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Euyaplotieg

Oa nbeha va suxaplotiow olaitepa toug akoAoUBwe avadepopévouc, Kabwg xwpig tnv
ouvelodopa Tou KaBevog Toug Pog Ty napoloa epyacia, Sev Ba ntav duvatn n vAomnoinon
[

» Tov Xprioto Bakoudtor, urodridro Stddktopa EMIM, yia tnv kaBodrynor tou 6Aov
QLUTOV TOV KaLpO Kol Thv BonBeLla Tou og OAa Ta TEXVIKA TIPOBAROTA TTOU TIPOKUTITAV
KOTAL TNV EKTIOVNON TNG SUTAWUATLKAG Epyaoiag

» Tov ko. MpoPatidn, KaBnyntr EMIM, mou avélafe tnv enifAsPn tou BEpaTog Kal yLo
v kabodrynor tou

> Tov ko. KaioapAn, ywo tnv TOAUTIUN CUMWETOXA TOU oTnv Ulomoinon €pyactwv
avtiotpodou pnxavoloykol oXeSLOCHUOU, TTOU HTOV QTAPAITNTOL yLa TNV EKTIOVNON
™¢ epyaoiag.



NepiAnyn

H ouyxpovn emoyxn xapaktnplletal ano paydaio €€EAEN OTOV TOUEQ TOV HNXAVOAOYLKWV
Kataokeuwv. H ouvexwg auvavopevn {Atnon aAAd Kal n avaykn yLo OLKOVOULKOTEPEG Kal
TOXUTEPEG KATAOKEVEC, 08rynoe otnv avamtuén véwv pebodwv, omou Ba pmopolcav va
gaodalioouv TIG avaykeg TNG oLyxpPovNng ayopads. H mpoaBetikn kataokeun ) tplodlaotatn
EKTUTIWON, OTTOTEAEL LLO TETOLOL KOLVOTOUA TEXVOAOYLQ, LE CNUAVTIKA TTAEOVEKTALOTA EVAVTL
TWV CUPBATIKWY HEBOSWY OTO KOUUATL TNG TAXUTNTOG KOATAOKEUNG, 000 KOl TOU KOGTOUG Kol
anoteAel Eévav armd TOUG Lo AVATTTUCOOEVOUG KAASOUG LNXOVOAOYLIKWY KOTAOKEUWV. Exouv
avantuxBel apketég texvoloylec ektUMwong, He OSLUPOPETIKO TPOTMO KOATOOKEUNG OGO
avadopd TN popdn NG MPWTING UANG Kol ToV TPOmo théng autng. H Emlektikr Zovinén n
MNupoouoowpdtwon N Emitnén pe Laser amoteAel pia péBodo mapaywyng mpoobEtwy. Kata
TNV EKTUTIWON TIPOKAAOUVTAL OPKETA PaALVOUEVA, OTWE N BepuLkn Tapapdpdwaon mou Adyw
TWV BEpULKWY TACEWVY eV elval apkeTd cadng. ITnv mapovoa SUMAWUATIK epyacia Ba yivel
TPOOOMOLWaN TNC EKTUNMWONG Kol €MIAUCN TwV BEPUOUNXAVIKWY PALVOUEVWYV PECW TOU
EUMOPLKOU TIOKETOU ANSYS, £melta amd Tov MPooSloplopd Twv LSLOTATWY ToU UALKOU
eKTUTIWONG. Emiong, omd TO EKTUTIWHEVO TEUAXLO £YVE TPLOSLAOTOTN OApwon,
Snuloupywvtag védog onpeiwv, To omoio péow Tou Aoyloptlkou Geomagic Qualify éywve n
oUyKpLon Hetofl Tou CAD Kol TOU COpWHEVOU TIPAYHATIKOU HovTtéhou. TENOC, £ylve olyKpLon
TWV QMOTEAECUATWY TNG METPNONG KOL TNG OAPWONG UE TO UTOAOYLOTIKO HOVTEAO
TIEMEPACHUEVWY OTOLXELWV Kal Tipoodlopiotnkav ol amokAloel autol, os ox€on HE TO
EKTUTIWHEVO POVTEAD. H odpwon £6elfe opKeTd KaAn TPOoEyylon Twv emdpAVELWY TOU
EKTUTIWHEVOU Tepaxiou og oxéon e To apytko CAD povtéAo.



Abstract

The modern era is characterized by rapid development in the mechanical construction field.
The ever-increasing demand as well as the need for cheaper and faster constructions, led to
the development of new methods, where they could meet the needs of the modern market.
Additive manufacturing (AM) or 3D printing, is one such innovative technology, with
significant advantages over conventional methods in terms of manufacturing speed and cost
and is one of the fastest growing mechanical construction fields. Several printing technologies
have been developed, with different manufacturing methods regarding the shape of the raw
material and the way it is melted. Selective Laser Sintering (SLS) is a method of producing
additives. Several phenomena occurred during printing, such as thermal deformation which
due to the thermal stresses, are not clear enough. The present study examines the printing
simulation while solving the thermomechanical phenomena that occur through the
commercial package ANSYS, after determining the printing material properties. Also, a three-
dimensional scan was performed from the printed piece creating a cloud of points, which
through the Geomagic Qualify software made the comparison between the CAD and the real
model. The holes of the printed piece were also measured. Finally, these two results were
compared and the deviations of the finite element model from the real model were
determined. The scan showed a fairly good approximation of the printed surface compared
to the CAD model.
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KeddaAawo 1

1. Eloaywyn

1.1. Mevika

O 6pog¢ «mpooBeTikn kataokeun» ( Additive Manufacturing-AM ) avadépetal o€ Eéva cUVOAO
TEXVOAOYLWV TOU Ponbolv va KATOOKEUACOUUE GUOLKA QVIIKELUEVA AUEcA Oamod Eva
tplobldotato oxedlo otov umoloylotr) (Computer Aided Design - CAD). H mpooBetikn
KOTO.OKEUN XpnolpoTolel Stadopwv eldwv UALKA (pwTtomoAupuepn, LETAAAQ, OEPUOTIAQCTIKA
TLOAUEPT, KEPOULKA N XapTi) o Stddopeg popdEG (Lypr], o€ KOKKOUG, vApata r GUAAA), Kot
Ta eVOTTOOETEL e eMANNAEG OTPWOELG £TCL WOTE VO OXNUATLOTEL TO €mBUUNTO TPOIdV TO
omoio petenelta, Oa xpelaletat Aiyn i kaBoAou enegepyaocia.

H tplobiaotatn ektUTTwOon, 0w TTOAANEG AAAEC KOLVOTOUEG TEXVOAOYIEG, TTPOEKU P E Ao TV
oavakaAuyn tTwv umoAoylotwy. Ta MpwTta Melpapata ekivnoav Nén amnod tn dekaetia tou
1960 ypnoLlpomnolwvtag Aélep Kat GpwTtomoAupepn aAAG HEXPL TNV eEEALEN TWV TEXVOAOYLWV
oxeblaopou pe umoAoyiotr) ( Computer Aided Design - CAD ), Aéllep KOl EAEYKTWV
(controllers) &ev eixe onuewBel kamola onupavilky TPoodog. Katd tn SldpKela tng
Sekaetiog Tou 1970 kal ot apxég tng Sekaetiag Tou 1980, epsuvnTikd WSpupaATa Kal
etalpeieg texvoloyiag otic HMA, tn Aavia, tn FoaAAia kol TNV lamwvia anékTtnoav pa oepa
ard SUTAWMOTA EUPECLTEXVIAG YLA TNV TTOPAYWYr OTEPEWV HOVTEAWV XPNOLUOTIOLWVTG
Aélep. QoTO0O, KAVEVA IO QUTA TO LOPUUATA 1 ETLXELPNOELG SV €YV OKOTIO TNV TWANGN
OUOTNUATWY €KTUTWOoNG. O TMPWTOC EKTUTIWTNG KOTOOKEUAOTNKE amd Tov AHEPLKAVO
punxavikod Chuck Hull to 1984, o onoiog pehetolos Ta MOAUUEPT), TAAOTLKA TO OTIOLaL UITOPOUV
Va QTTOKTHOOUV TNV QIMOLTOUEVN OKANPOTNTA UE TN XPron Tou ¢wtog. Tou npbe n béa va
KOTAOKEVAOEL Uia pnxavn mou Ba eMETPENE OTO XPrOTN VA OKANPUVEL AETTA OTPpWHATO
TIAQLOTIKOU TO €vol TTAvw ard to dAho, otadlakd, ¢Ttidxvovtag To eMBUUNTO AVTLKELEVO.

JTGC TUO YVWOTEG TeXvoloyie¢ MpooBetikic KoTOOKEUNG ouykataAéyovtal N
JtepeohBoypadia (Stereolithography-SLA) n Wnoakn enefepyaocia pwtog (Digital Light
Prossesing-DLP), n Kataokeur| pe EvanoBeon YAkou (Fused Deposition Modelling -FDM), n
EmAektiky 2uoowpdtwon pe Aélep (Selective Laser Sintering - SLS) Emlektikn
JUOCWHATWON KOKKWV HeTAAAoU pe Aéllep (Direct Metal Laser Sintering) & ETiAektikn tThén
e laser (Selective Laser Melting), kat n 2uykdAAnon EmaAAnAwv QUM wv (Laminated Object
Manufacturing - LOM).

1.2. 2t0X0G AUTAWHATIKAG EPYACLOG

BaoKO KOMMATL TNG NXOavoAoyilog amoteAel n mapaywyr AETOUpyLKWY e€aptnuatwy. Eva
AELTOUPYLKO EEAPTNMA, OQUMALTEL VO £XEL CUYKEKPLUEVEG SLAOTACLOAOYLKEG KOl YEWUETPLKEG
avoyx£g, kabwg kal koboplopévn avtoxn oe ¢optioslg. Itnv TpLodldototn ektUTwon, N
okp(Bela autr oTIC avoxEG OAAQ KAl N avtoxr Tou TUTwMEVOU Tepayiou, e€aptatal amo
OPKETEC TLAPAPETPOUC. OPLOUEVES Ao AUTEC eival N texvoloyia ektumwoncg (SLA, SLS, FDM
K.0.), TO UAKO Tou xpnotpomoleital, (pétallo, mMAAoTikd, pntivn), oL cuvBrkeg Omou
TpaypoTonoleite n tunwon (Beppokpacia, Taxutnta, pubuog YPung), akoua Kat otov idlo
TO XELPLOTA N Kal oTtnv akpifela Tou €KTUTIWTA TNC €KACTOTE gtatlploc. H avamtuén tou
Additive Manufacturing, €xelL o8nynoeL OPKETEC ETALPLEC EUTIOPLKWV TIAKETWY, OTN
Snuloupyla. UOVTEAWV TIEMEPACHEVWY OTOLXElWY, yla TPooopoilwon  eKTUMWONG,
XPNOLUOTIOLWVTAS OUWE LETAAALKA UALKA, KaBw¢ éxouv otpadel mpog authv thv KatevBuvaon
Ol £PEVVEC YLOL TNV QVATTUEN KavoTopwwy. H xprion mAaotikoU otn Blopnyoavia opwg ival



HeyoAUTEPN o TN xprion XaAuBa olérnpou Kot aAoupLviou. IKOTOE AoUoV TG mapoloag
epyaoilog, amotedel n  avamtuén evog ouleuyuévou BepUopnXavikoU  UOVTEAOU
nenepoopévwy otolxeiwy, (coupled Thermal & Structural), yia tTnv mpoPAsPn tadoswy Kat
TapAUopdWOEWV O EKTUTIWHEVA TepdyLa amo Nylon pe tnv texvohoyia SLS, mpokelpuévou
va yVWwPL{OUUE TIG SLAOTACLOAOYIKEG KAl YEWUETPLKEC ATTOKALOELG TOUG Apa Kal TNV akpifela
oc oxéon He To apxlkd CAD povtého, OMwG emiong KoL Tn OUVOAKN emidpach Twv
TOPAPEVOUCWY TACEWYV TIOU AVATITUCCOVTAL KATA TNV KATAOKEUT), 0TNV AVTOXA TOU TEALKOU
Tepayiou.

1.3. Aopn AUTAWHATLKAG EpYACiog
Kedahawo 1 Oplopdg tng TPLodLACTATNG, YEVIKEG TTANPOdOPLEG yLa TNV avadpoun EEALENG
NG Kol avadopd 0To 0TOXO TNS SUTAWMATIKAG Epyacioag.

Kedahawo 2 Avadopad oTig TEXVOAOYIEC TPLOSLACTATNG EKTUNIWONG TTOU £X0UV avVamTuxBel kat
oTLC ePOPUOYEC TNG oTNV KaBnpepvh {wh Kot 0TNS BLOUNXAVLKEG KATOOKEUEG OAAAL KAl OTNV
ETLOTNHUOVLKA KowvoTtnTa

KedaAato 3 MNapouaciacn Tepayiou mpog eKTUTIWON, avadopd OTNV AVAAUGCT TIEMEPACUEVWY
oToleiwv Kol otnv pabnuatiky meplypadn Twv Beppopnyavikwv davopévwy. vetat
BepUOUNXAVIKWY TWV LBLOTATWY TOU UALKOU EKTUTIWONG KOL ELOAYWYNG TOug otn BLBALOBNKN
tou ANSYS.

Kedahawo 4 Bnpatiki avamapaotacn tng dSnuloupylog HoviéAwv oto meplBdAlov tou
ANSYS. Avaluon amoTteAEOUATWY SOKIUAOTIKWY KOL TIPOYHOTIKWY GUVOAKWV.

Kepahowo 5 Mopouciaon ekTUMWONG KAl TOU OCUCTAUATOC OAPwWoNg aviiotpodou
pUnxovoAoylkol oxedloopol Kol oUyKpLon Tou TUTTwHEVOU Tunuatog pe to CAD apyeio.
AvtioTtolxn cUYKPLON TOU UTTOAOYLOTLKOU LOVTEAOU.

Kedahawo 6 MpoTdceLlg yla cuvexLon TG pyaciag. BiBAloypadia
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KedpaAaio 2

2. Epapuoyec NpooBetiknc Kataokeung kat Texvohoyieg

Extinwong

H Mpbobetn Kataokeur, He TNV e€EALEN TNG LEXPL ONUEPQA, EXEL ATIOKTHOEL EDAPUOYN OE EVal
gupL pacpa KAGSwWVY TG KaBnUepLvig Kat oxL Lovo Lwng pag. MapdAAnAa, n avantuén aAla
Kal n xpnon toug oe Sladopeg ebappoyeg Baoiletal oTIg emMPUEPOUG SUVATOTNTEG TOU
TIPOODEPEL N EKACTOTE TEXVOAOYLA, OTIWG AUTEG SlapopdwvovTal amo To UALKA TTOU UIopoUuV
va xpnotlgomnolnBouv, tnv MOAUTAOKOTNTA TNG YEWHETPLOC TwV Tepa)iwv KaBwg Kot TNy
EUKOALQ KOTOOKEUNG AELTOUPYLKWYV TPWTIOTUTIWY XWPLG amaLtnoel €EELOIKEVUEVWV
epyaAelopnyavwy (R&D).

2.1. Topuelg mou epapuoletal n MPOCOETIKA KOTOOKEUN

I. Yyela
Odovtiatpiky Blopnxavia

Ta tedevTaia Xpovia n xprnon Tplodlaotatng EKTUMWONG EXEL AUENOEL ONUAVTLKA OTOV TOUEQ
™G odovtlatpikng Blopnxaviag. O Topéag autdg amoteAel To TaXUTEPO AVANMTUCOOUEVO
nebio edappoyng yia tplodlaotatn ektunwon (Gausemeier, Echterhoff, Kokoschka, & Wall,
2011). H texvoloyia apxlos va edpapuoletal and to 2005 otov TOHEA QUTO yla TV
KaTaoKeUN «yedupwv» Kal «Bnkwv» yia dovtia. Ocov adopd ota epdutelOTA, TO lOTPKO
Kévtpo Walter Reed Army £xeL dnuloupynoel Kal epduTEVOEL HE emiTUXia mavw and 60
KPAVLOKEG AAKEG TITAVioU.

Blopnxavia evioyuong akorng

H tplobidotatn ektunwon otn Blopnyavia autr, elvatl apketd Stadedopévn. Neploocodtepo
amno 1o 90% twv e€WTEPIKWV TIEPIBANUATWY TWV OKOUOTIKWVY Bapnkoiag Kataokeualovial
HE TN Xpnon Texvohoyiag tplodidotatne ektumwong (Wile, 2013). Ta 3D-tunwpéva
aKouoTka PBapnkolog, mapéxouv dApLotn TOLWOTNTOL NXOU AOYWw TNG OXESLAOTIKAC
oupBATOTNTAC LLE TO AUTL TOU a.oBevouc.

OpBomnedikn Latpikn - Ootd

Ta teheutaia xpovia, n TPLOSLACTOTN €KTUTIWON XPNOLUOTOLEITAL Yyl TNV Tapaywyn
EUPUTEUHATWY KOL TTPOCOETIKWY AKPWV. T LOVASIKA LATPLKA EUPUTEULATA KOL OL CUCKEUEG
UIopoUV Vo KOTaoKeuaoBoUV £T0L WOTE va ToLpLlalouv akpLBWE oTNV avAayKn Tou atdpou
mou Tta xpeldletal. Ta ouvnBn  egudutelpota ywa opbomedikolg okomoug, eilval
gpduTELHATO TOU YOVATOU KoL TOU Lo)lou. OL gpeuvnTég €xouv NdN eUdUTEVOEL UEPLKEC
EKTUTIWHEVEC SOUEC 0oTWVY ot aoBeveic. Ytov Topéa tng opBomedikng n vtoBEtnon tng 3D
EKTUTIWONG QUEAVETAL e TaXelG puBUOUG. KATL TETolo MEpay Tou OTL e€aodalilel kaAUTtepn
rowotnTa {wng yLo toug 0.oBeveig, Bondad kot otnv opaldtepn AslToupyia TwV VOCOKOUELWV.

Bloektunwon

‘Eva Tponyuévo €l80¢ eKTUTIWONG, TIOU XPNOLUOTIOLELTOL oToV KAASO TG uyelag, KaAsltal
Bloloyikn tplodidotatn ektumwon 1 «PBlosktimwon». H Bloektimwon eivol N KATOOKEUN
pLoc Blohoyikng Soung pe tn Bonbeta umodoyloth, Kat n StoepdpPpwaon UIKPWY TTOGOTATWY
BloAoyikol UALKOU. Evag amo Toug oTOXoug TG Bloektunwong lval va eival oe B€on va
EKTUTIWOEL BLoAoyYLKOUG LOTOUC YLO TNV OVOYEVVNTLKA LATPLKA. XTo WEAAOV, oL ylatpol pumopetl
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va €xouv tn duvatotnta va emiokeudoouv T PBAAPN mou mpokoAsital and kapSloKkn
TIPOOoBOAR, AVIIKOBOLOTWVTOC TOV KATECTPALUEVO LOTO LLE TOV LOTO TIOU €XEL KATAOKEVOOTEL
Qo EKTUTWTH.

[I. HAektpovika
H Blopnyavia Twv NAEKTPOVIKWY XOPAKTNPLZETAL 0O CUVEXEIG KAl YPAYOPESG TEXVOAOYLKEG
e€elielg kaL ouvtopoug KUKAOUG TwnN¢ poiovTwy. Amaltel Aoutdv pia texvoloyia cav tnv
TPLoSLACTATN EKTUTIWON TIOU va £lval EVEALKTN KOl TTOU UIopel va pelwoel TIg Sladikaoieg
avantuéng kat eEEAENG VEwv Tpoioviwy. H kavotnta tng Tplodldotatng eKTUNwong va
EVOWUOTWVEL NAEKTPLKA KUKAWHATA PEoa ota e€aptrpata, fonbd oto va petwbolv Bripota
otn dadikaoia mapaywyng.

I, KatavaAwTtika ayada
Kooprpato

To koopApata cuvnBwG ival pIkpa os PEyeBog, £X0uV TEPUMTAOKES YEWUETPLEC, MapAyovTal
O£ UIKPEG TOOOTNTEC Kol £xouv LNAR aia. H katnyopia auth unopsei va emwdgeAnbel and
NV Xprion Tplodldotatng ekTunwong adol Toug mapéxel oxedlaotiky eAeuBepia £ToL WoTe
va gival uvatov va kotackeuaoBolv cUVOETA OXAUATA KOOUNUATWY.

ErutAa

H tplodldotatn ektimwon eival Sgheaotikn ylo t Blopnxovia tng mopaywyng emimiwyv
KoOwg mapEXeL yEWUETPLKN eAsuBepia Kal SLeuKOAUVEL TN SuvatdTNTA TPOCAPHOYNC TNG
napaywyng ovaloya He TN IATNON, HElWvVOVIAE £TCL TNV aVvAyKn ylo amobnkeuon
(Gausemeier, Echterhoff, Kokoschka, & Wall, 2011). H texvoloyia €xeL tn duvatdtnta va
KOTOOKEUAOEL SLadopa EnumAa Onwe Tpamella, KAPEKAESG Kal GWTLOTIKA.

ABANTIKA €16N

H texvoloyia avamtiooetal 6Tov Xwpo TNG aBANTKNAG Blopnxaviog he oTtoxo va PeATIWOEL
™V anodoon tou e€OMALOUOU, TNV AVECH KaL TNV anmolauon Twv abAntwv. EEatopikeupéva
namoutola modoodalpou, KPAVN Kol TTPOOTATEUTIKA Elval PEPIKA Ao TO MPOIOVTA ToU
pmopouv va rapaxbouv.

IV. Aepoblactnuikn texvoloyia
Katd kowvr) opoAoyla, n oepoSlaotnuLkr, €xel MOAAG otolxeia mou odnyolv GTO va TNg
TALPLATEL N TPLOSLACTATN EKTUTIWON KO VO EMWEOEAELTOL GNUAVTLIKA OO QUTAV.

