".format(self.E)) + "\n"

calculate_circle_points(self, n):
for i in range(0, n):
angle = i * (360 / float(n))

self.points.append(Point(self.center_X + self.r * math.cos(math.radians(angle) + (

/2)),
self.center_Y + self.r * math.sin(math.radians(angle) + (
/2))))
print_points(self):
print("Points of circle with R = " + str(self.r))
i=1

for p in self.points:

print(str(i) + " X" + str("{:.3f}".format(p.x)) + " Y" + str("{:.3f}".format(p.y))

i+=1

class ConcentricCircles:
circles = []

F =
Wp
Hp
Af
Ap
1p
E =

1200
0.200
0.200
2.74899
4
0

]

# Constructor. Used to pass initial arguments
def __init_ (self, initial_R, center_X, center_Y, F):

# G
def

# G
def

self.F)

def

self.initial_R = initial_R
self.center_X = center_X
self.center_Y = center_Y

self.F = F

self.current_point = Point(@, ©)

Code command to move and write line

gcode_move_write(self, x, y):
self.calculate_extrusion(self.current_point.distance(Point(x, y)))
self.current_point = Point(x, y)

return "Gl X" + str("{:.3f}".format(x)) + " Y" + str("{:.3f}".format(y)) + " E" + str(

"{:.3f}".format(self.E)) + " F" + str(self.F) + "\n"

Code command to move without writing line.
gcode_move_no_write(self, x, y):
self.current_point = Point(x, y)

return "GO X" + str("{:.3f}".format(x)) + " Y" + str("{:.3f}".format(y)) + " F" + str(

+ "\n"

get_perimeter(self, r):
return 2 * math.pi * r
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86.
87.
88.
89.
90.
91.
92.
93.
94.
95.
96.
97.
98.
99.

100.
101.
102.
103.
104.
105.
106.
107.
108.
109.

140.

141.
142.
143.
144.
145.
146.
147.

def

def

def

def

calculate_circle_extrusion(self, r):

self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
self.1lp = self.get_perimeter(r)

1f = (self.Ap * self.lp) / self.Af

self.E = 1f + self.E

return self.E

calculate_extrusion(self, distance):

self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
self.lp = distance

1f = (self.Ap * self.lp) / self.Af

self.E = 1f + self.E

return self.E

calculate_all_points(self):

# First grade of circles with 12 points

for i in range(0, 6):
self.circles[i].calculate_circle_points(12)

# Second grade of circles with 24 points
for i in range(6, 12):
self.circles[i].calculate_circle_points(24)

# Third grade of circles with 48 points
for i in range(12, 18):
self.circles[i].calculate_circle_points(48)

# Fourth grade of circles with 96 points
for i in range(18, 27):
self.circles[i].calculate_circle_points(96)

save_Gcode(self):
f = open('case_study_3.gcode', 'w')
current_R = self.initial R
# Move to the center
f.write(self.gcode_move_no_write(self.center_X, self.center_Y))
# Draw first set of circles
self.circles.append(
Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_extr

usion(current_R)))

f.write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# First grade with every set of circles having a distance of 0.40
grade = 0.40
for c in range(2):
current_R += grade
self.circles.append(
Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Second grade with every set of circles having a distance of 0.80
grade = 0.60
for c in range(3):
current_R += grade
self.circles.append(
Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Third grade with every set of circles having a distance of 1.00
grade = 0.80
for c in range(3):

current_R += grade

self.circles.append(
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148.

189.
190.
191.
192.
193.
194.
195.
196.
197.
198.
199.

200.

201.

202.

203.

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Fourth grade with every set of circles having a distance of 1.00

grade
for ¢

= 1.00
in range(3):

current_R += grade
self.circles.append(

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Fifth grade with every set of circles having a distance of 1.20

grade
for ¢

=1.20
in range(4):

current_R += grade
self.circles.append(

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Sixth grade with every set of circles having a distance of 1.40

grade
for ¢

= 1.40
in range(5):

current_R += grade
self.circles.append(

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Seventh grade with every set of circles having a distance of 1.60

grade
for ¢

= 1.60
in range(3):

current_R += grade
self.circles.append(

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

# Eighth grade with every set of circles having a distance of 1.80

grade
for ¢

= 1.80
in range(3):

current_R += grade
self.circles.append(

Circle(current_R, self.center_X, self.center_Y, self.F, self.calculate_circle_

extrusion(current_R)))

f.

write(self.circles[len(self.circles) - 1].gcode_draw_circle())

self.calculate_all_points()

# Lines from 54th to 1st circle

inner_
outer_
step =

circle = self.circles[@]
circle = self.circles[26]
8

j = step

for i
f.

e

[i +1].y))
f.

e
nts[j + step].
J

in range(@, 10, 2):
write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))

write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points
write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))
write(self.gcode_move_no_write(outer_circle.points[j + step].x, outer_circle.poi

y))

+= step * 2
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204.
205.
206.
207.

239.
240.
241.
242.
243.

244
245.
246.
247.