DoKLUEG OXESLWV Kal Peiwon KOOTOUG hUPNAATNONG KAl YEVIKNG EMEEEPYAOLOG HUE
epyoeio:

Eilvat eUkoAo TO va KGVeL Kamolog oANayEC o€ Eva ox£SLo PndLokou opxeiou Kal PETA va TO
EKTUTIWOEL. ITNV AEPOSLAOTNULKE, £va LEYGAO KOOTOG TPOEPXETAL OO TLG TTAPASOCLOKES
pebodoug mapaywyng (xuteuon, apupnAdtnon K.T.A.), OUWGS N TPLOSLACTATN EKTUTIWON), O
peyaho Babud, mapéxel tn Suvatodtnto arnoduyng oUTWY TwV SLaSLKACLWV.

Napaywyn eAadpltepwVv e§OPTRHATWV:
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H peilwon tou Bapouc Twv agpookadwv, aMoTeAEL TPWTN TPOTEPALOTNTA EMELSN LELWVETAL

N KatavaAwon kKauoipwv kat BeAtiwvetal n agpoduvapikr. H tplodldotatn ekTtUMwWon
BonBdel tn Snuloupyla e€aptnUATwY Ue BEATIOTOMOLNUEVES YEWUETPieC doov adopd To
Bapog, mou Sev Ntav duvatov va mapayxBolv pe mapadoolakeg pebodouc.

V. Autokwntoflopnxavia

Ma xpovia, ol LEYAAUTEPOL KATAOKEUOOTEC OLUTOKLVATWY XPNOLUOTIOLOUV TNV TPLOSLAoTATN
€KTUTIWON yLa TN dnpoupyia mpwtotunwy. QoTd00, N autoklvntolopnyavia eival €tolun
va €eklvnoeL tnv edappoyr TNG TEXVOAOYIOC O TEPLOOOTEPEG OSladlkaoie¢ amd tnv
T(POTUTIOTOLNGN TWV ULKPWVY TIPOCOPUOCUEVWY TUNUATWY. Ta avTAAAOKTIKA UMOpoUV va
elvat éva amdé autd. H TOAUMAOKOTNTA TOU TOMEN TWV OVIAAAAKTIKWY TNG
outoklvntoflopnyaviag sivat mou Sivel adopun elod6dou otnv tpLodlactatn ektumwon. H
uolotapevn edodlaotikp oAucida pmopel va amlomownBel €dv n mMAslovoTnTa TWV
OVTOAAQKTIKWY UTTOpoUV va KatackeuaoBouv kata tn {ntnon toug. Etol Ba pewwbel o
XPOvo¢ mapddoang, Ta KOotn amoBnkevuong Kot HeTadopds aAAd Kot Ba LKAVOTIOLGEL TOUC
KaTavoAwTéG KaBwe Ba umapyet avta S100eoUOTNTA AVTOAAAKTIKWV.

VI. Kataokeun kot ApXLTEKTOVLKA
‘Evag aAAog Top£ag Ttou Ttapouotalel eviladEpov ival 0 TOUEAS TNG KATAOKEUNG.

KaAoUmia yia okupoSepa

Epeuva yla tplodldotatn ektUTwon Kot UALKA Ste€dyel kal to Media Lab tou MIT, mou
TELPAUATIIETAL PE TNV EKTUTIWON UEYAAWV KAAOUTILWV YLot OKUPOSEUA LE XPrON EVOC OTIPEL
adpol amod nmoAuouvpeBavn. H ektimwon pe moAuoupeBavn npoodépel odpéAn oe Bapog,
LELWVEL TO XPOVO KAAOUTIWHOTOG, AUEAVEL TOV EAEYXO Kal Tn otabepotnta.

Kataokeun neloyédpupag otn Madpitn

MéAn tou lvotitoutou Mponyuévng ApxLtektovikng tne Kataioviag (IAAC), xpnowlomnoinocav
TOLUEVTO TtoU €lxe UTtooTEL €10LKN emefepyacia wote e TNV xprion tg 3D ektunwong va
Kataoksudoouv pia yédupa. H yédbupa, pnkoug 12 pétpwv kot mAdtoug 1.75 w.,
TomoBeTRONnKe o€ €va MAPKO O€ MPOACTLO TG Madpitng Katl cUdwva e TOUG SnLoupyoug
NG avolyel Tov §pOLo yla TNV XPHon TNG TPLoSLAoTATNG EKTUNMWONG OTOV KOTOOKEUAOTLKO
TouEQ.

VIl. Eknaibeuon
H tplodlaotatn ektUTwaon Unopel cadwc va XpnoLUomotnOel Kot yla EKIOLSEUTIKOUG
OKOTIOUG. To 6.4% TwV XpPNOTWV TNG TEXVOAOYLOG TIPOEPXETAL QMO TA aKAdNUAKA
WOpLuara.

2.2. M€Bobol kaL texvoloyieg MpoaBeTikAg Kataokeung

OAeg oL texvoloylec MpooBetikrg Kataokeung Holpalovial OpKETA KOWd, YEVIKA
XOPAKTNPLOTIKA YyVvwplopota. Evo amd ta EAKUCTIKOTEPA XOPOKTNPLOTIKA yVwpilopata Twy
TeEXVOAOYLWV MNPooBEeTIKNC KOTAOKEUNG €lval N YEWHETPLKN AVEEAPTNOLO TWV OVTLKELUEVWY
TIOU HUIMOPOUV VO KOATOOKEUOOTOUV. AVTIKElpEVa, T omola pmopouv va Slabétouv
HOPPOAOYLKA XOPAKTNPLOTIKA eAeVOEPNC YEWUETPLOG aKOUA Kol oTOLXELWSOUG peyEBoug,
UMOPOUV VA KATOOKEUOOTOUV OXETIKA EUKOAOTEpA OO OTL HE T KAOOOLKEG
KOTQOKEUOOTIKEG TEXVOAOYLeC. AUt n Tapexopevn eguehifia w¢ mMPog To £UPOC TWV
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TLOPOYOUEVWY OVTIKELLEVWY KOBLoTOUV TIG TeExvohoyieg Npoobetikr Kataokeur KATAANAES
YLOL KOTOLOKEUH EE0TOMLKEU LEVWV OVTLKELLEVWV OE ULKPEG TIOPTIOEG. EVTOUTOLG, N YEWMETPLKA
eleuBepla pepkwv dladikaolwy TepLoplleTal O KATOLEG MEPUTTWOELG, OO TNV AvVAYKN va
dnuLoupynBoulv Kal petémnetta va adalpebolv KATAAANAEG UTIOOTNPLKTLIKEG SOUEC KATW ATIO
TO KATAOKEUA{OEVO OVTLKEILEVO KaL LECO ATIO TIG ECWTEPLKEG KOWAOTNTEG TOU. Eva emumAéov
npoBAnua oxetiletal pe tnv SuckoAia adaipeong Un otepeomolNpUéVOU UALKOU Tou
OUYKEVTPWVETOL OTOUC EKAOTOTE KAELOTOUG Oykoug (closed volume) Twv aviikelpévwy. To
HEYEBOC TOU TIOPAYOLEVOU OVTLKELLEVOU ElvaL ETTLONG CUVLOTAREVN TNG XPNOLULOTIOLOULEVNG
TeEXVOAoyLog KoL Tou Tpomou uAomoinon g tng. OLtexvoloyieg Tng EMAEKTIKAG ZUCCWHATWONG
pe Aéwlep (SLS), tng ZtepeoiBoypadiag (SLA) kat Tng povieAomoinong e EvanoBbeon YAwou
(FDM) 1.X. XpNOLUOTIOLOUVTOL YLO TNV KOTOOKEUH HECOIOU PeYEDOUG QVTLKELUEVWY, EVW VLA
TOAU peydAou pey€Boug avrtikelpeva n xprnon Ttoug eival Teploplopévn AOyw Tou
QITAYOPEUTIKOU KOOTOUG, TNG XOUNANG OXETIKA amodoong Kabwe Kol TNG KN EUTIOPLKAG
SlaBeopodtnTag katdAAnAou e€omALopoU.

Jtn 61ebvn) BiBAloypadia avadépovtal apkeTtol TPOMOL HE TOUC OmMoloug HmopolvV va
taflvounBolv oL texvoloyieg MpooBetikr) Kataokeur). H mio SnuodlAng mpooéyylon
neplhauBavel v  TOflvOUNON TWV TEXVOAOYWWV OUHPWVA HE TO TEXVIKA TOUG
XOPAKTNPLOTIKA, OMWE To av n Sladikooia Kataokeung Paociletal otnv xpnolpomnoinon
Aéllep, texvikwy Pekaopol pelavng (inkjet), unxaviopwyv e€wbnong tTng mMpwWTNg UANG KATT.
M GAAn dnuodAng mpooéyylon €ival katnyoplomoinon twv texvoloywwv MpooBetikn
Kataokeun avaloya pe T popdn tng XPNOLUOMOOUPEVNE TIPWTNG UANC. ZTNV MPOOEyyLon
ouTh SLOKPILVOUUE TIG aKOAOUBEG Katnyopleg:

Peuotn mpwtn VAN (liquid)

A\

Koviomotnuévn npwtn UAN (powder)

A\

Iteped mpwTtn VAN (solid)

A\

Mpwtn VAN oe pUAAa (sheet)

a. Peuoth mpwtn VAN (liquid)

Mpwtn UAn oe peuotn popdr xpnolpomoleital, ocuviBwe, oe texvoloyieg MpooBeTikn
Kataokeun mou emefepyalovtal Stddopouc tumouc dwrtonmoAupepwy (photopolymers),
TOAUPEPWY SnAadn Tou €xouv TNV LOLOTNTA VA OTEPEOMOLOUVTOL OTav €KTeBoUvV o€
oKTWoBoAlo cuyKeKpLUEVOU UNKoug KU PaToG. H o Stadedopévn pEBodog e peuoTr TpwTn
UAN elvat auth tng otepeolBoypadeiag.

ZtepeoAfoypadeia-SLA

O 6poc YtepeohBoypadia (Stereolithography - SLA) xpnotpomnotiOnke yio mpwtn ¢popd to
1986 amnd tov Charles W. Hull. Xpnotuormnoleital eup€wg 0ToV TOUEA TNG KNXOVLKNG LOTWV Kall
glval plo ypnyopn OSwadikaoia tumomoinong. H mapaywyr] TOU QVTLKELMEVOU OTNV
otepeollBoypadeila Baoiletal otnv otepeomoinon uypng PNTIVNG HE PWTOTMOAUUEPLOUO.
Mua aktiva laser emikevipwvetal os €va ouykekpluévo Pabog oe €va doxeio pntivng,
TPOKAAWVTAG TOTILKO TIOAUMEPLOMO dpa Kol otepeomoinon. H  otepesomoinon
enavalapBavetal pe tov iSlo Tpomo oe kdbe eninedo (layer) €éwg Otou mapayBel éva
OUMTIAYEG TPLOOLAOTATO avTiKeipevo. O eKTUTIWTNAG Kataokeudlel kabBéva amd autd ta
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enineda, pe TNV aktiva laser va kateuBuvetal ano kabpénteg odapwaong X kat Y. AkplBwg
TPLV amo KABe KUKAO eKTUTIWONG, €va blade avakTnong LETAKLVEITAL OTNV EMLPAVELD yLa VOl
e€aodpoalioel OtL kKABe Aemtd emimebo pntivng emekteivetal opolopopda oe OAo TO
avTikeipevo. O KUKAOC €eKTUTIWONG OUVEXL(ETOL HE OQUTOV TOV TPOTO, SNULOUPYWVTOC
avTtikeipeva 3D amnod kdtw mpog ta emavw. Adol oAokAnpwBel, yivetal moAL MPOOEKTIKA N
adaipeon Tou TUNWHEVOU Tepayiou amo tv mAatdoppa. To 3D tunua cuvnBwg SlabEtel
XNUIKO AOUTPO yla TNV QMOMAKPUVON TUXOV mepiooelag pntivng. Eival emiong ouvnong
npaktiki H TomoBétnon tou avtikelpévou o polpvo unmeplwdoug akTvoBoAlag, yia tnv
TeAlky otepeomoinon. Etol, emtuyxavetal n dnuoupyila evog otabepol Kal eAAOTIKA
LOXUPOU OQVTIKELMEVOU. ITO TIAEOVeKTNUaTA TNG HeEBOSou ocuykataAéyovtal n uvdnAn
YVEWUETPLKN akpifela KAl n KaAr moLotnTa endbaveLwY TwV AVIIKELLEVWY TTou Suvartal va
mapdyel. To KUPLO UELOVEKTNHA TNG TeXVoAoylag SLA ival o meploplopévog aplBuog Twy
S100éo1pwv pwTtoSLacTAUPOUUEVWY TTIOAUUEPWV.

Laser Source
e
\ Elevator =
T 'E' £
Laser Beam H-F’ I 5 —T©
P - C
Resin Surface ; : '1, =l
I I ! ==
" T ? 3
- [ I v = E
I} I \ 2
[} I 1Y
I I \ 1OH=T1°
I I !
¢ 0 v 1] 3
Flatfarm —H I T .-
Photopolymer .= -]
Resin .-
Vat —» 5

F A S A A A S S S A A B S

Diagram of SLA printing process

Ewova 1: Anetkovion Siataéne 3d ektunwonc ue teyvoloyio SLA
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Ewova 2: Tunwuévo teudyto pntivng oe SLA 3D Printer

Wnorakn enefepyaocia pwtog (DLP)

H Wnduakn enefepyaocia ¢wtog (Digital Light Processing-DLP) elval pia texvoloyia
ektunwong 3D mou xpnotwuorotel UV aktwvoPBoAia yla tnv otepeomoinon tou uypou
dwtomoAupepol¢. Eival n maAatdtepn texvoloyia ektumwong 3D, n omola dnuloupyndnke
ard tov Larry Hornbeck to 1987. Elval mapopola pe tnv SLA, dedopévou Ot Asttoupyel kot
pe pwrtomoAupepr. H texvik DLP xpnowlomoleital eupéwg otnv ektumwon 3D Adyw NG
ypnyopng taxutnTag eKTUMWONG KoL TOU omAoU pNnXaviopou. Katd tnv mpostolpacio Twy
TANpodopLwyY yla TNV Katookeur, éva poviédo 3D CAD mpwta xwpiletal o éva cuvolo
mapAdANAwv emunédwy Kat KAOe slice oTn CUVEXELA LETATPEMETOL OE £KOVA paokag 2D.
MpoBdaAlovtag TNV KOVA TNG PLAOKAC O HLo. GWTOPATITIKN vypn emdAVEL, UTOPEL va
oxnuatotel éva eninedo cuumayou¢ oto (6lo oxnua. Eva avtikeipevo 3D pmopel va
KOTQOKEUQOTEL LE AUTOV TOV TPOTO e cuvexeic otpwoelg(layers). Emeldn o mpoBoAag eival
Pnodlokn 08ovn, n ekova KABE CTPWUOTOG AMOTEAEITAL ATIO TETPAYWVIKA ELKOVOOTOLXELQ
(pixel), pe amotéAeopa éva layer va oxnuatiletal and uikpd opBoywvia “tolBAa”, mou
ovopalovral voxels. Me mo amhd Adyla ol DLP ektunwtég mpoPfdalouv pwg pe ta mifed va
SnuLoupyolV [La HAoKaA, e AEUKO OTOU TIPETEL VAL YiVEL TTOAUUEPLOUOG, LaUpPO OToU Sev
TIPETIEL KOL TO TEAIKO HOVTEAO XTL(ETOL OXETIKA Ypnyopotepa Adyw Tautoxpovng poBoAn
OMou tou layer aA\d pe TETpayWVIOUEVA OTOLKELAL.
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Ewkova 3: Aotunwon tn¢ ELKOVaC-uaokac o€ pixels yio DLP ektunmwon

AladopeTIK Ao OPLOHEVEG GAAEC TEXVIKEC oTepeoABkng avaluong (SLA) mou
XPNOoLUomoloUV MNYESG GwTLopoU onueiov f ypauung, n DLP xpnowlomolel pia Tomkn mnyn
dwToG, £T0L wote va pnopet va mpoPAnBel tautdypova oAGKANpN n lkova paokag (m.x., o
ouvnBwg xpnowomnololpevog poPoléag eupeiag xpnong). Qg anotéAeopa, n dtadikaoia
KOTOLOKEUNC Tou eKTUTIWTH DLP 3D eival oAU tax0tepn amod AAAEG TEXVIKEC ekTUTIWONG 3D
nou Baotlovtal os onpeio (N ypapun). Eva akOpn mMAEOVEKTN LA TNG TEXVOAOYLACG EKTUTIWONG
DLP &ival n mapaywyn oxupwv HoviéAwv kot uPnAng avaluong kabe dopa. Eival emiong
OLKOVOULKA HE KAVOTNTA XPNoNnG ¢BNvotepwv UAKWV aKOUn Kal yla TeplimAoka Ko
AemTopepn ovTikeipeva. AUTO sival KATL TTOU OXL LOVO HELWVEL Ta amoPAnta, aAAd Stotnpet
eniong xapnAd to KOOTOG EKTUTWONG. AV Kal TaxUTePN, N eKTUNwon pe to DLP, Ba votepel
otnv avaAuon Kal To dviplopa tng entdavelog, Kabwe To HECO MOAUUEPLOUOU QUTAG TNG
Texvoloylog sival TeTpaywvo. AuTO BEATLWVETOL OO0 ULKPOTEPO Eival TO TPATIE]L EKTUTIWONC,
yU auto kal ol DLP ektunmwtég uPnAng avaluong €xouv TOAU WUKPO TPAMED, KaBwg
pikpaivovtag to kadpo mpoPoAnc, pikpaivel Kol to pEyeBog Twv TeTpdywvwy pixel. H
avaluon DLP s€aptdtat ano tov mpoBoAéa (projector), o omnoiog opilel mooa pixel / voxels
SlaBgtel. Na mapadelyua, to full HD sivat 1080p. O mpoPoléag os évav 3D ektumwth DLP
TIPETIEL VAL ETUKEVTPWVETOL O€ £VoL LEYEDOG ELKOVAC TIPOKELEVOU VO eETILTEUXOEL pLa Sedopévn
avaAuon X-Y. Otav Béloupe pkpd swkovootolyela (pixel), auto meplopilel tn cuvoAlkn
mieploxn Snuloupyiog cuppLlkvwvovtog OAOKANPN TNV €LKOVA, OUCLOOTIKA TIPORAAOUUE TO
KA6pOo Mg amd TIO KOVIA OTO TPAMEIL eKTUTWONG, SNULOUPYWVTAG ULIKPOTEPN TPORBOAN
HEYOAUTEPNG TIUKVOTNTAG KAl Apa PLKpOTePO build size. AnAadn, o AemTopepr g EKTUTIWON
og évayv ektuntwTtr DLP mpémel va xpnotpomnolel povo évo KAAopa tng cUVOALKAC emLdAVELOC
KOTAOKEUNG KOl TA HMEYAAQ UOVIEAQ UTTOPOUV VAL EKTUTIWVOVTOL HOVO UE HLa XaUnAOTEPN
avaAuon.

Ta mepLocotepa GWTOTOAULEPH AVTLOPOUV OTNV OKTIVOBOAL OTLG TIEPLOXEG NKOUG
KUpatog tne unteptwdoucg (UV). Ma tnv emituxf otabepomnoinon Twv uypwy

dwTtomoAu LepwV, TIPETEL VO TIPOBANBEL emapKng évtaon ¢pwTog TNV eMLPAVELA TNG
detapevng uypol oe ektunwon 3D Baoctopévn og DLP. Ta va e€aodaliotel n évtaon Tou
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dwTOG KAl va PelwBel To péyeBog evog pnxavhipatog, tonobetouvral BéAtiotol pakol
LETAEL TOU €PYOU KAl TNG EMLPAVELAG EPYAOLOC YLO VA LELWOEL N amdotaon mpoBoAnG.
QoTO00, QUTO £XEL WG ATIOTEAECUA LLa TIOAU ULKPN TIEPLOXN.

Platform moving vertically (Z-Axis)

Platform

Liquid Resin Tank

\

PDMS

UV Lighting

&

Mirror
Projector

Ewova 4: Anetkovion 3d ektunwonc e texvodoyia DLP

b. Npwtn VAN o€ KOKOUG

Yrdpyxel peydAn mowklia cuotnudtwv MNpooBetikng Katookeung mou emefepydlovral
Stadopa 16N VAWV og popdr KOKKwv. H ETAeKTIKA Zuoowpdtwon pe Aéllep (SLS) eival
artd TLC TILO AVTLTTPOCWITEUTIKEG TEXVOAOYIEG TNG CUYKEKPLUEVNG KOTnyopLiag.

Eridektiki Zuoowpdtwon pe Aéwlep (SLS)

H Emhextikni Zuoowpdtwon pe Aélep (Selective Laser Sintering-SLS) avamtuytnke and tnv
DTM Corp. ot Hvwpéveg MNoAtteieg ota téAn tng Sekaetiag tou 1980. H Swadikaoioa
xpnotlpomnolel éva uPnAng oxvog Aéllep CO2 MPOKEIPEVOU VA UMOPEL VA KATEPYAOTEL pLa
mowAlat UAIKwv og popdn kokkwv/moudpag (powder). Itn ouykekplpévn puébodo €xouv
Sokipaotel Stadopa UALKA Omwg vailov, yuohi, eAaoTOpEPH, OUVOETIKA KEPLA, KEPAULKA
KOBWCE KoL CUYKEKPLUEVA KPAUOTA LETAAAWY. H KATAOKEUN EVOG QVTIKELLEVOU UE Xprion SLS
TLPAYLOTOTIOLE(TAL HEOW TNG EMAVOANTITIKAC 0mtdOe0nC OTPWOEWV KOKKWV TIPWTNG UANG KoL
NG EMAEKTIKNG BEppavong Toug pe AélWlep TPOKELUEVOU Vo TIPOKANBEL n katd Témoug
ouoowpdtwaon/cuykoAnon twv cwuatdiwv g mpwtng VAN (2x. 3.7). Avdhoya pE TO
UALKO Sladépel n LoxVc Tou A£Llep, eVW yLa KArmola UALKA prtopei va amattnBel mepattépw
Katepyaoia okAnpuvong. H Stadikacio Asttoupyel wg €€AG:

Mpwtov, évag kadoc moudpoc moAupepolg Bepuaivetal og Oeppokpacia akpBwe KATW amno
To onueio t™ENG TOU TMOAUPEPOUG. 3TN OUVEXELD, Ml Aemida i o uvahokaBoaplothpag
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evamoBEtel éva oAU AEMTO OTPWUA TOU KOVIOTIOLNEVOU UALKOU, TUTILKO Ttaxoc 0,1 mm, o€
pLa miatdopua kataokeuns. Mua aktiva Aéillep CO2 apyilel va copwvel Tnv emipavela. To
AéWep Ba Slamepdoel eMIAEKTIKA TNV TOUSpa Kol Ba OTEPEOTOLNCEL [Lo SLATOUN TOU
QVTIKELHEVOU. Omwe Kal otnv SLA, to Aéllep eotalel otn ocwotr B£on and éva leuyadpl
kepalwv. Otav capwbBel oAokAnpn n eykapolo Tour, n MAATPOPUA KATAOKEUNG Ba
HETakLvNBel mpog Ta KATW Katd £va eninedo og VPog. H Aemida avakTnong evamoBETeL Eva
VEO OTPWUA TTOUSPAC TTAVW aTtO TO TPOoPATA CAPWHEVO eTtinMeSo KoL To AéLlep Oa el0EADBEL
OTNV EMOUEVN SLATOUN TOU QVTIKELUEVOU OTLC TIPONYOULEVWC OTEPEOTIOLNEVEG SLATOUEC. Ta
BrApota auTd emoavalopBavovtal HEXPL VO KATAOKEVOOTOUV TIANPWC OAQ T AVTIKEipeva. H
moUSpa Tou Sev £XeL Kael mapapével otn B€on TG, yeyovog mou €aleidel TNV avaykn yLo
SopEg urootnpLéng.

Boowko TAEOVEKTNUA TNG TexVoAoyiag SLS eival OTL Ta TERAXLO €XOUV KAAEG, LOOTPOTILKEG
HNXOVLKEC LOLOTNTEG, KOBLOTWVTOC TO LOOVIKA Lol AELTOUPYIKA PEPN KaLl TPwTOoTuTa. Emiong
UTLAPXEL ETIIAOYAG OO HLA EUPELOD YKAMO UALKWY TIOU UMOPOUHE va erAéEoupe yla TO
Tepdylo mou embupolpe. Edpodoov otnv SLS Sev amalteital umootnplEn, ta oxedla e
OUVOETEC YEWUETPLEG UIMOPOUV VO TIAPAYOVTOL EUKOAOTEPQ. ITA LELOVEKTHLOTA TNG LEBOSoU
OUYKATOAEYOVTOL N OXETIKA EYAAN TPAXUTNTA TWV ETILPAVELWY TOU TEALKOU QVTIKELMEVOU, N
XounAn akpifela kabwg Kal n oxetikd mopwdnc udn tou. Eniong MNpog to mapdv diatibevrat
HOVo Blopnyavikd cuotrnpoata SLS, emopévwe o xpovog mapadoong sivat peyoAUTepog amo
AAAEG TpLobLaotateg texvoloyleg ektUTIWoNG, 6mw¢ FDM kat SLA.

Scanner system

Sowdar Roller Fabrication

" wder bed
delivery " | Object being
system : fabricated

Powder delivery piston Fabrication piston

Ewova 5: Awataén 3d ektunwonc texvodoyiac SLS
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Ewkova 6: EktUmtwon tepayiov ue t uédodbo SLS 3d Printing

ETUAEKTIKA ZUCOWHATWON KOKKWV HETAAAOU pe Aélep (DMLS)
& EmAektikn tén pe laser (SLM)

Mia amnod Tg onuavtikotepeg e€elielc otnv texvoloyia MpooBetikng Kataokeung lval n
avarmtuén Twv unxavwy mou enefepyalovral dtadopwv eldwv PeTaAAKR okovn/moldpa, oL
KOKKOL TnG omolag 6ev Slabétouv kamota emkaAun. Ou texvoloyieg autég Baoilovtal,
ouvnBwg, otnv apxn Aswtoupylog tng texvohoyiag SLS aMAd xpnolpomolouv Aéllep
uPnAoTepnG LoxLOG. Mapddelypa autou tou eldoug anoteAel n péBodog DMLS (Direct Metal
Laser Sintering), n onola avamtuxOnke nepi to 1994.

Apxikd, To doxelo tou ektumwty DMLS yepilel pe tv emBupnt HeTaAAkn moudpa. Ot
Bepuavtpeg mpobepuaivouv TNV ToOUSpa o Oepuokpacia KOVIA OTo  €UPOG
TIUPOCUCCWHATWONG TOU KPAUATOC. O eKTUTWTNG XPNOLomolel adpaveg aéplo, To omolo
MPOOTATEVEL TN BepUaLVOLEVN TTOUSPA KOL TO LEPOG KATA TNV KATAOKEUN ToU. H Kataokeun
apxilel pe TNV TOMOBETNON €VOG AeMTOU OTPWHATOG TOUSPAG METAAAOU 0TV MAATPOpU
KATAOKEUNG. TUTILKO UYIog oTpwHATOC TIouSpag atnv texvoloyia auth sivat 20-40um. 2t
OUVEXELQ, TO A€llep ekvad tn SLadpopr TOU ylo QUTO TO OTPWHA, CUCCWHATWVOVTOG
ETUAEKTIKA TNV TIOUSPA o€ cupmayEg UAKO. H akohouBila Slavoung emumédou ouveyiletal
MEXPL TNV OAOKANPWON TOU TUAKATOC. META TNV OAOKANPWGON TNG EKTUNWONG TO €€ApTNUA
pelvel yua Pun, n yupw xohapn UETaAAKN ToUSpa adatlpeital and tov ekTunwth. Ta
teleutaia Bripata meptappavouv adaipeon umootApLEng, KaBwe Kal KABe amaltoUpevn
petenetepyaoia. Ta e€aptipata DMLS punmopouv va avTLUETWITI{OVTOL OMWE TA METAAALKA
pEPN TOU TtapAyovTal He cupBatikr emeepyooia HETAAAWY YLa TIEPALTEPW eMefepyaoia.
AUTO umnopel va meplthappavel katepyaoia, Oepuikn enefepyaocia r dpvipopa emipaveioag.

Mia pnéBodog apketd Opota pe tnv DMLS sival n Emdektikn TRén pe laser, Selective Laser
Melting (SLM). OAS6kAnpn n Stadikacio ektunwong eival idla e tnv mpoavadepbeica. Mia
eivalt opweg n Baowkn Sladopd avapeva os outég TI¢ SUo peBodoug. Auth eival n
Bepuokpacio TTIOU XPNOLUOTIOLEITOL YLt TN OUVEVWON TNG UETAMIKAG moudpag. H SLM
eKTUTIWON Beppaivel TN LETAAALKA TTOUSPA PEXPL va Yivel oALKn TNG THEN. H DMLS Sev Alwvel
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TN MeToAAKn ToUdpa, tn Oeppaivel PEXPL va YIVEL TTUPOCUCCWHATWON, EMOMEVWG
anatteitat Alyotepn evépyela.

Ot DMLS kal SLM pmopoUv va mapdyouv amnsuBeiag petoAAkd pépn. H DMLS pmnopel va
xpnotpornotnfel pe petoAAlka kpapata f kabBapd pETOAAO Xwpilg va emnpealovral ol
L8LOTNTEG TOU UALKOU. Eval NUAVTIKO TTAEOVEKTNUA TWV LEBOSWV aUTWV €lval OTLOL LBLOTNTES
TOU TUTIWUEVOU Tepayiou elval ouykploweg Le Tepdayla mou €xouv napoaxBel and to idlo
UALkO. H DMLS mapayet oxupd tepaxia, n SLM opwg mapayel oxupotepa kabwg yivetal
™EN TNG MoUSpaC LETAAAOU. Ta TEAIKA HEPN £XOUV KAAEG UNXOAVIKES LOLOTNTEC TIPOC OAEC TLG
kateuBuvoelg. (Oplopéveg pEbodol ektimwong 3D — .. FDM — teivouv va ivat adUVaUES
o€ TouAdylotov pia katevBuvon.) Akoun petoafl twv DMLS kat SLM, SiatiBetal peydin
MOl ToUSpAC HETAMWY KOl KPAUATWY METAANWY, OCUUMEPIAOUPAVOUEVWY TWV
XaAUBwv, Twv avofeldwtwv YaAUBwv, Tou alouplviou, Tou TITAViOU, TWV KPAUATWV
vikeAiou, Tou KoPaAtiou xpwuiou Kot Twv MOAUTIHWY HeTAAAwY. Map’ OAa auTA UTTAPXOUV
KOl KAToLloL TiepLlopLopol oTIg peBddouc. INUAVTLIKOE mapayovTag anoteAel To kdotog. Ot
DMLS kot SLM €xouv ta upnAdtepa kootn Slepyaciwy ektunwong 3D, Ta unxovApata Kot
Ta UALKG eivat akplpa kat n Stadkaoia ival apyn. Eiong oL teplocOTepOL EKTUNWTEG Elval
MLKPOL KaL 8V UITOpoUV va TTAPAYOUV OVTIKELLEVA LEYAAWY OYKWV KATACKEUNG.

= 0 en
Laser AR ——X-Y scanning morror
/Laser beam
Recoater Sintered part
arm w Powder bed
Metal -
powder
supply
M etal

dispenser
platform

Metal dispenser

oistan Build Build

platform piston

Ewova 7: Atataén 3d ektunwonc ue texvodoyia DMLS
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Ewova 9: Suykpion uikpodouwv twv dvo uedodwv DMLS (aplotepa) & SLM beéia

c. Xtepen Mpwtn UAN

OL Ttexvohoyieg MMpooBetng KaTaokeUNg TOU XPNOLUOTIOOUV OTeped mpwtn UAN
xapaktnpilovtal cuvnBwg ano thv Béppavon Tng Mpwtng UANG MEXPL TOU onpelou tHEewg,
£T0L WOTE AUTH va pEeL péoa amod éva cuotnua evandBbeong. H dnuod\éotepn texvoloyia
QUTNG TNG Katnyopiag elval n poviedomoinon pe evamoBeon uAkou (Fused Deposition
Modeling - FDM), otnv omola n mpwtn VAN e€wbeital péow evog KvolUEVOU akpoduaciou
(kedoAn) katl evamotiBetal pe eleyyOuevo TPOMO oTNV MANTHOPHO KATAOKEUNG. Tuxvd
xpnotpornotovvrat Suo kepaAéc/akpoduaota e€wONONG, £TOL WOTE VO KATOLOKEVAOTEL KAl N
KATAAANAR Sopn otnpLeng amd dtadopeTikd UALKO Kot va SLleUKOAUVOEL e aUTO ToV TPOTIO N
epyaoia Tou kabaplopoL Kal tng adaipeong nc.

Kataokeun pe evandBeon vAikou (FDM)

H texvoloyla tng Kkataokeung (UoviéAwv) pe evamoBeon ulikol (Fused Deposition
Modeling- FDM) avamtixbnke eUmopLkad amno tnv stalpia Stratasys to 1990. H FDM eival n
TILO EVPEWG XPNOLUOTOLOUUEVN TeEXVoAoyia ekTtUntwong 3D. AviutpoowneUel Tn LEYOAUTEPN
eyKateoTnpévn Baon exktunwtwy 3D maykooplwg Kal eival cuxva n mpwtn TexvoAoyia otnv
omola ektiBevtal oL avBpwrol. MEow TNG OUYKEKPLUEVNG TeEXVoAoylag Hmopouv va
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napaxBolv avtikeipeva mou £xouv w¢ MpwTtn UAN to ABS (Acrylonitrile Butadiene Styrene)
OA\a BeppomAaotikd ToAupepn, Omw¢ ta PETG, PEl, PEEK kot PLA, yvwota ywa tnv
avOeKTIKOTNTA Toug. Etol, n HéEBoSoC autr ouxva eTIAEYETAL OTAV N UNXAVIKN OVTOXH
kaBlotatal kploln yla To KataokeualOpeVo avTikeipevo. Onwce kat ot urtoAounteg pébodot,
N uéBodog FDM Aettoupyel cUpdwva Pe TV apxn TS SLadoXLKAC OTPWHATLKAG KATAOKEUNC.

Mpwv €exkvnoel n Stadikacio ektumwong FDM, o xpnotng mpemnet va Statpéoel ta Sedouéva
3D CAD (to povtého 3D) os moAAa enineda (layers) xpnolponolwvrtag el8IKO AoylouLko. Ta
Slatpepéva dedopéva CAD mnyaivouv oTov eKTUTTWTH O OTOL0G 0T CUVEXELD SNnLoUpYEL TO
eminedo avtikelpévou kaBe dopd otnv MAatdhOpHUa KATAOKEUNG. To TUTKO Uog layer ou
xpnotyornoleital otnv FDM kupaivetot petaéy 50 kat 400 microns. Eva pikpotepo UYog
ETUNMESOU TOPAYEL OUOAOTEPA TUAUOTO KAl Kataypddel pe peyaAltepn akpifelo Tig
KOUTTUAEG YEWUETPLEG.

Ewkova 10: Awaipeon (slicing) tou teuayiouv oe layers

To UAkO Tpodobdoteital oe popdn vrpatog (filament) oe pla Beppavopevn kedaln, ano
omou kot e€wBeital os Beppokpacio Aiyo peyalitepn amd tn Bepupokpacia téng tou. H
kedaAn eEwbnong ival mpooaptnuévn o cUOTNUA 3 AEOVWV TIOU TOU EMLTPETIEL VA KLVELTAL
oTLG KateuBuvoelg X, Y kat Z. To AlwpéVo UALKO e€wBeltal og AemTd vipaTa Kal evarmotiBetal
eninedo npog emninedo os mpokaboplopéveg BEoELG, OMOU MePLBANETOL KOL OTEPEOTIOLELTAL.
Meplkég dopéc n PUEN tou UALKOU EMITAXUVETOL HE T XPHON aveplotipwv Yuoéng
npoocaptnUévwy otnv Kedpaln e€élaong. Otav oAokAnpwbei éva eminedo, n mAatdopua
S80UNoNG LETAKLVELTOL TTPOG TA KATW N N KepoAn e€wONoNC LETAKLVELTAL TTPOC TO ETTAVW Kol
€va véo eminedo evamnotiBetal. H Stadikacio auth emavalapBavetal péxpt va oAokAnpwOel
To TUAUa. OAn n Sldtaén Asttoupyel eykiBwtiopévn og Beppalvopsvo BGAapo, Tou onoiou
n Bepuokpaocia eivat Tétola wote va e€aodaliletal n opaln evanobeon tou UALKOU ota
UTIAPXOVTA  OTPWHOTA KAl va  Helwvovial  ¢awvopeva mapauopdwons Aoyw
antdétopng/avopotdopopdne Poéng tou moAupepols. Me auTOV TOV TPOTIO EMLTUYXAVETOAL
eniong pelwon TNg amattoUPeVNG BepULKAG evéEpyelag Tou SloxeteleTal otnv KedaAn,
npokelpuévou va tnxBel n mpwtn VAR, kot kobiotatal mo amodotikl kot KaAUTepa
eleyxopevn n Stabikaoia. H texvoloylo FDM amattel TNV KOTOOKEUA HLOC UTTOOTNPLKTIKAC
Soung n omola kataokeudletal cuvBwg amod SLadpopPeTKO UALKO TToU evamotiBetal and pia
Seltepn kedohn. MNa tnv Snuoupyia Tou MALYHATOG UTOOTAPLENG £Xxouv SoKLpaoBel
Sladopa UALKA OTtwe VAoV, TTOAUEPN Kal KEPLA.

BaoLlkO MAEOVEKTNO TNG CUYKEKPLUEVNG HeBOSoU eival To xapnAd koctog. H FDM eival o
TIO OLKOVOULKOG TPOTIOG TOPAYWYNG TIPOCOPUOCUEVWY BEPUOTAQOTIKWY UEPWVY  Kal
npwTtotUMWV. AlatiBetal peydAn motkihio OgppomAaoTiKwY UALKwY, KatdAnla tdéoo ylo
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MPWTOTUTIOL 000 KOl YlOL OPLOUEVEG N EUTTOPLKEG AELTOUPYIKEG £POPUOYEC. INUAVILKO
OpPVNTIKO XOPAKTNPLOTIKO gival n akpifsla Tou ektumtwpévou tepayxiou. H FDM éxsl t
XoUNAOTEPN oKkpifela Kat avaAuon OlOOTACEWV O OUYKPLON UE AANEG TEXVOAOYIEG
ektUMIWonNG 3D, emopévwg Sev eival KATAAANAO yla e€QPTAUATO UE TIEPIUTTAOKEC YEWUETPLEC.

Support matenal flament ﬁ
Build matenal flament

——

Extrusion head \

Drive wheels

Liquifiers
Extrusion nozzles

>3

Foam base
Build platform ~a

SUPPOrt Material SPOO! m— —\

How FDM 3D printing works

Ewkova 11: Aiataén 3d ektunwonc ue texvodoyio FDM.

Ewkova 12: Teudyto katd T Stapkela TUNwWonG o€ FDM.
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d. Mpwtn VAN og LA

ZuykOAAnon EnaAAAwv QUAAwvV (LOM)

H Siepyaocia tng ouykoAAnong emaAAnAwv pUAAwv (Laminated Object Manufacturing - LOM)
QVaITUXONKe €UTIOPLKA aPXLKA amo tnv etatpeio Helisys BaollOpevn OTLG ETLOTNOVLKES
epyaoiec tou Nakagawa yla Tayeia Kataokeur epyaleiwv péow ocuykOAAnong emoAANAWY
HETOAALKWY PUAwV. ZTnVv TiLo Stadedopévn popdn tng, n dtadikooia mapayeL Eva KOUUATL
TEPLIKOTITOVTAG HE AEWEP Kol oUYKOAwVTAG oTPpwoel GUAAWY pe emkAAUPn BepuKNG
KOA\aG. H tpododooia Tou pUANOU TpwTNG UANG YiveTal HECW EVOG GUVEXOUC poAoU, TO
ormoio Bploketal otn pila MAEUPA TNG LNXOVAG, EVW TO UTIOAELUUA TTapaAopBaveTal anod tThv
AAAN mAgupa. Ma tn Stapodpdwon NG yewpetplag kabe puANou, n aktiva Aéllep (cuvnBwg
xpnotpornoleital Aéwlep CO2 Loxvog 25-50 W) Statpéxel HoVo To e€WTEPLKO MEPlypapLa TNG
avtiotoyng dtatopuns. Ot MEPLOXEG TNG OTPWONG TIou PploKoVTaL EKTOG TOU TIEPLYPALUATOC
™G Slatopung Staypappilovtal and to Aéllep Kal TEUVOVTOL OE PIKpA opBoywvia Tunuota/
mAakiSia (tiles), £tolL wote va prmopouv va adatpeBolv eUKOAOTEPA LETA. 3TN CUVEXELD EVOLG
Bepuotvopevog KUALVOPOG SLatpéXel TNV €TULPAVEL TOU VEOU OTPWHATOC KOL HUE TNV
edappoyn NG KATAANANG mieong Kal OgpuoTNTOC CUYKOAAQ TO OTPWHA OTA TIPONYOUEVAL.
H Swadikacia tNg ouykoAnong emoAAnAwv UMWY gival eyyevwg KATt@AAnAn yla thv
KOTAOKEUN OYKWOESTEPWY OXETLKA QVIIKELLEVWY, KaBw To Aéllep akoAouBel avaloyikd
ULKPOTEPECG SLAOPOUEC Yo TV SnUloupyla Twv oTpwUdtwy. EmutAéov , To yeyovog OTL n
oktiva Aéwlep Slaypadel povo to efwteptkd mepBAnua Tou Tepayiou, kablotda tnv pébodo
OPKETA Ta)UTEPN Omd GAAeg peBOSoug MpocBeTng KOTAOKEUNC TIOU OmalTouv TIANPN
odpwon tng dlatounc. Emiong, n dtadikacia xapaktnpiletal amo tnv euKoAlo Sdlaxeiplong
HLOC eUpEiag YKAUAG UALKWVY OTIWE XOpTi, TAQOTIKO Kol LETAANO. Eval armo Ta Yo paKTNPLOTIKA
yvwplopata tng pebodou eival, emiong, n mapoucia UAKOU umootrplEng yupw amd to
KotookeualOpevo Koppdrtl. Etol kabiotatol mepttti n Snuwoupyia MAEYHATOG OTAPLENG
KaBw¢ Tto e€dptnUa KATAOKEUATETAL eYKIBWTIOUEVO Ot €va UIMAOK UALKOU, TO omoio
e€aodpalilel Tn otaBepOTNTA TOU AVTIKELLEVOU KATA TNV KOTAOKEUAOTIKA $ddon. Qotdoo, o
EYKIBWTIONOG TOU TeAKOU avTIKElpeVOU Onuloupyel mpoPARuaTa LETEMETA KATA TNV
Sladikaoia KaBaplopol, n omola eKTEAEITOL XELPWVAKTIKA Kal amaltel blaitepn mpoooyn
yla va N TPOWULOTLOTOUV KAToLEG eUBPAUCTEG TIEPLOXEG TOU €€apThATOG. Emunpdobeta,
Ot T KOIAOL HOPPOAOYIKA YOPOKTNPLOTIKA HE KAELOTOUC Oykoug Oev pmopouv va
dnuloupynBolv oav £va eviaio TUAKA, KABWC LE oLUTO TOV TPOTIO TayLSeVETAL AVEMLOUUNTO
UALKO OTO €0WTEPLKO TwV KoWotAtwyv. Onwg sival eniong mpodaveg, otn ueéBodo LOM
UTLAPXEL APKETA LEYAAO TTOGOOTO QMOPPLUUATWY KaBwG N LeyoAUTEPN TTOCOTNTA TOU UALKOU
8ev ouvelodpEpeL aTo 1610 To Kataokeualopevo e¢aptnua. To KOOTOG QUTOU TOu AXPNOTOU
UTIOAE{LOTOG UITOPEL VAl ElvaL ONUAVTIKO, ELSLKA OTAV XPNOLULOTIOLOUVTOL UALKA TILO aKpLBA
ard to xapri.
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Ewova 13: Atataén 3d ektumwonc ue texvoloyia LOM.