11.y))

[i + 1].

nts[j +

11.y))

[i+1].

nts[j +

1].y))

= 10
.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))
.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points[i +

+ - R

f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

# Lines from 54th to 12th circle
f.write(self.gcode_move_no_write(outer_circle.points[@].x, outer_circle.points[0].y))

inner_circle = self.circles[6]
outer_circle = self.circles[26]
step = 4
j = step
for i in range(@, 22, 2):
f.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))

f.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points

y))

f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

f.write(self.gcode_move_no_write(outer_circle.points[j + step].x, outer_circle.poi

step].y))
j += step * 2

= 22
.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))
.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points[i +

+ - e

f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

# Lines from 54th to 24th circle
f.write(self.gcode_move_no_write(outer_circle.points[@].x, outer_circle.points[@].y))

inner_circle = self.circles[12]
outer_circle = self.circles[26]
step = 2
j = step
for i in range(©, 46, 2):
f.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))

f.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points

y))

f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

f.write(self.gcode_move_no_write(outer_circle.points[j + step].x, outer_circle.poi

step].y))
j += step * 2

i=46
f.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))
f.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points[i +

f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

# Lines from 54th to 36th circle
f.write(self.gcode_move_no_write(outer_circle.points[@].x, outer_circle.points[0].y))

inner_circle = self.circles[18]
outer_circle = self.circles[26]
step = 1
j = step
for i in range(®, 94, 2):
f.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))
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254. f.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points

[1+1].y))

255. f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

256. f.write(self.gcode_move_no_write(outer_circle.points[j + step].x, outer_circle.poi
nts[j + step].y))

257. j += step * 2

258.

259. i=94

260. f.write(self.gcode_move_write(inner_circle.points[i].x, inner_circle.points[i].y))

261. f.write(self.gcode_move_no_write(inner_circle.points[i + 1].x, inner_circle.points[i +
11.y))

262. f.write(self.gcode_move_write(outer_circle.points[j].x, outer_circle.points[j].y))

263.

264.

265.circles = ConcentricCircles(1, 95, 95, 1200)
266.circles.save_Gcode()

15.
16.
17.
18.
19.
20.
21.
22.
23.
24.
25.
26.
27.
28.
29.
30.
31.
32.
33.
34.
35.
36.
37.
38.
39.
40.
41.
42.
43.
44,

Arc_Linearization.py

import math
import re

class Point:
X =0
y=o
def _ init_ (self, x, y):
self.x = x

self.y =y

def to_string(self):

return "[" + "X" + str("{:.3f}".format(self.x)) + "," + "Y" + str("{:.3f}".format(self.y

)+

def distance(self, p):
return math.sqrt((p.x - self.x) ** 2 + (p.y - self.y) ** 2)

class Extrusion:

Wp = 0.200
Hp = 0.200

Af = 2.74899

Ap = 0

lp = 0.05

E=0

F = 1200
newLines = "'
FEED = 'rF1200'
GO = 'Ge’
distance = 0.05
multi = 20

def getPointFromLine(self, line):
m = re.search('[X]\d*\.\d*', line)
x = float(m.group(0)[1:])
m = re.search('[Y]\d*\.\d*', line)
y = float(m.group(@)[1:])
return Point(x, y)

# Append Extrusion parameter in every line
def AddExtrusion(self):
with open('Arc_Linearization.txt', 'r') as f:
lines = [line.rstrip() for line in f]
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45.
46.
47.
48.
49.
50.
51.
52.
53.
54.
55.
56.
57.
58.
59.
60.
61.

62.
63.
64.
65.
66.
67.
68.
69.
70.
71.
72.
73.
74.
75.
76.
77.
78.
79.
80.
81.
82.
83.
84.
85.
86.
87.
88.
89.

for line in lines:
if self.FEED not in line and self.G@ not in line:
self.newLines = self.newLines + line + ' ' + ' E' + str(
"{:.4f}" . format(self.calculateArcExtrusion(self.distance))) + '\n'

else:
self.newLines = self.newLines + line + ' F' + str(self.F) + '\n'
f.close()
self.E = @

p® = Point(95.0, 126.0)
with open('Only Lines.txt', 'r') as f:
lines = [line.rstrip() for line in f]
for line in lines:
if 'Ge0' not in line:
pl = self.getPointFromLine(line)
self.newLines = self.newLines + line + ' ' + self.FEED + ' E' + str(

"{:.4f}" . format(self.calculateExtrusion(p@.distance(pl)))) + ' F' + str(

self.F) + "\n'
else:
po = self.getPointFromLine(line)
self.newLines = self.newLines + line + ' F' + str(self.F) + '\n’
f.close()

print self.newLines

with open('Arc_Linearization_final.gcode', 'w') as f:
f.write(self.newLines)
f.close()

# Calculate the amount of material that is extruded
def calculateArcExtrusion(self, distance):
self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
self.lp = distance
1f = (self.Ap * self.lp) / self.Af
self.E = (1f*self.multi) + self.E
return self.E

def calculateExtrusion(self, distance):
self.Ap = (self.Wp * self.Hp) - ((1 - (math.pi / 4)) * (self.Hp ** 2))
self.lp = distance
1f = (self.Ap * self.lp) / self.Af
self.E = 1f + self.E
return self.E

e = Extrusion()
e.AddExtrusion()
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