2.3. Avamtuén Twv KavoTouLwyY PE BAcn To UALKO

To HETOANO GpXLOE VA TIPOOEAKUEL TNV IPOCOXN OTNV TPooBeTIKr Kataokeur (AM), otav ta
EKTUTIWMEVA amo tnv GE Aerospace 3D peTaAAKA e€apTraTa Yo TO akpodUOLO KAUGiou
Tou Kwvntnpa LEAP, Sgixvovtag tng aflomiotia tng TeXvoAoyiag ylo omaltnTKEG LNXOVIKEG
edpappoyEg. H emtuyia €ywve kataAltng avamtuéng, avaykalovtag GAAeG Blopnyavieg va
g€etdoouv TV tEXVOAOYia, va avamtuéouv epeuVNTIKEG OPASEC yla T Xpnuoatoddtnon t
avantuén tng.

O evBouolaopog YUpo amd TNV HETOAALKN TPLoSLAdotatn eKTUMWOoN, £XEL EMLOKLACEL Ta
BePUOMAAOTLKA UALKG KOLL TLG KOLVOTOMLEG TOUC oo Ta TEAEUTALO TPLAVTA XpOvLia. H TTAQCOTIKY
TPLOSLACTATN EKTUTIWON OMWG, EE0KOAOUONCE VA LETALOPDWVEL UNXAVIKA OXESLA, EpYaAeia
KOTAOKEUNG Kal 080VTIKEG Kol 0pB0SOVTIKEC SLadiKaoieC.

Kalwvotopieg ota BeppomAaoTikd avtoaAAOKTIKA €xouv avamtuxBel mapdAAnAa pe ta
pHETaAA, aAAd oilyoupa pe YOopnAotepo pubud . To yeyovdg OtTL MeploodTEPOL VEOL
TPOUNOEUTEG €LOEPYOVTAL OTNV Oyopd UETOAAWY Sev onpaivel OTL UTTAPXEL HUEYAAUTEPN
Kalvotopia ota HETaAAQ amod O,TL ot OepUOMAQCTIKY eKTUTIWON. Ta TIOAUUEPN, OMWG Ta
TIAQLOTLKA, €XOUV TIOAAEC SLAPOPETIKEG LOPDEC Kol TIOLKIALA LOLOTATWV KOl XpnoLomoLlouvToL
yla éva eupl ¢ddopa ebpapuoywyv. Ta MOAUPEPN Hmopouv va PpeBouv omoudnmote, ot
OTOLASHTIOTE CUCKEUR, OO TIG GUYKOAANTIKEG UEXPL KaL TIG PLOTOTPLKEG CUCKEVEG. ZNUEPQ,
otn Blounyavio ta mMoAupepr anoteAolv LeyaAUTeEpO OyKo amod TG Blopnxavieg xaAupa,
oloupwviou kat xaAkou. [21] Emiong Kol otnv oyopd TwV TPLOSLACTOTWY EKTUTIWTWY,
TPOYUATIKOTNTA €lval OTL N ayopd TwV MAACTIKWY gival oAU peyoAUtepn amd tnv ayopd
HETAAwWV. [20]
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KedaAawo 3

3. Mapouaoiaon tepaxiov kat mepypadn Twv eatvouevwv
EKTUTIWONG

3.1. H el oy tou tepayiou

Jta mAaiola NG SUTAWHATIKAG epyooiag, emAEXONKe €val TEMAXLO TPOC aAvAAuch Kol
€KTUTIWON. BaOLKO KPLTAPLO OTNV EMIAOYH TOU TEHAXLOU, NTAV N UTTOPEN YEWUETPLWV EYAANG
ONUACLAC 0T AELTOUPYIKOTNTO TOU TUTIWHEVOU Tepayiou. Thv emAoyr) amoTEAECE TO TEUAXLO
GE jet engine bracket, mpokelpévou va pehetnBolv oL TapapopPwoELg TOU OTLC SLAUETPOUS
KalL n KoumuAotnta otn Bdaon tou. Anotelel éva Bpayiova GopTLong yLa TOUG KVNTAPEG TNG
General Electric. OL Bpayioveg ¢poptiong XpnoLUEVOUV OTO va CUYKpAToUV To BApog Ttou
KLVNTNPO KATA TN SLAPKELN TOU XELPLOUOU, XwpIig va mapapopdwvovTal i vo actoxouv. To
Cad povtéAo tou tepayiou, mou BAEMoUE 0T oUVEXELD, 6OBNKE Ao To EPYACTAPLO TAXELOC
KOTAOKEUNG TPWToTUNMwV & epyoleiwv. OL Slo0TACEL TOUu Tepoyiou Tou opilovral
TOPAKATW, AVTUTPOOWTEUOUV To bracket og kKAipaka 1:2.

4]
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)
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|

Ewkova 14 : Katoyn teuoayiov eneéepyaoiac
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Ewkova 15: Mpooyn teuoayiov eneéepyaoiod

22,36

Ewova 16 : MAayia 0Yn tepayiov eneéepyaociog

2TO OUYKEKPLUEVO TEUAXLO, TTOPOUOLALEL EVOLADEPOV OTN UEAETN TWV SLAUETPWY, N akpiBela
OTLG SLAOTAOELG, OTIWE KoL N EUBLYPAPULON TOUC, KABWCE oL OTIEC AUTEC Ba TIg Stamepvidvtal
amnd afova. Emiong evlladpépov mapouotalel Kal n KaumuAdtnta tng Baong Tou.
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3.2.To UAKO TNG EKTUTIWONC
To UALKO Ttou XpnoLomolnBnke yla tnv ektunwon eivat to NoAvapidio 2200 (Pa 2200),
oAALWG Nylon 12 mou amoteAel pia évwon tou MoAvapidiov 12.

To vallov gival pla Kown Katnyopla MAAOTLIKWY TToU UTTAPXEL amo tn dekaetia tou 1930.
Eival moAupepég MoAvauidiov mou xpnolpomoleital mapoadoolakd , LETafL AAAWV , oTtnv
KOTOOKEUN TAQOTIKWY TAWVIWY, ETIXPLOMATWY UETAAWY KOl CWARVWY yla TIETPEAALO KOl
duoKO agplo. Mevikd, ol vallov ebapuoyeg sival e€alpetikd dnuodleic yla Siepyaoieg
npocBeTikn ¢ kataokeung (Additive Manufacturing) Adyw tng eme€epyacildTNTAG TOUG, OTIWG
avadpEpeTal Kal oTny tnola £kBeaon tng Katdotaong ektunwong 3D tou 2017.

To PA 12 (yvwoto kot wg Nylon 12) eival éva KaAd MAAOTIKO YEVIKAG XPNONG LE €UPELEG
edapuoyég oto Additive Manufacturing kat eivol yvwaoto yla thv okAnpotnta, TNV avtoxr o
€deAKUOUO KaL TNV avtoxn mpookpouonc. To PA 12 xpnotuormnoleital ylo KaAoUTiLa €yxuong
AOYW QUTWV TWV HUNXaVIKWV WlotAtwv. Npoodata, to PA 12 eykplBnke wg Koo UALKO OTIC
Sladlkaoieg mopoaywyng TPocBETWV yla TN Snuloupylo AEITOUPYIKWYV HEPWV  Kall
TPWTOTUTIWV.

To MPWTOTUTAL TTOU TtapAyovTaL arnod TNy SLS, éxouv e€alpeTik avtoyr oUWV LETALY Twv
OTPWHATWY, PO OUCLACTIKA £XOUV OXESOV LOOTPOTIKEG HNXOVIKEG LOLOTNTEG, OTWG EXEL
avadepbel kal mponyoupévwe. MNa 6oa MPWTOTUTA OO AUTA, EKTUTIWVOVTAL e TIoudpa
arntd Nylon 12, spdavilouv pNXOVIKEG BLOTNTEG CUYKPLOLUEG ME XUTA TEUAXLO TOu (Slou
UALKOU. OL 18LoTNTEC AUTEG dhalvovTal OTNV MOPAKATW ELKOVAL:

XY direction Z direction Bulk PA12
Tensile Strength 48 MPa 42 MPa 35-55 MPa
Tensile Modulus 1650 MPa 1650 MPa 1270 - 2600 MPa
Elongation at break  18% 4% 120 -300%

Ewova 17: Mnxavikeg tOLOTNTEG TUTTWUEVOU Kal xutou tunuatog ano Nylon 12

To TUTIWHEVA TEPAXLO £XOUV EEALPETIKN AVTOX) 0€ EDEAKUCUO OE OXEON ME TA XUTA, aAAG
elval apketd mo Pabupd, omwe PAEMOUUE amo TNV emunkuvon otnv Bpadon, Adyo tou
TOPWSOOUE OTO ECWTEPLKO TOUG. [22]

To vawhov 12 eivol AsukoU xpwpatog kot SiatiBetal éva eyyevég KOokkwdeg dviplopa
erudadvelag, yapaktnpiletor armd vPnAn otabepotnta kot Suokappia, KOAR XNHKA
otaBepdTnTa aAAA Kol pHakpompoBeoun otabepotnta. Ta MapayOEVO TEUAXLA, £XOUV TN
SuvoToTNTA VA UTIOKELWVTAL Ot TIOLKIAeC mepaltépw emefepyacieg, OMwe ya mopadelypa
petaAlomnoinon, yalouyia, 8t16non Sovntikwy otolyelwv k.a. Ooo avadopd tnv xprnon twv
napayopevwy tepoyxiwv and Nylon 12, unmopoulv va xpnotponotnBouv kat otn GuAagn Kot
ouoKevaoia Tpodipwy, KaBwG eival miotonotnpéva yia emtadn pe TpodLua cUpupwva Pe TNV
odnyia 2002/72/EK yia ta mAaotikd tng EE (extdg amo: Sieyeptikd uPpnAnAg meplekTikdTNTAS
oe owornveupa). Asdopévou OTL Ta £€apTAUATA KOTAOKEUAIOVTOL HE TN XPAON TNG
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texvoloylog SLS, Sev amartteltal mopaywyn YEWHETplaG UTOOTAPLENG, TTPAYUO TIOU Vol TNV
KOOLoTA KATAAANAN yLo cUVOETA TEPAXLO TTOU £XOUV TIEPITTAOKEG YEWUETPLEG KOL KLVOUUEVQL
Tunuara. [27] [28] [29] [30]

Ewkova 18: MoAvauidio 2200 ot pop@n moudpac yio eKTUTwaon

3.3. Oeppukn ko 2otk Avaluon katd tnv SLS ektinmwon

211G Slepyaocieg mpooBeTikng kataokeung (AM) pe xprnon 6éoung laser, 6nwg avadépbnke
oTo mponyoLuevo kebahalo, xpnolpormnoleite laser uPnAng evépyelag, TPOKELUEVOU Va Yivel
n emnitnén (SLS) , eite n mANpng ™ tng mMoudpag (SLM). Efattiag twv HeYAAWV
Bepuokpactakwy Sladopwyv KATA TN oTepeomoinon, aAd Kal KoTd tnv evamobeon tng
EMOUEVNG OTPWONG, TIPOKAAE(TAL BEPULKNA KATATIOVNON 0TO E0WTEPLKO TOU TEHAXLOU, N omola
UTMOpPEL va POKAAECEL AVETUOUUNTEG TTAPAUOPDWOEL], OKOUA KL PWYUEG OE OPLOUEVEG
MEPUTTWOEL. Ol MOPAUETPOL TNG EKTUMWONG, OMWE N OoYXUC Tou laser, n taxVTNTA TNG
€KTUTIWONG, EMNPEAloUV TNV cUUTEPLPOPA TOU UALKOU TOCO KOTA TNV EKTUTIWON OCO KOl
HETA TO MEPAG AUTNG, SNAASK TLG TEAKEG UNXAVIKEG LOLOTNTEC TOU. QOTOCO, N AETTOUEPNG
Slepelivnon OAwv Twv SLadoPETIKWY TMOPAUETPWY KL UAIKWY, LECW TIELPAUATWY UTTOPEL va
elval xpovoBopa kat damavnpn. Ma to Adyo auto, Atav avaykaia n avantuén apldpunTikwy
pueBOdwy, mpokeluévou va mpoPAEPouv TNV eMiSpacn TwvV MOPOUETPWY AUTWY, 0TV
Katavoun tng Beppokpaociag, otig TeEAKEC mapapopdwoelg, oAAG Kol OTLG TOPAUEVOUOES
TAOELG TTOU QLOKOUVTOL OTO TEUAXLO.

Jtnv napoloa SIMAWUATLKY gpyacia, n BepuogAaoTikr avaAuon Tou Tepayiou, £ylve oto
eunoptkd makeéto ANSYS, pe xprion tou extension, mou umdpyel mAov SlaBéoio, Ansys
Additive Manufacturing. To ANSYS mapéxet tn Suvatotnta ektéAeong éupeong, Sltadoykd
oUleUYHEVNG BEPUOUNXAVIKAG avAAUCNG TOOO yla TN BepUlky 000 Kal yla TV avAailuon
katanovnong. H mpooopoiwon tng mapaywylkng Stadikaciog, amattel n avalvon va
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okohouBel tnv Sladikaocia mapaywyng, SnAadr otepeomoinon Tou TUAUATOC Ot KABe
eniotpwaon (layer by layer). T6oo n Bepuik 600 Kal n OTATIKN OvAAUON Elval og PeyAAo
Babuo avefaptntec peTafl TOUG, OMOTE £ival £PIKT APXIKA MOVO N TIPOCOUOLWON TwY
Bepulkwv  PaALlVOUEVWY KOl E£TELTO PE TA OMOTEAéOHATA Twv Beppokpaclwy, va
TIPOXWPNOOUE OTN OTATIKI avAAUCGhn TOoU HOVTEAOU. MPayUATOMOLETAL TEWTA WAL [N
VYPOLULKN Bepulkny avaluoh, poKelévou va AndBel to Lotoplko tng Bepuokpaciog mou
dnuioupynBnke katda tnv t™EN He A€ep. ITn OUVEXELM QVAMTUOOETOL Hla avaAuon
KOTATIOVNONG LE AUTOMATN avtaAAayn Tou TUTIOU TwV OToLXElwyY, armd BePLKN O SOLKN-
oTatikn Slatagn. ITn ouvéxela, yivetal ebapuoyn Twv BepLOKPOCLWY TIOU TIPOEKU AV ATIO
mponyouUevn BepuLki availuon, wg Bepulkn GoOpTLoN yLa TN LNXOVIKNA avaluaon.

To HOVTEAO OTNV POCOUOLWaN TNG TPOooBEeTIKN G Kataokeung (AM) e€ehicoetal pe to Xpovo,
npooBETovtag otolxeia. Mo cUYKeEKPLUEVA, SIKTUWVETOL N KABE eMiOTpWON UE KAPTECLOVO
elte TeTpaedplkd TAEYUA KOL OTN OUVEXELA, XPNOLUOTOLEITAL N BOOIK TEXVIKA TNG
gvepyomnolnong kot anevepyornoinong otolxeiwv (element birth and death), oe kaB¢e eninedo
KOlL TIPOCOUOLWVOULE TNV €EEALEN TNG KATAOKEUNC. To KOUUATL TNG ekTUTIwonNC (build step),
oAoKANpWVETAL Otav OAa Ta oTolyelot Tou Tepaxlou €xouv evepyomolnBel. H xpovikn
SlapKela TG avaAuong, KaBwg Kol To XPOVIKA PAUOTA TIOU TPAYHOTOTOLOUVTAL,
KaBopilovtal amd TG MAPAUETPOUG. H mpooopoiwon oAoKANpwWVETAL OTAV TO TEUAXLO
QTOKTNOEL Beppokpacia Kovtd otnv Beppokpacio Tou BaAdpou, WoTe oL BEPULKEG TACELS
TIOU TOU 0lOKOUVTOL VOl E(VaL OPKETA UIKPEG.

a. [MNepypadn Oepuikwv Palvouevwv

Katd tn Stabdikacio tng tplodldotatng ekTUMWaonG, OMwe elval GuoLko, Exoups dalvopeva
petadopag Bepuotntag. Ta pawvopeva autd e€eAicoovtal HETOED TWV OTEPEWV OTPWOEWY,
petafl Tou Tepaxiou Kal TG AKouoTng moudPAG KAl Tou agpo 0To BANAWO TOU EKTUTIWTH.
TNV MapakaTw £lKOvVaA, amewkoviletal n tEN okovng oto doxeio THENG.

adimion.

Metal plate Conduction

Ewova 19: Por) Sepudtntac kata tnv tén tng moudpac

Onwg dpaivetatl, kat cupdwva e Tn BLBAloypadia, katd Tn dtadikaoia tng eKTUMWONG
gxoupe ta £€nc Oepuikd potvopeva:
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e Metadopa Bepudtnrag otnv noudpa, HEco tng Séoung laser.

e Metadopa BepudtnTag He aywyn, LETAEL TwV EMUTESWY EKTUTIWONG.

e Metadopd BepudTnTaC LE cUVAYWYH, LETAEY TNG KOPpUDAG TOU TEUOXiOU Kal Tou agpa
Tou BaAdpou.

e Metadopa Bepudtnrag pe cuvaywyn, LeTafl Tou Tepaxlou Kal Tng AKAUoTnG
mouSpac.

e Metadopa Bepudtnrag pe aktvoBolia.

EKTOG Qo TO TEUAXLO, UTIAPXEL L0 OKOUO TIEPLOXN LE por) BepudTnTag, Mou
oupnepAappavetal otnv avaiuon, n mAdaka tg Baong. Katd tn dtadkaocia tng
ekTUMWonG, Bepuaivetal n mMAdka, €Tl wote va Slatnpel pla otabepr) Bepuokpaoia, f
ehadpwc avfavopevn. Metd to mépag tng Stadikaoiag, Stakomtetal N B€puavon Tng
Baong, kot emavépyetal otadlakd o€ Beppokpacia dwpatiov. H xpovikr Slapkela Tou
otadiou PuEnc (cooldown step), urtoAoyiletal amno tig BepLokpaCLAKEG CUVONKEG OTO
TENOG TNG KOTOLOKEUNC, TOV OYKO KOLL TLG LOLOTNTEG TOU UALKOU. XpNOLUOTIOLWVTAG T
Sebopéva cuvaywyng kat tn Bepuokpacia Swuatiou, o alyoplBuog emAVEL TV amin
e€lowon petadopdc BepuoTNTAC, VLo VO UTIOAOYIOEL TOV EKTLUWHEVO XpOVo PUENC Tou
tepayiou. O xpovog autoc umopel va eloaxBel xelpokivnta Kal and to xprotn.

b. Nepypadn otatikwyv Gavopévwy

H otatiki avaAuon (Static Structural Analysis), Tng mMPooBeTIKN G KaTaokeUNC (AM),
XPNOoLUoToLEL pia Beppokpacia avadopadc, Oou dev UTIAPXOUV BEPULKEC KOTOTTOVHOELG
oto Sokiplo. Xtnv mpocopoiwan tou ANSYS, yivetal n untoBeon, 0tL N enictpwon moudpag,
yivetal otn Bepuokpaaia teENg TnG, xwpig kapio Bepuikn katanovnon. Eneta, epocov
apxioeL n Puén €xoupe TNV avamtuén BepuLkwy Katamovnoswy. H otatikn avaAuaon, Ba
XPNOLUOTIOLNOEL TIG BepOKpaOieg ard Tn Beppikr avaAuorn, TIPOKELUEVOU VA
UTLOAOYLOTOUV OL PETOTOTIIOELG, OL TAOELG OL KATOOVHOELG KOl oL SUVALELG TTou Ba
TipokAnBouv amd TIc OepUIKEG QUTEG KOTATIOVAOELG. 2TNV OTOTIKN avAAUGH, WS OpLaKN
ouvOnkn (epdoov bev éxoupe emihétel adaipeon Tng BAon HLETA TV eKTUNTWON), opiloupe
TAKTWON 0TO KATW MEPOG TNG TTAAKOG TOU EKTUTTWTH).

c. Avaluon MNenepaocuévwy otolxelwv pe Voxel

Ta ypadlKA TTOU avVamopLOTAVOVTAL UE OYKOUG, ELVOL £VOG TOUEAG LE LLKPN LoTopia aAAG
otadlaka kepSilel dnuotikotnta. Ta povtéAa pe Baon ta Voxel xpnollomnololvtal o€
Sladopec epappoyEg, cuUTEPAAUPBAVOUEVNG LATPLKIG OITELKOVLONG, SUVOLLKNG PEUCTWVY,
TN povtelomnoinon tou dddouc kal teAeutalo aKOUA KAl OE TALXVISLA UTIOAOYLOTWV. Z€
TLOAAEG TIEPUTTWOELG, amalteital o SlaxwpLopog o€ voxel pun SLakpLtwy HOVIEAWY,
TIPOKELUEVOU Va gival SuvaTtog 0 XELPLOUOC TOUG, XPNOLULOTIOLWVTOC TEXVLKEG TTIOU
edapuolovrtal og avrikeipeva nou Pacilovral oe voxel.

Ytnv mapovoa SUTAWHATIKA Epyocia, n avaluon Tou mpaypatornolei to Ansys Additive,
yivetat pe xprion Voxel. H Baoikn 6éa OAwV Twv LeBOSwWV yla T Snuiloupyia piag
TIOAUESPLKNG TIPOOEYYLONG EVOC AVTLKELUEVOU gival KATAAANAN uTtoSLoipESn TOU OXETLKOU
XWpPou. O KATOUEPLOUOC TG YEWUETPLAG, YLa va TipayatomnolnBel n avaiuon
TIEMEPOOUEVWY oToLXElWV paypatomoleite pe Voxel. O xwpog untodlatpeital oe pUKpo
KUWENEC, KABe pia amo Tig omoleg amodidel éva pépog tng emBupuntic mpoaogyyonc. O
OUVOUOOUOC TWV KEALWV QUTWV TTAPEXOUV TNV TIPOCEYYLON OAOKANPOU TOU OVTLKELUEVOU.
JTnv nmepintwon Twv Boolopévwy os voxel avtikeipeva, to Baoiko kel eival e€dedpo. To
onueio ekkivnong tg pebodou sival Lo yeWUETPLKA Tieplypodr TOU KEALOU TOU MAEYHATOC
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KOl TNG €EWTEPLKNG YEWUETPlag mou Ba oxnuatioesl Tov Topéa oxedioong yia to mAéyua. H
TomoAoyia Tou KeALOU povadog pnopet eUkoAa va emiteuyBei pe cupBotikad maketo CAD ta
omoia AVTLTPOCWTEVOUV TOV TOUEQ WG MOVTEAD b-rep, av Kal pmopel SuvNnTIKA va
XpnoLpomnolnBet oxedov onoladnnote PEBoSoG avamapAotacng YeWUETplag. Ta HoviéAa
Voxel opifouv Tov 0yKo evog oxnuatog He aodaléotepo TPOTO, O avtiBeon Ye TNV
QTTELKOVLON EMLOAVELAG OTA TEPLOCOTEPA TTPOYPAUHATA Aoylopikol CAD. Avaloya e Ta
opBoywvla pixel mou avtimpoownevouyv ekova 2D, 6nwg bitmap, ta voxels eivat Stakplta
UTTAOK KO, WG €K TOUTOU, Ta LoVTEAQ voxel £xouv "Slaywvieg" emipavelec. Eva povtélo
voxel eival ouolaotikd pla pRtpa 3D, pe KABe oToLXElo TNG LATPOC VA AVTUTPOCWIEVEL £Val
voxel. H o ouyva xpnowomotolpevn Sour tou voxel £xel opoldpopdo peyebog os OAeg
TLG KATEUBUVOELG X, Y KL 2. 2& OUYKPLON UE Ta TETPOESPLKA TAEYATA TTIOU TIpOocapuolovTal
TAVW OTN YEWUETPLA, adrnvovtag tnv amapapopdwtn, o Slaxwplopog os Voxel €xel kamola
BaoLKA TTAEOVEKT LATO TIOU ATTOTEAOUV KAl TOUG AOYOUG TNG EUPELAG XPHONG TOUG O€
LLOVTEAQ TTEMEPACUEVWY OTOLXELWV. AUTA aipopoUV Tov XpOvo Snpoupyiag Toug 660 Kot
Vv taxutnTa TG eniAuonc touc. E€attiag tng amAng popdng toug, n dnuoupyia
KOPTECLAVOU TAEYUOTOG €lval apKeTA TtLo ypryopn Stadikaoia. Emiong yia tov iSto Adyo ot
£€lowoELC oUYKALVOUV ypNYOopPOTEPQ, AUEAVOVTAG TNV TOXUTNTO TOU TEAIKOU
OMOTEAECUATOC. ZNUAVTIKO LELOVEKTNUA TNG LEBOSOU o€ MepMAOKES YEWUETPLEC. Av Ta
Voxel gival am\d KUBLKA N TPLYWVLKA, ETIITUYXAVOUV TOXUTNTO OAAG €XOUV LEYAAEG
avakpiBeleg otn yewpetpia, evw Voxels mou mpooapuolovtal otn yewpetpia Sivouv
e€alpeTik@ apya anoteAéopara. [23] [24] [25] [26]

s ,/—‘[ White pixel

/TI Grey pixel

a) b)

/_—J] ‘Void' voxel

'Solid' voxel

Voxel

Deposition path
.~ generation

Slicing generation

—

Ewova 21: Atadikaoia dnutovpyiacg uovrtéAou Voxel amo uovrtéAo CAD

d. MaBnuatikn neplypadn ¢atvopEvou
Oepuko6 Movtélo

Ytnv avdluaon tou ANSYS, n e€icwaon tng OepULkng LooppoTtiag, UMopPEL va TtepLlypadEL, amno
™ petapartikn e€lowon kwvolpevng mnyng Bepudtnroc:
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aT a%T | 9°T | 9°T
pCv o =k(Gat ot az)+ @ 1

oo p N IUKVOTNTA Tou UALKOU (Kg/m?3), Cv n 181k Beppoxwpntkotnta (J/KgK), T n
Beppokpaocia, t o xpovog, k n Beputkn aywypotnto (W/mK), kot Q(X,y,z,t) N OyKoUETPIKA
BeppdtnTa (W/md).

H oykopetpikr) Beppotnta pmopel va umoAoyLotel and tnv mopakdtw s¢lowon:

v+dv

Q=[""qdz (2)

Omnou q n pon Bepuotntag ano tn §€oun laser.

To q umoloyiletal pe faon Tn Katavoun SEoUNG amo tn ox€on tou Gauss, Bewpwvtog
SnAadn péylotn Loxv oto KEVTpo NG Séoung laser.

2
2ap -

=—*e o 3
q=2= 3)
omou A n amoppodnTIKOTNTA ToU UALKOU, P n 1oxUG tn¢ aktivag laser, w n aktwvoBoAia tng
aktivag laser kot r n aktiva Petaty evog onpueiou enithuong katl tng TpExovoag BEong Ttng
QKTlvag.

H apxKn Kataotaon TG OepUoKPACLAKAC KOTAVOUNG, O OAN TV ToLSpa TPLV OO ThV
&N tnv t=0, opiletaL wg T(x,y,z,0) = Ty(x, y, z), 6mou To n Beppokpacia tou BaAdpou.
H katevBuvaon tng aktivag laser yla z=0 neplypddetal amno tn oxéon

T =@ —h(To—Teuyp) (4)

-_k[5;z=0

omou h o cuvteleotrg cuvaywynuotntog (W/mK) kat Tsurs N Beppokpacio otnv enidpavela
™G moudpag. H petadopd KATw amo tnv enidpavela Tng okovng Bewpeite apeAntéa.

Itatiko Movtélo

Onwc avadépbnke tponyolLEVOC, YLa T OTATIKA avAAUGN, XpnoLdomnotouvtal ta idla
otolxela, Exovrag dLadopeTikd TUMW O AUTH TNV MEPIMTWON. Ol OXECELG TTOU CUVOEOUV TLG
TAOELC HE TIG MOPAUOPPWOELG O KAPTECLAVEG CUVTETAYUEVEG ElVOL OL AKOAOUBEC:

Ery = %[axx «v(0yy +0,,)| + a.AT (5)
£y = %[ayy * V(O yx + 0,,)| + a, AT (6)
£,, = %[azz « V(0 + 0,,)| + a.AT (7)
Ery = Oy, (8)
£x2 = =" Oz (9)
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1+v
€yz = E Oyz (10)
OOV 0 0 OUVTEAEDTNG BeppLkn SlaotoAng (1/°C), v o Adyoc Poisson, E to pétpo
elaotikotntag (MPa) kat AT n Beppokpaactakr dtadopd o GnUELo X,Y,Z UE TNV
Bepuokpaocia avadopag yia t=0. [32] [33] [34]

3.4. NpoabLoplopog LOLOTATWY UALKOU EKTUTIWONG

Onwc avadépbnke oe mponyoUpevo KebaAalo, Ttapd Tn LeyaAn e€EALEN Twy
BEpUOMAAOTIKWVY UALKWYV YL TNV TPLOSLACTOTN EKTUTIWOT, OL £PEUVA VLA VEEC KOLVOTOWLEG
onuepa, €xeL otpadel og PeyaAo mMOcooTo ota LETOAALKA UALKA. Katd ouvEmeLa, oAAQ
EUTIOPLKA TLAKETA, £XOUV OTpadEel OTNV AVATTUEN EMAUTWY BEPUOUNXAVLKWY TIPORANUATWY
LLE XPHON TIETMIEPACUEVWY OTOLXEIWY, YUPW aTtd TNV TPLOSLAOTATN EKTUTIWON UE UETAAALKA
UVALKA. Metd amo avalntnon otig BLBAL0ORKeG Tou Ansys yla Tig availoslg oto Additive
Manufacturing, 6 Bp£0nke To UALKO HE TO OTolo paypatomnoL)Bnke n ektuMwon. Qg ek
ToUTOoU, ATaV amapaitntn n avalitnon Twv BEPULKWY KoL NXOVIKWY LBLOTATWY ToU,
OUVOPTAOEL TNG Beppokpaciag, Kal n elcaywyn toug otn BLRALoORKN Tou Ansys. lNa TN
Bepuikn avaiuon eival anopaitnTog o mPoodloploOC TNE TIUKVOTNTAG, TNG BEPULKAC
OYWYLLOTNTAG KoL TNG BEpUOoXWPENTIKOTNTAC, EVW YL TN OTATLKA AVAAUGH TO PLETPO
eAaotikoTNTAC, TOU AGYou Poisson Kot Twv opiwv SLoppong.

Nukvotnta

H mukvotnta tou NoAvautdiov 2200 (Pa 2200) o otépen ¢aon cUUdwWvA LE TN
BiBAoypadia, £xel urtohoylotei ota 930 kg/m3. Katd tn SLdpkeLo tng ekTUTWong, To VALK
LE Tn BeppdTnTa mou AapBAveL yla vol EMITEVXOEL N TUPOCUCCWHUATWON TIEPVAEL GTO
otadlo aAAayng tng ¢aong tou. loxUouv oL TaPaKATW EELOWOELG YLA TOV TIPOCGSLOPLOWO TNG
oe KABe ¢paon mou petafaivel To UALKO KATA TNV eKTUTIWON:

—0.0005T +1.0782,0 <T <175 otipen pdion
szzoo(T)(%) ={—-0.0052T + 1.9284,175 < T < 200 aldidyn @diong (11)
—0,0006T +1.0220,200<T vypn @daon

Mo TNV Katoxwpnon Twv dedopévwy ATtav amapaitntn n eniluon Twv MopamAvw
e€lowoeswv yLa Tig Stadopeg TeS Tou T pe xprion Excel. OL Tipég autég anodaaoiotnke va
elvat pe Bpa 6éka Babuwv Kedoiou (10 °C). H emthoyr TOU GUYKEKPLUEVOU BrHatog £yLve
TIPOKELUEVOU VA UTIAPXOUV TIUKVA SeSopéva otn BLBALOBNKN KoL VOl ETIITUYXAVETAL h
oUYKALON TwV e€lowoewv emiAuong. NpokUnTeL £T0L To akOAouBo Slaypappa:
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Density Pa 2200

955
935
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895
875
855
835
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795
775
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e
Temperature (°C) Y

Density (kg/m3)

L
Zxnua 1: MetaBoAn tn¢ mukvotntac Pa 2200 cuvaptrioet tn¢ depuokpaoiog T

Enewta, amo to Sedopéva tou Excel, elodyoups Tic TIpEC otn BLBALOBRKn Tou Ansys.
MapatnPoUpe OTL N TIUKVOTNTA TOU UALKOU, OTIWG NTOV QVOLEVOLEVO, TIAPOUGCLALEL LEYAAN
MTWon Katd tnv aAhayn tng daonc and oteper os vypn. [35]

ZuvteAeotn ¢ Op kNG SLACTOANG
O ouvteleotnc Bepuiknc StaotoAng (CTE) tou NoAvautdiouv 2200 (Pa 2200) £xeL uTOAOYLOTEL

41 , , , . , , ,
oto0 1,09 x 10™* < O KOVOVIKEG ouvOnkec. Enelta ano apketn avalntnon oto Stadiktuo, bev

Bp€bnke kamowo Slaypoppa, mou va Sivel tnv petaBoln tou CTE oe uPnAotepeg
Bepuokpaciec. Ehdoov yvwpilape TOV CUVTEAEDTH O€ KOVOVIKEG CUVONKEG, £YLVE LETOTOTILON

NG KAUTUANG He opXlkn T thv 1,09 = 10‘4%. [36] H kaumuAn mou meplypddel ThV
peTaBoAr aivetal oto akoAoubo Sidaypappa:

_ CTE PA2200
S~
=
= 0,00018
2 0,00016
2 0,00014
5
Tg“ 0,00012
s 0,0001
N
= 0,00008
o
e 0,00006
£ 0,00004
& 0,00002
(@]

0

0 20 40 60 80 100 120 140 160 180

Temperature (°C)

Zxnua 2: MetaBoAn CTE Pa 2200 cuvaptnon tn¢ depuokpacioc T

36



H tehiky KOumUAN mpoékue £€Melta amo TOAUWVULLKN TapeUBoAr) otnv umdpyxouoa
npocBétovtag to otabepd OPO yLa TN UETATOTLON TNG, OMOU KAl TEPLYpAdeTUL amd ThY
akoAoubn efiowon:

1
a (E) =—4+10716T% +3.33 107 13T* - 1.016 « 1071°T3 +

1.316 107872 — 2.43 x 10~’T + 0.0001094 (12)

Métpo eAaoTikotnTOg

To pétpo ehaotikotntag E tou PA 2200 umnoAoyiletal, pe Baon tn BLPAoypadia, ota 1300
MPa. 1o mapakdtw Sidypappa pag Sivetal to HETpo eAaotikdtnTog Tou PA 12 cuvdptnon
NG Beppokpaciog T anod dedopéva mou cUAAEXBNKav amnd diaypappa [37]:

Young's Modulus PA 2200

1,6E+09
1,4E+09
1,2E+09
1E+09
800000000
600000000

Young's Modulus (MPa)

400000000
200000000

0

0 20 40 60 80 100 120 140 160 180
.
Temperature (°C) of

2xnua 3: MetaBoAn uétpou eAaotikotntac E Pa 2200 ouvaptnon th¢
Uepuokpaoioc T

AxkolouBwvtac v 6la Stadlkacio pe TPONYOUHEVWE, Ao TNV MOAUWVULKN TTapeBOAN
TLPOKUTITEL N TTAPAKATW e€lowon:

E(MPa) = —0,0022590 T® + 1,3993331 T> — 327,083T* + 35783,7T3 —
1,751041 * 10° T? + 19,0822 * 10° T + 1,3993759 * 10° (13)

Adyog Poisson

O Abyog Poisson tou MoAuautdiou 2200 (Pa 2200) wooUtat pe 0,39 o€ KOVOVIKEG GUVONKEG.
AOYOo Un €UPECNG OTOLXELWY OXETIKA LE TN HETAPOAN TOU Ot Oxéon e Tn Beppokpaoia,
npooblopiotnke n petofoAry tou pe Paon otolxeia mou PBpEbnkav oamd Stdypappa
TLAPOLOLOU UALKOU, CUYKeEKpLUEVA Tou MoAuauidiov 610 (Pa 610).

H T tou Adyou Poisson, oe Beppokpaocia dwpdtiov tou Pa 610 eival 0,33 evw o¢
Beppokpacia 160 °C woovtal pe 0,47. ATo Tn LETATOMLON TNG KOUTTUANG Katd 0,06 oL TEALKEG
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TLUEG TOU Adyou Poisson Eemepvolv tnv TN 0,5, T Kn anodektr amno tnv BLRALOAKN Tou
Ansys. [a tnv anodoxr amo Twv TILWY, 0pLoTNKE TEALKWE N TIAPAKATW KOUTTUAN:

Poisson Ratio PA2200

0,5
0,48
0,46
0,44
0,42

0,4
0,38
0,36
0,34
0,32

0,3

0 20 40 60 80 100 120 140 160 180

Temperature (°C)

Poisson Ratio

2xnua 4 MetaBoAn Adyou Poisson lMoAvautdiov 12 o€ oxéon UE TN
Jepuokpaoio T

H kaumUAn auty meplypddetol and tnv eficwon Tou TMPOKUMTEL OO TIOAUWVU KN
mapeUBOAn:

v=-2%10°T* + 7+107T3 — 0,0001T% + 0,0069T + 0,2879 (14)

OptLa Alapporng
Ta 6pla Slappon g eEMAEXONKaAV Ao To MAPAKATW SLAyPAUa TAoNG Tapapopdwaong tou Pa
12.

0 100 200 300 400 500
e(%)

Ewkova 22: Ataypauua taonc napoauop@wonc Nohvapudiov 12 yua
Bepuokpaoieg a)-60°C, b)-20°C, c)22°C, d)80°C e)130°C
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tn BPA0ONAKN Tou Ansys elofxBnoav ta dedopéva amo TIC KaumuAeg c, d, e, Omou
neplypddouv Tn cupnepLdpopd Tou UALKOU yla Beppokpaocieg 22, 80 kat 130° C. H T tou
opiou Slappong avtiotolya os kABe mepintwon elval :

o, = 42 MPa, 0, = 20 MPa, 05 = 0,8 MPa.

Emiong, ue Baon Tig TLEC oTNV MAQOTIKH TIEpLOXN oplotnke n kAlon tng edamntopévng Tangent
Modulus o kdBe mepintwon lon pe:

TM, = 24,5 MPa,TM, = 15 MPa, TM; = 10 MPa

MapatnpoUpe, OTL Ta Oplo SLAPPONG CNUELWVOUV ONUOVTIKN Helwon otig dUo TedsuTaisg
HeTpRoeLg LeTtafl Twy 80 °C kat 130 °C. Auto odeiletatl Adyo TG UAAWSOUG LETATITWONE TTIOU
napouotalel to Nylon 12 otoug 50 °C. [39]

OEPHUIKN AyWYLLOTNTA
JTO MopaKATw dlaypappa, anetkoviletal n petafolr tng Oepuiknc aywylpotntog (Thermal
Conductivity) oe oxéon pe t Beppokpaocia. [38]

Thermal Conductivity Pa2200

0,6
0,5
0,4
0,3
0,2

0,1

Thermal Conductivity (W/mK)

0 50 100 150 200

Temperature (°C)

Zxnua 5: Atcypauua Gepulknc aywytuotntac- depuokpaociac MoAvautdiov 12

Ol CUYKEKPLUEVN KAUTIUAN TipoékuPe amd Tov mpoodloplopd onpeiwv os Slaypappa amno
BBAloypadia. Me tnv BorBela tou Excel, éylve Kal og aUTH TNV MEPIMTWON TTOAUWVULKN
TAPEUPBOAN TIPOKELUEVOU vl EXOUME TIUKVOTEPEG TLUEG HEoa otn BLBALoBnkn tou Ansys. H
KapurtOAn mou Tpogkue eival n akoAouOn:

W 574 -673 2
k (ﬁ) =9x107°T*—-10"°T> + 0.0001T“ — 0.046T + 0.1857 (15)
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Eldkn Beppoxwpntikotnta
Onwcg Kal otn Ogpuikn aywyLLoTnTa , £T0L KAl otn BeppoxwpntikotnTa (Cp) oL apXIkr TLUN
yta to PA 2200 kat to PA 12 sivol apKeTA KOVTIVEG. EMIAEXBNKav £TOL OL TIUEC e BdAon TO

TAPAKATW SLAypoppaL:

Specific Heat Pa2200

25000
20000
15000

10000

Specific Heat (J/g°C)

5000

0 50 100 150 200 250

Temperature (°C)

Zxnua 6: Ataypouua Gepuoxwpntikotntog Cp- Gepuokpaoioc MoAvauidiou
12

210 SLAYPAULO QUTO TIOPATNPOULE L0 ATOTOUN aUénon tng eL8IKAG BEpUOoXWPNTIKOTNTAG,
otouc 170 BaBuolg Kal PeTEMeLTA Eava Pelwan TNG OTLG TPONYOUUEVEC TIUEG LE TOV 1810
puBuOG avénonc. H amotopn avénon auth, oxetiletal pe tnv aAAayn ¢daong Tou uALkoU oto
€UPOC AUTWV TwWV Bepuokpaclwy, OMWEG Kal otnv Tukvotnta. H efiowon mou &ivel tnv
avtiotolyn KaumuAn eival n akéioubn:

J 0,0231T2 + 8,6756T + 2002,7 ,20<T <170
Cp(T) (W) =1{-0,038T* + 25,8873 — 6428,3T% + 7050T — 3%107,170 <T < 200
g 10T + 2000, ,200< T
(16)

Q¢ Oeppokpaocia tAENG, €wonxOn n TR tng Bepupokpaciag Omou MpaypaTonoltionke n
ektonwon. H Bepuokpacio avt eival 168 °C. H avtiotolyn T OPLOTNKE KAl WG
Bepuokpacio avadopdg undevikng Bepuikng katanodvnong. [35]

3.5. Eloaywyn dedopévwy otn BLBAL0ONkn tou Ansys

‘EMeLta amno Tov mpocdloplopo Twy ISLOTATWY, YIVETaL N elcaywyn Twv SeSopévwy oth
BBAL0BNKN TOU Ansys. ATtO Ta SLaypAUATO KO TIG EELCWOELG TTOU UTIOAoyioTnkav
TaPATAVW, AoUBAVOU LE TIC TIEC TwV HeYEBWY, pe xprion Excel, yia Tipnég T ava S€ka
BaBbuoug Kehoiou. H eloaywyn yivetal pe tnv akoAoudn dladwkaoia:
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1. EmAéyoupe amd to Toolbox tou Ansys Workbench, ota Component System tnv emhoyn
Engineering Data

B proectschemane
) steady-state Thermal c
EE] Thermal-Electric

::J Throughflow

3; Throughflow (BladeGen)
@ Topalogy Optimization

@ Transient Structural
Transient Thermal

@ Turbomachinery Fluid Flow
IEComponentSysha'ns

B 2cP (Post)

ACP (Pre)

Autodyn

BladeGen

CFX

Engineering Data

EnSight (Farte)

External Data

External Model

Fluent

Fluent {(with Fluent Meshing)
Forte

Geometry

ICEM CFD

Icepak

Create standalone system

Material Designer
Mechanical APDL
Mechanical Model
Mesh

Microsoft Office Excel
Performance Map

W

4lsmeenseECEDReBAlHEOE

view all f Customize. .. |

Ewkova 23: Avowyua epyaociac unxoevodoyikwv debouevwv oto Workbench

2. Matape oto keAt add new material kat divouple To Gvopa TOU VEOU UALKOU

2% Paz200

Click here to add a new material

Ewkova 24: Anutoupyia tou véou uAikoU otn BiBAtodrkn tou Ansys

3. Ano 1o Toolbox, emAéyoupe ta dedopéva Omou eival anapaitnta yla thv eniluon tou
BepULKOU KOL TOU oTATIKOU HoVTEAOU Tou avadEpBnkav mapandavw.
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Toolbox

.3l Outline of Schematic A2: Engineering Data vy ax
B Physical Properties A G D

B
Contents of Engineering Data R Source dest

ﬁ

[— 1
Isotropic Secant Coefficient of Therm: 2 = ateria
OrthotrCoefficient of Ther
3 Pa 2200 v
Isotropic antaneous Coefficiento ?% D
Orthotropic Instantaneous Coefficien Click here to add a new material

Melting Temperature
Material Dependent Damping
Damping Factor(a)
Damping Factor (B)

Speed of Sound

Viscosity

E Bulk Viscosity

(57 55 59 39 55 [55 9 59 59 59

| Bl Linear Elastic s %
E Isotropic Elastidty operties of Outiine Row 3; Pa 2200 v R X

A orthotropicElastidty A B c D IE
TA Anisotropic Elasticty Value
73 viscoelastic 1 izl = L2

E Anisotropic Temperature Dependent £
E Anisotropic Temperature Dependent £
[ Hyperelastic Experimental Data
Hyperelastic

B Chaboche Test Data

B Plastici

p ing

T4 Multilinear Isotropic Hardening

%4 BilinearKinematic Hardening

E Multilinear Kinematic Hardening

E] Chaboche Kinematic Hardening (ANSY
[ v

2 _Anand Vieranlactidihs

I T View All / Customize...

Ewova 25: ErttAoyn anapaitntwy peyedwy yia tnv enidvon

4. TEAog, KataxwpoU e Ta deSopéva pag, ETUAEYOVTAC TIC CWOTEG LOVASEG OOV Ta
€XouuE BpeL:

ematic AZ: Engineering Data - 7 x v 3 x
A B|C D ‘ G ~
1 Contents of Engineering Data Q6 Source 1| Temperature (C) £ | Young's Modulus (Pa) ~ | Poisson'sRatio | Bu
Pl = 2 {015 1,3968E+03 0,33 2,
3 % Pa 2200 - 3 |2 1,3192E403 0,38 i
| Click here to add & new material ] 4 | % 9,4813E408 0,44 2,
s |60 7,1375E+08 0,46 2,
E 5,3694E+08 0,465 3,
7 | wo 6,068E+08 0,47 3,
s |10 5,5871E408 0,475 3,
a | 140 5,3315E+08 0,48 4,
10 | 60 5,6825E408 0,48 5,
- v
< > < >
Chart of Properties Row 11: Isotropic Elastidty
- s ¢ 14 Young's Medulus —w—
1 Property Value Unit
2 Material Field Variables E 13
3 (=3 Density m: 12
4 Scale 5 11
5 Offset o kgm~-3 - N
[ a ﬁ Isotropic Secant Coeffident of Thermal Expansion ;; o5
7 2 Coefficent of Thermal Expansien = Tabular 2
8 Scale i 5 e
9 Offset 0 Ccn-1 5 07
10 Zero-Thermal-Strain Reference Temperature 2 c - 06
11 |= P motropicEastaty R o5
= Derive from | Zere-Thermal-Strain R ; rence Temperature e To o0 o
13 Young's Modulus: Scale | 1 Temperature [C]
= [P T - =Y

Ewova 26: Eloaywyn Tiuwv ota Sedouéva twv t8LoTHTwV.

Onwg daivetal Kot otV €lkOVA 25, TA UNXOVLIKA XAPAKTNPLOTIKA TIOU ELOAYOVTAL,
elval yla Lodtpoma UAKA, OMwe akplBwg eivat kat to Nylon 12.
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KedpaAiaiwo 4

4. Avantuén LOVTEAOU TIEMEPACUEVWV OTOLXELWV oTo ANSYS Kat
anoteAéopata

Ao TNV Kataxwpnon tou véou UAoU otn BLBAL0BNKn tou Ansys, ATav amapaitnto vo
yvwpiloupe av Ta anoteAéopata mou Ba pag Swoel yla TiG mapapopdwoeLg Tou Tepayiou
oupBadifouv pe TIg amokAioelg TG ektUTwong SLS mou Sivouv oL KataoKeuaoTeg. H SLS
napayayet tepayia vPnAng akpifetag 0.3 mm. Enetta anoé avalnitnon oto dladiktuo, ot
TUTILKEC TLUEC Lo To UPog Tou Layer ntav ota 0,1 mm. o To GUYKEKPLUEVO TEUAXLO, N XPHoN
autoU tou UYoug layer, amattovos tn Snuoupyila Voxel aviiotolywv 1 UIKPOTEPWV
Slaotdoewv. Autd €ixe w¢ amotéAeopa TNV UTapEn MOAAWY eKATOUUUPLlwY KOPBwWv. Kdtt
TETOLO amaltolos €EALPETIKA UEYAAN UTTOAOYLOTIKA oYU, N omola dev Atav Stabéoiun. Na
VO UMOPECOULE VO EXOUUE it apXLKR EKTIHNON TwV UTTOAOYLOUWY, SNULOUPYHCOUE Eva
SOKLUOOTLKO povTéNo pe layer height 0.5mm, 6mou u Stabéotpog e€omALopPog pnmopoloes av
erAUOEL H dnploupyia Tou pHovtélou meplypddeTal AVOAUTIKA TTAPAKATW.

4.1. Kataxwpnon MapapeTpwy EKTUMWONG

OL MopAUETPOL TNG eKTUMIWONG, adopolV OAa ekeiva ta peyEDN mou Ba kabBopicouv Tov
XPOVO KoL TNV molotnta tng. Ot mapdpeTpol mou amoattel to Additive Wizard, adopouv Tig
TPELG akOAouBec katnyopleg:

1. Machine Settings- PUBuloec ektumwt: OL puBuicelg autég avodépovtal o€
TapapETpouc Siepyactwyv mou Slad£pouv amd eKTUTIWTH Og ekTunwtr). OL TIUEG TTOU
Slvoupe OTIG TTAPAUETPOUC QUTEG, XPNOLUOTIOLOUVTOL OTOV UTIOAOYLOUO TNG XPOVLKAG
Slapkelag Tng TUMWoNG oAAA KL 0TO XpOVO TeEpUATLOMOU TNG PUENG.

2. Build Conditions- ZuvBrkeg kataokeung: Eivat ol puBpuioelg mou adopolv to eplPaiiov
€VIOC TOUu OaAduou ektUTwWoNG, OUpmepAaUBavoprévnG Kol TnG Bepuokpaciog
npoBépuavonc.

3. Cooldown Conditions- ZuvBrkeg YuEnc: Elval oL puBuicelg mou adopouv to meppaiiov
Tou BaAdpou PETA TV TUTIWON Tou TeAeuTaiou layer.

Brpa 1.

Mo ™ dnuoupyia povtélou mpooopoiwaong oto Additive Wizard, amattovvtal touAdylotov
600 YEWUETPLEG, PE TN MO VA AvaTTApLOTA TN YEWMETPLO TPOG EKTUTIWAON KoL TNV GAAN TN
Baon Tou eKTUTWTH otnV omola otnpiletal. e KABe MepiMTWOon, AMOLTETE 0 KOTAKOPUDOC
afovag va gival o atovag Z.
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Part Geometry Geometry Selecti W

Part Selection 1 Body
E o ! E i ! Support Geomety | No Supports -
3 Base Geometry Geometry Selecti v
Base Selection 1 Body
MNon-build Geometry = Mo Non-build -

Powder Geometry | No Powder -

Help

Select or create geometric bodies that
represent the part, supports, and base plate for
the build being simulated. Upon completion of
this step, named selections for the associated
geometries will be created.

Part Geometry: The part or parts being
manufactured. Do not include any related
supports.

* Geometry Selection: Select the body or

u ] =
L E—

Ewkova 27: Emtidoyn yewueTpiog ekTUNwonc kot Baong

BAua 2.

210 deltepo Prua, yivetal n emdoyr Tou TMAEYUATOG Kol opiovtal Slaotaoelg Tou. Mo tnv
npooopoiwon emAEXOBNKE KapTeEOLOVO TIAEYUO e Slaotdoelg 0,5mm yla Tn yewpeTpla
ekTUMWoNG Kat 4mm ywa tn Baon. EmAéyoupe oto Projection Factor tnv Tt pndév
TIPOKELEVOU VO EXOUME KUBLKOUCG TIEMEPACUEVOUCG OYKOUG Xwpi¢ va aAlolwvovtal ol
SLAOTAOELG TOUG KAL VO TTPOOAPUOToVTaL OTNY YEWUETPIA.

Mesh Type Cartesian A
SetMesh Build ElementSiz
Build Element Size 05 mm
Projection Factor ]

Base Element Size 4 mm
Generate Mesh Yes v
Build to Base Contac...  Yes -

Help

Determine characteristics of the mesh for the
build and base material. The bodies can be
meshed with either the Cartesian or Layered
Tetrahedral method.

Cartesian: Mesh the geometry with cubic
elements that can be altered to fit geometry
Z better through the Projection Factor

L
{ Projection Factor: A number between 0 and 1
* that defines how well the mesh fits the

0,00 40,00 {rre)

Ewkova 28: Eioaywyn Slactaocswv Kat Snutovpyio mAEYUATOC
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BrApa 3.

210 €MOPEVO PAUA, ETUAEYOULE TA UALKA TwV SU0 yewUeTpLwy. Onwg €xeL Nén avadepbel,
TO TEMAXLO €XEL EKTUTIWOEL e UAKO To MoAuapidio 2200 Tou ETUAEYOUE QTIO TN OXETLKN
Alota. Ma ) Bdaon TnG eKTUNwong opiletal wg UALKO o XaAuBag.

Material Assignment
Build Material  Pa 2200 -

Base Material ~ Structural Steel hd

Support Material Adju_. = Mone A

Non-build and Powder Material Assignment
Mon-build Material | MNone -

Powder Material MNone A

Help

Identify material for the relevant geometries.
Available materials are only those that have
been included in Engineering Data and melting
temperature must be specified for the build
material.

Support Material Adjustments:

- Overall: A single property multiplication factor
¥ to change support material properties from the

0,00 40.00{mm) build material. Affected properties are elastic = v

20,00 Exit Wizard Back Mext

Ewkova
Ewkova 29: Emidoyn UAIKWV yLo TO TEUAXLO EKTUNTWONC Kol T Baon
BAua 4.

310 enopevo PBApa Ba opicoupe TIC pubuicelg tou ektunwrtr (machine settings) mou
avapEpBNKaV MPONYOUUEVWE. ITILG TAPAUETPOUG AUTEG CUYKATAAEYOVTAL OL AKOAOUBEG:

e Deposition Thickness-NMayxo¢ evaméBeong Omou eival To MAXOC TOU TPOCTIBEUEVOU
UALKOU

e Hatch Spacing-Andotaon Slaypdupong: H amootacn Twyv MOPAKEIUEVWY YPAUUWY
CAPWONG KATA TNV Kivnon eumpog niocw tng aktivag laser.

e Scan Speed-Tayutnta cdpwong: H péon taxutnta e TNV onola capwvel To laser

e Dwell Time: To xpoviko Staotnpua ormd to TEAOG TG CAPWONG EVOG OTPWHATOC, LEXPL TNV
apXr TOU EMOUEVOU

e Dwell Time Multiple: O mTOAAQIAQCLACTAG YL TIEPLOCOTEPQ ATIO EVA TEUAXLA EKTUTIWONG

e Number of heat sources: O aplBuo¢ Tov aktwvwv laser

Ta MoPAMAVW XAPAKTNPLOTIKA CUUMAnpwOnkav pe Bdaon tig default typég mouv Sivel to
Ansys, OTw¢ GalveTAL OTNV MAPAKATW ELKOVA:

45



Build Settings Input |~ Enter Manually v

Machine Settings

Deposition Thickness 0,04 mm
Hatch Spacing 013 mm
Laser Speed 1200 mm set
Time Between Layers 10 Sec
Dwell Time Multiplier 1

Mumber of Heat Sources | 1

Ewkova 30: Eioaywyn puSuicswv ektunwtn oto Additive Wizard

3TN ouvéxela Ba katoxwpnBolV oL BepUoKpACLAKEG CUVONAKEG 0TO BAAOMO TNG EKTUTIWONG.
To amattoUpeva HeyE€dn eival ta akoAouba:

Preheat Temperature: H apxikn Beppokpacia tng mAdkag Baong

Gas & Powder Temperature: H Beppokpaaoia Tou agpa Kal TG moudpag oto BAAUOG
EKTUTIWONG

Gas Convection Coefficient: Juvteheotng petadopdg amd TO TUAMO OTO OEPLO TOU
Balapou. O cuvteleotng autdg adopd LOVO TO TAVW HEPOC TOU TUAHATOC.

Powder Convection Coefficient: JuvteAeotng petadopdg amno To TePAxLo otnv moudpa.
MPOKELTOL YLOL LLKPO CUVTEAEDTH] OTIOU TIC TEPLOOOTEPES HOPEC AYVOELTE.

Powder Property Factor: MpOKeLTOL YL TOV GUVTEAECTH TOU XPNOLUOTIOLEITE YL TNV
EKTIUNON TWV WBLOTATWYV TNG 0KOVNG. H punyavikn ebapuoyn, eboapudlel Tov ouVTEAEDTN
QUTOV OTO OTEPEOD UALKO yla va Tipoadloploel I BLOTNTEG 0 Kataotaon okovng. Ot
LBLOTNTEC TNEG OKOVNG XPNOLUOTIOLOUVTOL KOTA TN B€pUavon Tou VEOU CTPWUNTOG TPLV
NV odpwon pe o laser.

Ol TWEG Twv Beppokpaciwy ou §60nKav Kataxwpnbnkav oto avtiotolo KeAla OTMwg
daivetal otnv MapakAtw lkOva:

Build Conditions )
Freheat Temperature 135 C
Gas/Powder Temperature Use PreheatTemp
Gas Convection Coefficient 4 9E-05 W mm*~1 mm*1 C*-1
Powder Convection Coefficient 2 5E-05 W mm®*-1 mm*-1 C*1
Powder Property Factor 0,01

Ewkova 31: Kataywpnon GEpUOKPATLWY KoL CUVTEAEOTWY TUTTWON G OTO
Additive Wizard
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Cooldown Conditions

Room Temperature 22 C

Gas/Powder Temperature Use RoomTempe W

Gas Convection Coefficient 4E-05 Wmm*-1 mm*-1C
Powder Convection Coefficient 2 5E-05 Wmmt1 mm*-1C

Ewkova 32: Kataywpnon Yepuokpaotwy Kot ouvteAeotwv Yuénc oto
Additive Wizard

H twun otov cuvteleoth petadopdg tou agpiov, cupMAnpwOnKe os KAOe Teplmtwon pe TNV
TIUA otnv avtiotolyn Bepuokpacia. H T Tou cuvteleotn petadopdg okovng, Aoyo tng
opeAntéag enidpacng tou BewpoUpe OTL ival o (610¢ Kal ot U0 MEPUTTWOELG, OTIOTE
KOTOXWPOUHE TNV TIUH TIou PailveTal otnv EIKOVA.

Brjpoa 6

310 B aUTO, yiveTal EMIONG KOTOXWPNON TWV OPLAKWY CUVONKWY 0TNV KATW £midpaveLa
NG MAAKAG BAaong. MNa TG BepUIKEG OPLAKEG CUVONKEG, Elodyou e T Bepuokpaoia Preheat
Temperature (135 °C) ywa to Build Step, kat tnv Bgpupokpacia meptBdrlovrtog (22 °C) yia to
Cooldown Step. T TIC OTATIKEG OplaKEG ouvOnkeg, opiloupe wg maktwon (fixed) tnv
erudavela auth.

Base Thermal Boundary Conditions

Geometry
Scoping Method | Geometry Selecti  w
Geometry 1Face
Build Condition Temperature A
Build Boundary Temp... 135
Coaldown Condition Temperature A d
Cooldown Boundary ... | 22
Help

Identify base boundary conditions for the:
thermal and structural analyses. When
finished, this step creates thermal boundary
conditions for the build and cooldown steps and
a fixed support structural boundary condition for
the structural analysis.

Base Thermal Boundary Conditions:
l “ Geometry: Face selection(s) for the thermal
0,00 40,00 (i) Y boundary conditions on the base during the
|
@ 20,00 Exit Wizard Back
Ewkova 33: Mpoabioplouog Feputkwy optakwyv ocuvdnkwv oto Additive
Wizard
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0,00

NN

20,00

* Base Structural Boundary Condition (Fixe

* Geomefry
Scoping Method | Geometry Seleci  w

1Face

Symmetry | Mo A

Geometry

Help

Identify base boundary conditions for the
thermal and structural analyses. When
finished, this step creates thermal boundary
conditions for the build and cooldown steps and
a fixed support structural boundary condition for
the structural analysis.

Base Thermal Boundary Conditions:

Geomefry- Face selection(s) for the thermal
boundary conditions on the base during the

40,00 {rnrmy
Exit Wizard

Ewkova 34: MMpoodiloploudc oTatikwy oplakwy cuvinkwv oto Additive

Wizard

TéNog, aAAGloupe TtV autopatn enthoyn yla to UPog TG KABe oTPWONG Kal KOTAXWPOUE

v T 0,5 mm. [34]

Details of "Build Settings"

Dwell Time

Dwell Time Multiple
Mumber of Heat Sources
—|| Build Conditions
Preheat Temperature
Gas/Powder Temperature
zas Convection Coeff
Powder Convection Coeff
Powder Property Factor
=|| Cooldown Conditions
Raoom Temperature
Gas/Powder Temperature
Gas Convection Coeff
Fowder Convection Coeff
—|| Discretization Settings
Layer Height
-- Height

135, °C

Use Preheat Temperature
4 92005 W/mm**C
2,5e-005 W/mm*.=C
1,e-002

22, *C

Use Room Temperature
4 1e-005 W/mm==C
2,5e-005 W/mm*=C

Manual
0,5 mm W

Ewkova 35: Kataywpnon layer Height
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To mapanavw LOVIEAO €8WOE TO MOPAKATW ATIOTEAECLOTOL:

To Beputkd mpoPANUa Sivel TV akdAouBn BepLOKPAGLAKT KOTOVOUT).

B: AM Thermal Analysis
Ternperature

Type: Temperature

Unit: *C

Tirne: 828,83

167,20 Max
151,80
13640
121,00
105,68
00,284
74,863
50483
24,082
28,682 Min

z
V\Lv .
Ewova 36: Ospuokpaocia tepayiov aueowc rplv tnv évapén tne Yuéng

ToU.

Elval onuavtikd va avadepBel otL to Slaypappa tng Beppokpooiag oe cuvaptnon e To
XPOVo, €lval €MiONG TO AVAUEVOUEVO, OTIWE PaivVETAL TOPOKATW:

Temperature (oC)

Maximum Temperature -Time Chart

200
180
160
140
120

100
80
60

40
0 100 200 300 400 500 600 700 800 900 1000 1100 1200

Time (s)

Zxnuoa 7: MetaBoAn uéylotn¢ Gepuokpaoioc Katd tnv TUNwon

To Slaypappa €XeL TNV AvOpUeVOpEevn Hopdn. H péylotn Bepuokpacia auvédavetal andtoua
oe kaBe véa emitnén mou yivetal otnv emidpavela, Kal ota Séko SeuTEPOAEMTA TOU
pecoAaBouv PEXPL TNV EMOUEVN OTPWOnN, aroBAaAel Bepudtntd otov meptBarovia xwpo. H
ouvexouevn Lelwaon mou PAEMOUE 0TO TEAOG AMOTEAEL TO KOUUATL TG PUENG.
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210 oTaTIKO MPOPBANUa Sivel ta akOAouBa amoteAéopara:

C: AM Structural Analysis
Total Deformation

Type: Total Deformation
Unit: rarm

Tirne: 11878

0,86907 Max
07725
0,675
0,57038
048281
038625
0,26060
019313

0, 006563

0 Min

7

Ewova 37: ZuvoAikn mopapop@ewon SOKLUAOTIKOU UOVTEAOU

Maximum Deformation-Time Chart
9,00E-01
8,00E-01
7,00E-01
6,00E-01
5,00E-01
4,00E-01

Deformation (mm)

3,00E-01
2,00E-01
1,00E-01

0,00E+00
0 200 400 600 800 1000 1200

Time (s)

Zxnuo 8: MetaBoAn UEYLoTNC TIUNG MOPaUOPPWOong

To SLdypappa €XEL KOL OE QUTHV TNV MEPLTTWON TNV AVAEVOUEVN Hopdr, KABWGS N LEYLOTN
T mopapopdwonc auvEavetal opald Katd Thv TUMWoN, OUWE EXEL omOTOUN aUEnon Katd
™V PuEn Tou TUNWHEVOU Tepayiou.

H péylotn tipn tng oAkng Napapdpdwaonc mou Sivel to Ansys LooUtat pe 0,869mm, apKeTda
HEYOAUTEPN ATO TNV avapevouevn. Map’ 6Aa auta, n mapapdpdwon autr eivat os onpeio
omou Sev emnpeadlel tn AettoupykoTnTa Tou. Na va aflohoyrjooupe Ta amoteAéoparta, Ba
ETUKEVTPWOOUE oTa onueia evoLOpEPOVTOG KOL CUYKEKPLUEVA OTLG OTEC TOU TELAXLOU.

JTIG aKkOAouBeg elkOveg, Sivovtal ol mapapopdWOoEL TWV onwv otoug dfoveg X kat Y. Ot
akOAouBeg elkoveg Selyvouv peydAn alhoiwaon otnv omr tou €ytve katd to Voxelisation. Qg
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€k ToUTOU, O€ Kapia mepintwon Sgv pmopouv va ektiunBolv amoteAéopata e achaAela,
OAAQ pumopoU e va avTANCOUUE TTANPODOPLEG OO L0 TIPWTH APLBUNTLKA TIPOCEYYLON.

C: AM Structural Analysis

Directional Deformation 2

Type: Directional Deformation (i &xis)
Unit: rm

Glabal Coordinate System

Tirme: 1187,8

-

0,061608 Max
0,052696
0043784
0,034872
0,02596
0,017047
0,0081354
-0,00077671
-0,0096865
-0,018601 Min

2,8607e-002 3

F&ELT 7

4452e-002 1

Ewkova 38: Mapaudpewon omnn¢ Baonc kata tov aova X
H mapapopdwon tng aktivag katd tov X déova L.ooUTal UE:
0,04 — 0,02 = 0,02mm

C: AM Structural Analysis

Directional Deformation 3 |||
Type: Directional Deformation(y &xis) ~
Unit: mm

Glabal Coordinate Systemn \
Time: 1187,8

0,036174 Max
0,02499
0,0135086
0,0026216
-0,0085625
-0,019747
-0,030931
-0,042115
-0,053290
-0,064483 Min

-1,0482e-002 O

F&EF -

-4,4031e-002 23

Ewova 39: Mapauopewon omnng¢ Baong kata tov aova Y
H napapopdwon tng aktivag katd tov X dfova tooutal UE:

0,04 - 0,01 = 0,03mm
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Kal otig SUo MepmTwoelg n mapapopdwaon eival amodektn yLa TI¢ anokALoeLg Tig SLS, Opwg
elval apketd pikpn. Autd odeiletal otov Kwdika Tou Ansys, 0rtou Bewpel otnv cUVSeon ot
Baon tou tepayiov Bonded.

la TG OMEG oTNV MAvw TAEUPA Sivel Ta e€NR¢ amoteAEéopaTta.

C: AM Structural Analysis
Directional Deforrmation 4
Type: Directional Deformation(y Axis)
Unit: rnrm

Global Coardinate System
Time: 11878

-0,25841 Max
-0,27767
-0,20603
-031619
-0,33545
-0,35471
037397
-0,39323
041249
-0,43175 Min

Ewkova 40: Mapoaudpewaon avw orr¢ otov aéova Y

H napapdpdwon tng aktivag katd tov Y afova LoouTal UE:
0,40 — 0,26 = 0,14mm

C: AM Structural Analysis

Directional Deformation

Type: Directional Deformation(Z Luxis)
Unit: mm

Global Coordinate System

Tirne: 1187,8

-0,1078 Max
01250
Q14222
-0,15843
-0,17664
01938
021705
-0,228%6
-0,24547
-0,26267 Min

Ewova 41: Mapauopewon avw onrg otov aéova Z

H napapdpdwon TnG aktivag KAtd Tov Z afova LooUTal JE:

0,24 - 0,14 = 0,1mm
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Kal og autiv tnv neplmtwon oL mapapopPpwaoel €Xo0UV amOoSEKTEG TIUEG TNC akpiPelag TG
SLS.

JTO TOPWV TEUAXLO, €UKOA UMOPEel va Slomotwoel OTL Sev UTAPXEL KOVEVOCG €ldoug
OUMUETPLAG TIpOG KAToLo dfova. MapdAa autd, Adyo tng eEALPETIKA LEYAANG UTTOAOYLOTIKAG
LoxUG mou Xpelaletal yla va emAuBel to mpoPAnua, Atav Bewprjoaps avaykaio okEPn tn
Helwon TwV oTolXelwy yla LIKPOTEPN UTIOAOYLOTIKN LoXU EMAUONG. OEWPrCOUE CUUUETPLOG
w¢ TtPOogG Tov afova X, KaBwg oL aroKALCELG Ao pLa TETOLO CUMPETPLA Elval TIOAU ULKPEG KalL
Atav o povog atovag o omolog e Ba PmopoloE va EMNPEACEL TO TEALKO ATIOTEAECUA OTLC
SLatopég NG Baong ald kot o Kaveva GAAo onuelo. Zto teheutaio Brpa, SnAwvouue ta
6Vo faces, 6mou amoteAoUv TN CUMUETPLA Kal Tov cuvteheotr 0.5, mpdypa tou SnAWVEL OTL
N ouppetpio adopd To NULOU TOU Tepayiou, SUTAAoLA{OVIAC QUTOUOTO TOV CUVTEAECTH
Dwell Time Multiplier, urmtoAoyi{ovtag cwaoTaA ToV OALKO XpOVo eKTUTIWONG Kol YPUENg Tou.

Base Thermal Boundary Conditions
Base Structural Boundary Condition (Fixe
Symmetry Yes v

Symmetry Faces
Scoping Method =~ Geometry Selection -

Geometry 2 Faces Appl

Fraction oftotal build | 0.5

Help

Identify base boundary conditions for the
thermal and structural analyses. When
finished, this step creates thermal boundary
conditions for the build and cooldown steps and
a fixed support structural boundary condition for
the structural analysis.

Base Thermal Boundary Conditions:

- Geometry. Face selection(s) for the thermal
000 30,00 {rmm) x boundary conditions an the base during the
I )
15,00 Exit Wizard Back

Ewdéva 42: ErtiAoyn ouuuetplioc tepayiouv kat Baonc

AnAwvovtag akpLBwg Tig (Blec MApAUETPOUG EKTUTIWONG, 0TOXOG Hag elval va
SLlamIoTWOooUE KaTd toco dladEpouy Ta amoTeAEopaTa.
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C: AM Structural Analysis
Total Defarmation

Type: Total Deformation
Unit: mm

Tirne: 1530,1

0,85461 Max
0,76015
068360
0,50823
051276
04273
034184
075638
017092
0085461
0 Min

V\Lv .
Ewkova 43: OAwkn Mapouodpewaon OUUUETPIKOU SOKIUXOTIKOU LIOVTEAOU

MapatnPOoUUE WS N KOTAVOUN TWV apapopdwoswv eival dpola Kat oto SU0 HovTéAa,
Selyvovtag va pnv €xeL eMIOPACEL N CUUETPLA. MOCOTIKA 0T UEYLOTN TLUN, UTIAPXEL L0
Sdladopa tng tatng twv 0,86907 — 0,85461 = 0,01446mm TN APKETA LLLKPT) TIOU
Bewpelite anodektn.

H emiAuon tou cuppetplkol povtéhou dalvetal va Sivetal acdalr anoteAéouata, Ue
OPKETA LLKPOTEPO UTIOAOYLOTLKO KOOTOG. Atodaciotnke Aormdv n TeEALKN TELPOUATLKA
ovaAuon va yivel GUMETPLKN emiong, yla peyaAutepn taxutnta emiAvonc.

4.2. EmiAuon tou TeAkoU poBANATOG KaL TApOouaiaon AmOTEAECUATWY

Ma tVv TteAk avaAucon tou tepayiou, Empemne va amooadnviotolV oL BEPUOKPACLUKES
ouvOnkec pe Baon TIC £MAOYEG TOU ekTUTWTH. H ektumwon Adyo un Umapéng tou
QVTLOTOLYOU EKTUTIWTI) OTO EPYOOTHPLO TAXELOG KATOOKEUNG TPWTOTUNWY KOl EPYAAELWY,
anodacioTnke va yivel oTig eykataotdoelg tng ANima otnv MaAAnvn. Enstta omnd tn oXETIKA
gTUKOWVWVia Kat pe Baon tn BLBAloypadia kol ta Stabéolpa péoa, oploTnKav oL TAPAKATW
ouVONKeC eKTUTIWONG:

e lLayer height: 0.2mm

e Deposition thickness: 0.14mm
e Hatch spacing: 0.16mm

e Scan speed:1200 mm/s

e Dwelltime: 10 sec

e Building Temperature: 168 °C

H &nuioupyla Tou LOVTEAOU TIEMEPACUEVWVY OTOLXELWV YIVETAL OTIWG £XEL TIEPLYpAdEL UE TLG
akoAouBeg Sladopic:

KatayxwpoUpe tnv Tun 0,2 yia to péyebog tou mAéyuartog Twy Voxel.

54



Mesh Type
SetMesh

Build Element Size
Projection Factor
Base Element Size
Generate Mesh

Build to Base Contac..

Cartesian
Build Element Sz w
02 mm

0

4 mm
Yes -
Yes -

Help

Determine characteristics of the mesh for the
build and base material. The bodies can be
meshed with either the Cartesian or Layered
Tetrahedral method.

Cartesian: Mesh the geometry with cubic
elements that can be altered to fit geometry
z better through the Projection Factor

Projection Factor: A number between 0 and 1
* that defines how well the mesh fits the

15,00 Exit Wizard Back Next

Ewkova 44: Kataywpnon Sedouévwy mAgyuatoc

=|| Build Conditions ™
Gas/Powder Temperature |Use Preheat Temperature
as Convection Coeff 4 92005 W/mm*=C
Powder Convection Coeff | 2,5e-005 W/mm?2=C
Powder Property Factor | 1,e-002

-|| Cooldown Conditions
Room Temperature 22, °C
Gas/Powder Temperature |Use Room Temperature
zas Convection Coeff 4 1e-005 W/mm*=C
Powder Convection Coeff | 2,5e-005 W/mm?*=C

-|| Discretization Settings
Layer Height FManual
-- Height 0,2 mm

Ewkova 45: Kataywpnon UYouc oTpwon EKTUTWOIG

H entiAuon tou Beppopnyavikol poPAnuatog, amodeixbnke LSLaitepo AMALTNTIKA, TIAPA
TLG IPOOTIAOELEG KOL TIC OEWPNOELC, TIPOKELUEVOU VA LELWOOUV OPKETA TO TIEMEPOOHUEVA
otolxeia Tou HovTéAou. TO CUMUETPLKO LOVTEAO amoTeAOUTOV OTO GUVOAO TOU amod Tepimou
oxtokdoleg évteka XAadeg (811000) kopuPBouc kat e€akdoleg e€nvra oxTw XALASEC
(668000) menepacuEva otolyeia. H UTIOAOYLOTIKH LOXUE TTOU NTAV amopaitntn yLa t
Slekmepaiwaon Tng, NTav Wlaitepa peydAn. Mo tnv enthuon xpnotdonotnonkav €L MUpLVEC
enefepyaotn (duotkolg kat Aoytkoug), amattnOnke pvAun ram oto 32 GB, Kat €vag 6iokog
HE XWwpNTIKOTNTA TouAdylotov 500GB. Adyo tou 6TL n avaAuon Atav coupled Transient
Thermal & Static Structural, amattoUtav n petadopd Twv dedopévwy amo tn Oepuikn
avaAuon yla tnv emilucon g otatikic. EmAéxOnke £toL n xprion evog diokou M2 SSD omou
Ba e€aodalile Tn peylotn Suvartr) taxutnta otn petadopd Sedopévwy. Eva akopa Ssiypa
NG anaitnong tou MPoBAAUATOC, ATAV Kal 0 XpOVOC EMIAUGNC TOU XPELAOTNKAV TAVW Ao
TpLavTa €L wPeG (36) ouvexoU emiluong, cuykekpLpéva Tplavtaedta (37), TPELG WPEG yLa
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TN OgpULKN KoL TLG UTIOAOLUTEG YLA TN OTOTIKN avaAluohn. Metd to mépag TG emiluong,
dnuioupynBnke éva apyxeio Workbench pe péyebog 146 GB.

Enelta amno tnv moAlwpn avopovr) Tpogkuav Ta akoAouBa anoteAéopata oTo BepuLKO
KOlL OTATLKO TTPOBANUAL:

210 BepULKO poVTENO, N BepoKpaoLakr) Katavopr ota 0o otadla tng paivetal oTig
TLOLPOKATW ELKOVEG:

B: AM Thermal Analysis
Ternperature

Type: Temperature

Unit *C

Tirre: 1984,7

150,06 Max
148,30
146,71
145,04
143,37
141,60
140,02
138,35
136,67

135 Min

z
W
LX

Ewova 46: Ospuokpaotakn katavoun kata tnv oAokAnpwaon tou Build Step

Katd tnv oAokAnpwaon tou Build Step, mapatnpoUue OTL TO PEYAAUTEPO KOUUATL TNG
YewUETPLlag €xel Beppokpacio otoug 135 °C, Kot HOvVo oTa KOVILWVA ohela ebapUoYnC
BepuodtnTag utapxel S1adoon oTa TMAPOKATW CTPWHLATA.

B: AM Thermal Analysis
Ternperature

Type: Temperature

Unit: °C

Time: 2005,6

132,98 Max
120,60

1084

96,109
83,810

22,371 Min

v‘\t—' %
Ewkova 47: Oepuokpaaotakn katavoun JepUIkoU HOVTEAOU Kata TV Evapén tne

Yuéng

Mapatnpolpe OTL n Bepuokpacia €xel TV T Tou Baldpou tiTwong oxebov os OAn T
YEWHETPLA.
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Maximum Temperature (oC)
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Jxnua 9: MetaBoAn ugyiotnc tiunc JEpUoKpAoiaG O CUVAPTNON UE TO XPOVO, OALKO
Kat o€ ueyeduvon

To mapanavw SLaypoppa £XEL ETLONG TNV OVAUEVOLEVN LOPdN, LE TN UEYLOTN TN va elvat
otoug 168 °C tnv wpa TNC ENTNENG TNG TTOUSPAG, N OTOLO LELWVETAL OTOV XPOVO HETOED TWV
800 Stadoyikwv otpwoewv. Ta evdlapeoa onpeia amoteAovv to Sub step otnv Puén petald
TWV OTPWOEWV. H HEelwon OTLG TEAEUTALEG XPOVIKEC OTLYHEC QMOTEAEL TIG LEYLOTEG TLLEC KATA
™ YUEn Tou Tepayiou.

21O OTATIKO LOVTIEAO, TTAPOUGCLALOVTOL OL TACELG KOl OL OALKEC TAPAUOPDWOELG O OAOKANPO

TO TEMAXLO AAG Kol oTa AELTOUPYLKA onUEia.
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Ol oAlkEG mapapopdwoEelg paivovtal oTnv MAPOKATW EKOVAL

C: AM Structural Analysis
Total Deformation

Type: Total Deformation
Unit: mrn

Tirme: 2074,9

0,9163 Max
0,81240
0,71268
0,61087
0,50905
0,40724
0,30543
0,20362
010181

0 Min

z
Y\t’ *

Ewkova 48: OAKEC TAPAUOPPWOELS UETH TO TTEPAC TN YUENC TOU TEUAXiOU

Kal akoAoUBw¢ To SLaypappa LEYLOTNG TAPAUOPdWOoNG 0 CUVAPTNON KE TO XPOVO:

Maximum Deformation

1,00E+00

9,00E-01

8,00E-01 l
7,00E-01

6,00E-01 ﬁ
5,00E-01

4,00E-01

3,00E-01
2,00E-01

[ 4
[ 4
[ 4
4
[ J
1,00E-01 = ]
0,00E+00
0 500 1000 1500 2000

Time (s)

Deformation (mm)

Jxnua 10: Alaypauua LEYLOTNC TOPAUOPPWONC OE CUVAPTNON UE TO XPOVO

58



Kall ol TAOELG TTOU AVATTTUCOOVTAL:

C: AM Structural Analysis
Equivalent Stress

Type: Equivalent fvon-Mises) Stress
Unit: kMPa

Tirne: 2074,9

49,533 Max
18

22,019
36,038
30,057
24,077
18,006

12,115

6,131
0,15327 Min

R

Ewkova 49: Katavoun mapauévouowy TAOEWV UETA TO TEPAC TNC Yuénc

Maximum Stress
5,00E+01 g
4,50E+01 ©
4,00E+01 8
°
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0 200 400 600 800 1000 1200 1400 1600 1800 2000 2200
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Zxnua 11: MetaBoAn U€yLotnc taong o€ cuVAPTNON UE TO XPOVO

H oAk mopapdpdwon mopatnpoUlpe OTL £XEL APKETA HMeYAAn TR ota 0,9mm. Auth
odeiletal otnV amouacia yeWUETpiag oKOVNC TTIOU AELTOUPYEL WG UTTOOTNPLKTIKA YEWUETPLA.
Ol TAoELg elval avopevopEeveg el8IKA oL UPNAEG TIHEG otn Baon, kabwg Adyo tng bonded
ouvdeaonc, ev Tou emuTpEneL va apapopdwbei, aufavovtag Ty TIUA Twv TAcswv. Emiong
n VTP TIHWV Avw Twv 42 MPa, SNAWVEL TTWC UTIAPYXOUV TUAUATO TTOU £XOUV UTTOOTEL
TAQOTIKT TTapapdpdwaon. To SLAYpappa EXEL ETMIONC AVOUEVOUEVN LOP®T, LE TIC TAOELG VOl
avéavovtal katoakdpuda Katd Tnv Evapén tou otadiou Pueng.

JTO OUYKEKPLUEVO LOVTEAOD, OL MaPAUOPdWOELS TWV ONUELWV Tou pag evdladEpouv (omEg,
Baon), elvat ol akoAouBec
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Ma v avw omn:

C: AM Structural Analysis
Directional Deformation 10
Type: Directional Deformationdy Axis)

Unit: rrm

Global Coordinate Systern

Tirme: 2074,9

-0,21006 Max

-0,22576
-0,24147
-0,25717
-0,27288
-0,26858
-0,30429
032
-0,3357

-0,35141 Min

Ewkova 50: Mapauoppwoels avw ornr¢ otov aéova Y

OL napapopdpwoelg otov afova Y ooutal pe tn dtadopd twv o petatonioswv. Epocov
£€xouv 1o (610 PO ONUALVEL OTL Ta onueia Kwvouvtal otn idla katevBuvon tou Gfova Y.

0,32 -0,22 = 0,1mm

C: AM Structural Analysis
Ditectional Deformation 11
Type: Directional Deformation(Z Axis)
Unit: mm
Global Coordinate Systern
Tirne: 20749

-0,16174 Max
-0,1781
0,196
-0,21082
022718
-0,24354
-0,2500
-0,27626
-0,20262
-0,30898 Min

Ewova 51: Mapoauoppuwaoelc avw omr¢ otov aéova Z

Kal og autr TV nepintwon n napapopdwaon LoouTal pe T Sladopd TwV HETOTOMICEWV.

0,28 -0,18 = 0,1mm

Y& KABe mepinmtwon w¢ TeAkd anmotéAsopa Ba AapBAavetal o HECOC OPOC TWV AMOKAICEWV.

Omnérte yla tv avw omf éxoupe d = 9.56 — 0.1 = d = 9.46mm
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Ma v mapapopdwon g BAon LoXUoUV Ta TTAPAKATW OTTOTEAECHATOL:

C: AM Structural Analysis
Directional Defarrnation 8
Type: Directional Deformation(Z Axis)
Unit: rmm

Global Coordinate Systern
Tirne: 2074,9

0,0090066 Max
0,0072053
0,0054039
00026026
0,0018013

0

-0,00065322
-0,0013064
-0,0019397
-0,0026129 Min

20,000 ()

5,000 15,000 =

Ewova 52: Mapaudpewaon tne Baonc katd tov aéova Z

MapatnpoU e OTL oL AKPOLEC TUHEC TN TTAPAUOPPWONG ELVAL TNG TAENG TWV ULKPOUETPWY, HE
TO KEVIPLKO onUelo va Seiyvel peTatomion apvnTikr dnAadr mpog ta KATw, Ta akpa Seixvouy
petatornion Betikr SnAadr mpog ta mavw. H elkdva autr) Selyvel OTL £XOULE TTOLOTLKA CWOTO
amotéAeopa, KaBwe ATAV KoL N OVAPEVOUEVN ElkOvVa. H mapapdpdwaon auth odeiletal ota
Sladopetikd péca ta omola péel n Beppdtnta Katd TN SLAPKELA TG TUTIWONG. ZTNV
eMLPAVELQ TOU TILWHUEVOU TUNUOTOG, EXOUME poh TnG BeppodtnTag otov agpa Tou BaAdpou,
EVW OTO UTIOAOLTIO TUAUA, €XOUUE por) BeppdTnTag mpog thv akauotn nmoldpa, moootnta
OPKETA PLKPN AOYO TOU QUEANTEOU CUVIEAECTH CUVOYWYNG, AAAQ KAl TIPOG TLG UTIOAOLTTEG
OTEPEEG OTPWOELG KOL €V OUVEXELD OTN BAcon TNG ekTUTMwoNG. H por mpog Tov agpa Tou
BaAdpou elval apKeTA LeYAAUTEPN G€ OXEON HE TILG UTIOAOLIIEG, [AE ATTOTEAEC LA TNV TAXUTEPN
PUEn tNg emidAVELOG KOL CUVETIWE TNV ULKPOTEPN SLACTOAN tnG. H ocuotoAn autr, 600
TUTIWVOVTOL Ol TIPWTEG OTPWOELS TOU TUAUATOG, €XEL WG Omotélecpa Tn Snuloupyia
SLATUNTIKWY TACEWV 0TV MLPAVELA TNG BACNC OTIOU TTPOKAAOUV TNV ammokKOAANGCN Tou Kal
0Tn ouvéxela AOyo Twv BepUlkwy TACEWV £Xoupe TNV mapopdpdwaon mou daivetal otnv
elkova. OPwG TOCOTIKA Ol UTIOAOYLOMEVEG TIMEG £lval OPKETA HLKPEG YLt TNV OKpifeta g
SLS. Ta amoteAéopata autd odpeilovtal otnv ouvdeon Tou SNAWVEL 0 KWALKOG Tou Ansys
mou Bewpei we Bonded tig 800 yewHETPLEG.

Ma tg SLapétpous BAoNC 0 UTIOAOYLOUOG TV Mapapopdwoewyv Ba yivel ot SLAUETPOUG
Tou ebAMTOVTAL 0Th BACN KOL O AUTEG OTNV KOPUPH TNG OTNG.

Mo tg edpamntopeveg otn Baon SLAPETPOUC LOYXVUEL OTL:
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C: AM Structural Analysis

Directional Deformation 4

Type: Ditectional Deforrmation (0 Sexis)
Unit: mm

Global Coordinate System

Tirne: 2074,9

0,058036 Max
0046429
0034822
0023214
0011607

0

-0.0014182
-0,0028365
-0,0042547
-0,0056729 Min

1,25702-002 .Il

- -
-
e
¥
) k4
0,000 1,500 7,000 rrirm)
I e oan

1,750 5,250

Ewova 53: Mapaudpewaon Stauétpwv omnri¢ Baonc otov X aéova

H mopapopdwon otov dafova X woolTal PE TO AOpOLOUA TWV AMOAUTWY TUWV TV
OVTLOLOUETPLIKWY TTAPAUOPpDWOEWY, ETIELSH OL TTAPOUOPDWOELG TWV CNUELWYV EXOuV avtiBeta
npoonua apa Kot avtibeteg popsg. Apa n mopapopdwaon LooUTaL HE:

0,01+ 0,01 = 0,02mm dpa d,

516 +0.02=>d, = 5.18mm

C: AM Structural Analysis

Directional Deformation 3

Type: Directional Deformation(y &xis)
Unit: mm

Global Coordinate Systern

Tirne: 2074,9

0,021323 Max
0.017059
0012794
0.0085293
0.0042647

0

-0,0097178
-0,01:36 ‘
-0,029154
-0,038871 Min

"
s
a
-3,0620e-003 N g
N
¥
0,000 4,500 9,000 (rarn}
I _
2,350 £,750

Ewova 54: Mapauopewon Stauétpwyv omnrc Baonc otov Y aéova
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Kal og autn tnv nepintwon n moapapopdwaon eivat epeAKLOTIKT, OUWG AOYO TOU TIOAU ULKpoU
pey€Boug tng Bewpolpe TN SlApeTpo otov dfova autd mopapopdwon. OmMote yua thv

edantopevn Slauetpo otn Baon LoxVEeL OTL:

_ 5.18+5.16
N 2

=>d=517mm

Kal otoug 6U0 dtoveg meplpuévape otny BACh TNG OMNG VoL £XOUE avTiBeta voUepa oTa
OVTLISLOUETPLKA Ooneia AOYO TwV TACEWV TIOU avamntUooovTal otn BAcn Onwe nepLeypadnKe

T(PONYOUUEVWG.
Ma ™G SLapétpoug otnv kopudn TNG OMNAG:

C: AM Structural Analysis

Directional Deformation 4

Type: Directional Deformation{ Axis)
Unit: mm

Global Coordinate System

Time: 2074,9

— e

— 056036 Max
0,046429
0,034822
0,023214
bonedr [1,0600-002 2

=
-.0ma1sz
-0,0028365 J
-0,0042547 i 5, 6076e-002 0

’ - v

- -0,0056729 Min

0,000 4,000
|

2,000

Ewkova 55: Mapaudpewon omnr¢ Baonc kata tov aéovo X

Ztnv meplmtwon auth oL mapapopdwoelg €xouv to 6lo mpdonuo, mpdyua mou SnAwvel

OAlYN. H mapapopdwon toovtal pe:

0,05 —-0,01 = 0,04mm &pa d, = 5.16 — 0.04 = d, = 5.12mm
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Type: Directional Deformation{y Axis)
Unit: mm

Global Coordinate Systern

Time; 20749

C: AM Structural Analysis
Directional Defarmation 5
0.021323 Max ] :
0,017059 } z -

0,01271
0,0085203

0,0042647

0 ,

-0,0097178 | _

-0,01436 1 -3,3537e-002 3
-0,029154 i,

-0,038871 Min R

0,000 4,000 8,000 ()
L] 1

2,000 6,000

Ewkova 56: Mapaudpewon omnn¢ Baonc kata tov aéova Y
Kol og autov Tov Gfova £XOUUE OUOCNUHEG TTAPOHOPPWOELG Apa LOYXVEL:

0,03 —0,02 = 0,01mm dpa dy =516—-0.01= dy = 5.15mm

Apa n dLatopn otnV MAvw MAELVPA TN OTIAC BAONC LOOUTAL UE:

_ 5.15+5.12

3 =d =5.13mm

Qaivetal mwg to €l60¢ emadng TG BAoNG Kol n amoucio 6KOVNG UTIOOTNPLENG, EXEL APKETA
HEYAAn emidpacn otnv oakpifela tTwv amoteheopdtwy. Eywvav mpoomnabeleg va SnAwBel
Sladopetikd €lbog ouvdeong, Opwe N emihucn odnyolos oe oddApa. Mpokelpévou va
eAeuBepwBel n PBdaon, kol evdexouevog val mpooesyyiooups KaAUtepa to TPOPANUQ,
SnuULoUpYNoaUE YEWUETPLA UTIOOTAPLENG Kal pia PeudoPdon. ZTnv dnuoupyia yewpetplog
umootnplEng, UTdpxel n duvatotnta  mpoodloplopol  Twv  SLOTATWY NG,
TOAAOITAQGLATOVTAC TA XOPOKTNPLOTIKA HE £va ouvteleoTr). Emopévwg mpoomoabnoape va
TPOCEYYIOOULE TLG LBLOTNTEG TLG OKOVNG ECO TOU CUVTEAECTH QUTOU, O OTIOL0G OpLloTNKE OTO
0,1.

AM Process

[A] Generated Support
B 2M Proces: - Build
I M Pracess - Base

Ewkova 57: Movtédo ue dnutoupyia YevdoBaonc
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To HOVIEAO QUTO, £XOVTOG TOUTOCHHA TO OAQ XOPOKTNELOTIKA EKTUMWONG dla pe tnv
nponyouuevn divel Ta akoAouBa amoteAéopara:

C: AM Structural Analysis
Tatal Deformation

Type: Total Deformation
Unit: mrm

Tirne: 1781,6

0,44062 Max
040079
0,36096
031731
0,27486
023182
018877
014572
010268
0,059629
0,016582 Min

0,00 20,00 40,00{mm)
I ..

Ewkova 58: OAtkn mapauopewon Sokiuiou

C: AM Structural Analysis

Directional Deformation

Type: Directional Deformation(Z &uxisy
Unit: mm

Global Coordinate Systern

Tirme: 1781,6

0,15186 Max
012148
0.091114
0.060742
0.030371

0

-0,0095985
-0,m3197
-0,028793
-0,038394 Min

*
0,000 15,000 30,000 {rrrm) e
L T ]
7,500 22,500

e

Ewkova 59: Mapauoppwon otov Z aéova tng Baong

MapatnpoUle OTL O QUTHV TNV TEPLTTWON, €XEL YIVEL EVOEXOUEVWG LA TIPOCEYYLON TILO
KOVTA OTNV TPAYHATIKOTNTA HE TN Bdon va €xel mapopopdwOei £xovrag unepuPwoel Ta
AKPQ, KOL XWPLG va UTLAPXEL N LEYAAN TIOPAOPPWON OTO KEVTPO TOU TEUAXIOU OTIWG O OAEC
TLG AANEG TIEPLTTWOELG.
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Kedpalawo 5

5. ExtUnwon tepaxiov ocapwon Ko MEpOATIKY eMaAnBesuon
5.1. H ektUnwon
H ektOmwon Tou tepayiou, mpaypatomolnOnke otilg eykataotdcelg tng ANima otnv
MNaAAnvn. O eKTUMWTAG OV Xpnotuomnotndnke Ntav o XYZ MfgPro230 xS. AmoteAel €vav
ETIOYYEALATLKO EKTUTIWTN LEAVLKO YLt AVOEKTLKA KOUUATLA UKPWV KAl LECALWV TIOPOYWYWV.

Exel TaxVTNTA MOPAYyWYNG TEPUIOU €VOG ALTPOU TNV WP KOl HEYLOTOU OYKOU EKTUTIWONG
230mm?3. [40]

Ewkova 60: Ektuntwtrc SLS
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Ewkova 61: To EKTUTTWUEVO TEUAXLO

5.2. H tpiodidotatn cdpwaon

Katd tn Stdpkela tng ekmovnong tng AutAwpatikng Epyaociag kot eldikotepa Kotd TV
nepapatikn Slepelivnon mou mpaypatonoltionke, xpnowomnolndnke n Mnxavry Métpnong
Juvtetaypévwy TUTou ApBpwtou Bpayiova (MMZ-AB) FARO PLATINUM ARM Model PO83D.
Mpokettal ylo évav XeLPokivnto ¢opntd UeTpNTIKO Ppaxiova teAeutalag texvoAoylog
Kataokevaopévo amnod tnv etailpla FARO Technologies Inc (étog kataokeurg 2007) mou
SLa0étel 7 Babuoug eheuBepiag kot Stapetpo epydodalpog 2,4 pETpa. Me BAoN TLG TEXVIKEG
npodlaypadéc emiboong TOu KOTOOKEUAOTH, N oKplBela TOU ocuoTAHATOC eilvol
Tuotonolnpuévn ocupdwva pe to mpotumo ANSI B89 (2 Sigma Single Point Accuracy)
+0.030mm. EKTOC amd tov pnxaviko oatobntripa emadng (akida emadnc), n ev Adyw MM2-AB
SLoBétel emumpooBEtwg Aélep KAUEPQ PooapTnUEVn otnv amdAnén tou PBpayiova yla
£DAPUOYEG OTMOTUTIWONG QVTIKELUEVWY XWPIC emadr OMWG O TOLOTIKOG/ UETPOTEXVIKOC
£heyxoc, o avtiotpodog unxovoloykog oxedlacuog (reverse engineering), n tplodlaotatn
povtehonoinon (3-D modelling) kat n avtutapafoAny VEPoUG CNUELWV HE OVOUOOTIKN
VeEwHeTpla poviéhou CAD. T tnv AéwWlep KAUEPQA, O KATOOKEUAOTAC &ivel akpifela
+0.050mm, BaBog mediou 85mm, wdéAwo mAdTog déopung odapwong 34mm £wg 60mm
avaAoya HE TNV omootoon amo Tnv HeTpoluevn emidpavela, 640 onueia ava Seopun
odpwong, 30 capwoelg avd dsutepolemro (frames per second), dpa 19200 onueia ava
Seutepodento, Kal HAKOG KUpatog Aéwllep 660nm (CDRH Class II/IEC Class 2M). Ta to
ouotnua Bpaxiova-kapepag n akpifela mpodlaypadetat ota £0.080mm. H MMZ-AB Faro
Arm emikowwvel péow BUpag USB pe H/Y otov omoio eivol sykateotnuévo KotdAAnio
€€ELOIKEVLEVO AOYLOLKO YLoL TN SLEKTTEPALWON TWV TTAPATIAVW EPYACLWV. ZNUELWVETAL OTL TA
Sebopéva tng pétpnong/ YndLakng amotumwong anobnkeUovTal 0€ TTPAYHATIKO XpOVO OTOV
H/Y.

H MM3-AB Faro Arm umtootnpiletat amnod to Aoylopiko Geomagic Studio tng etaupiag
Raindrop. To AoyLopiko autd mapexel uPnAnNg moLdTNTOC UTTOAOYLOTIKA epyaieia PndLakng
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anotunwong, CUAOYNG VEPoUG onpelwv KOBWE Kol LETATPOTIAG TOAUTIAOKWVY
TIOAUYWVIKWV QVTLIKELLEVWY o€ akpLBr) NURBS povtéha cupfatd pe cuotruata CAD/ CAM
/ CAE/ RP (Suvatotnta e€aywyng apxelwv tumou igs, step, stl k.a). H kuplapyn 6éon nou
Katéxel otn S1eBvr ayopd to £xel N6N KATAELWOEL WG TO KATEEOXNV XPNOLLOTIOLOUEVO
UTIOAOYLOTIKO €pYaAELO YL TETOLOU £i60UC epyacieg. ITig elkOveg XX & XX epdaviletal to
VEDOC TwV onpelwv mou mpogkuav Kal n erudpdvela enefepyaociag toug. [41]

8 Lightwsight Constiuction

I Counterbalancing

0 Mult-Probs Capabilty

E Exondod-Uss Baflery

F Optional 7-Axis Avasability

6 Universal 3.5 Quick Mount

Ewkova 62: Bpayiovag FARO PLATINUM ARM Model PO83D

H odpwon tou Tunpatog, mpaypatonoldnke oto epyaotrplo Taxelag Kataokeung
Mpwtotunwv & Epyoleiwv. To anotéAeoua TG oApwaong eival cUVOAO CHUELWV Ao OAeC
TLG COPWOELC TIOU TIpayHaTomnotnOnkav. Ma tnv akpLpr anslkdvion Tou Tepayiou,
XPELATETOL TIOPATTAVW ATIO (LAl CAPWOELS, TIPOKELUEVOU va cUTEPIANdOOUY Ta onpela g
Baong kaBe tepoyiov, kabwg Sev eival edLKTr) n odpwaon Toug. Ta onueia autd, elcayovtal
010 Aoylopikd Geomagic Wrap onwg avadEpBnke mponyoupévwg, Omou yivetal n
enefepyacia toug, yla Staypadr mepLttwy onpeiwv otn Baon, onuelwv émou Bpiokovral
£€w armo to untoAoumo cUvolo Kot SlaotpeBAWVOUV To TeEAKO amotéAeopa. Eniong, pe Tig
KATAANAEG EVTOAEG yiveTal Kal n evomoinon twv Sladopwv CopWoEWV, TIPOKELLEVOU Va
oS WO0oUV TN YEWUETPLO TTOU AEMITOUEPWCE OE OAOL TNC TO EEWTEPLKA TUAMOTA. MopaKATW
TIAPABETOVTAC OPLOUEVEC ELKOVEC OO T CAPWON TOoU Tepaylou Kal anod tnv enefepyaoia
Kall evomoinon toug oto meplBaiiov Tou Geomagic Wrap.
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Ewkova 63: Zapwan EMLPAVELAC TUTTWUEVOU TUNUATOC

Ewova 64: Zapwan EMLPAVELAC TUTTWUEVOU TUNUOATOG

70



Manual Global  DetectSphere  Target  Target N-Point  Bestt FeatureBased RPS  AlignTo
Registration  Registration  Targets  Registration Cleanup || Alignment  Alignment  Alignment  Alignment  World

Object Alignment

Manual Registration

BT T T
—

(©1-Point Registration
©n-Point Registration
©)Delete Points

(OFixed
Sean 001
Scan 002

©Floating
Scan 001
Sean 002

Curent Points: 93,291

Shaded Points Selected Points: 0

__| Show RGB Color v

Ewkdva 65: To ouvoAo Twv onueiwv mpLv tTnv evoroinon

Geomagic Wrap 2017 -~ AM BRACKET 1 -1 gia qualify.wrp

@)
O]
il
€]

HEME

Current Points: 999,287
Selected Points: 0

Select region | Ctri-Left Button: Unselect region | Del: Delete selected region | Middle Button: Rotate | Shift+Right Button: Zoom | Alt+Middle Button: Pan

Ewkova 66: To ocUvoAo TwVv onueiwv UETA TNV eneéepyacia kat evomoinon
TOoUG

MeTtd to TépaG TNG eMefepyaciag Twv onuelwy, YIVETAL N eloaywyrn Toug oto Geomagic
Qualify. Ekel yivetal etoaywyn kat tng apxtkng CAD yewueTplag, Omou yivetal oUykpLon Kot
MPOooSLOPLOUOE TwV amokAloewyv, pe BAon to TMOCO TA OnUela TAPEKKALVOUV AT TIG
eMLPAVELEG TNC YEWHETPLAG, OTOU Kal £ivol 0 BAOIKOC 0TOXOG TNG CUYKEKPLUEVNG LETPNONG.
Ta anoteAéopato Thg avAaluonc mapaB£TovVTag OTLG MOPAKATW ELKOVEC.
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Ewkova 67: AntoteAéouata Geomagic Qualify

H xpwpatiki kAlpako twv amokAioewv PeTpd T amokAsioelc og xAlootd. Me Baon ta
debopéva mou mpoékupav and to Geomagic Qualify, n péon amokAlon Kupaivetal ota
0,25mm kot -0,27mm, TR amoluta omodeKTr ULaG Kal oL armokAloslg tng SLS sival ota
0,3mm onwc £xeL Nén avadepbei, delyvovtog UPAALOTO TNV YEWUETPLKA akpifela NG
MpoacBetikng Kataokeung. OL amokAELlOELG AUTEG €xouv VP0G TIHWVY amo -0,8 €éwg 0,8mm.
TNV TMPAYHATIKOTNTA, Ol PHECN ATOKALON yla Ta BeTIkA Kol Ta apvnTIKA tpdonua sival
HLKPOTEPN ATO Ta amoteAéopata tou Geomagic. Ta onueia 6mou pEPOouV TA XPWHAT TWV
OKPOLWY TIHWV ElVOL PELOVWUEVA TIAVW OTO TEUAXLO, XWPLG VA UTIAPXEL GUVOXN OTNV TLUN
¢ mapapopdwonc. Autd odelletal os onpeia mou dnuLoupyndnkav Katd tn cdpwon, T
omnola Bplokovtal ektdg oe oxéon pe ta umoAouma. Ta onuela autd, Ba énpene va elyav
adatlpeBel kata tnv enefepyaoia tou védoug Twv onueiwv oto Geomagic Wrap, mpayua mou
8ev £YLVE UE TIC EVTOAEG TToU akoAouBnBnkav. Q¢ ek TOUTOU, OL TLUEG OLUTEG €ival E0PAAUEVEG
KOl AyvooUVTOL OO TO TEALKO amoTEAECHA. AUTO onpaivel emiong, OTLoL LECEC TLUEG Ba NTav
LLKPOTEPEC £av elyov amaleidBel Ta onpeia mou ATV eKTOC TOU GUVOAOU. ITO TTAPAKATW
Slaypappa ival davepn n Katavoun Twv onpeiwv pe faon to méoo anokAivov amnoé tnv CAD
YEWUETPLA.
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Deviation Distribution

==Min =Max # Points T
-0.80 -0.68 5294 0.54
-0.68 -0.55 5598 057
-0.55 -0.43 B295 0.85
-0.43 -0.30 14691 1.50
-0.30 -0.18 B4154 B.58
-0.18 -0.05 314659 3200
-0.05 0.05 332565 3391
0.05 017 100408 10.24
017 0.30 24448 249
0.30 0.43 BOO4 0.8z
0.43 0.55 3608 0.a7
0.55 0.68 2235 023
0.68 0.0 1966 020
Out of Upper Critical 24804 2.54
Out of Lower Critical 49820 5.08

Ewkova 68: livakac katavounc onueiwv

Onwc BAEMOUE KAL OTOV THVAKQ, VA LEYAAO TTOCOOTO TNG TAENG TOU 76,24% €XEL AMOKALOELG
arnd -0,18 €wg +0,17mm. To Mooootd Twv onueiwy pe anokAioslg péxpt 0,8mm eival 16,15%
EVW €VA ONUOVTLKO TOC0OTO 7,64%, Bploketal ekTOg Tou VEPous. Mmopel va yivel eUkoAa
KOTAVONTO TO TOCO TILO MLKPI LEOT ATIOKALON £XEL TO EKTUTIWMEVO TEUAXLO.

Eikova 69: ArtokAioelg otn Baon NG EKTUNWUEVNG YEWUETPLOG

MapaTnPWVTag TNV MPWTN £IKOVA, BAEMOUUE TIG amokAloelg otnv emidavela TG Paong val
Kupaivovtal petagy Twv Twy -0,18mm (yaAddlo xpwua) kot +0,05mm (pdcvo Xpwua).
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AUTO onuoaivel MPAKTIKA, OTL oTnV emipavela tng Paong, €Xelg avamtuxBel pia pkpn
KQUTUAOTNTA, LE Ta AKpa vo Bpiokovtal mavw omd to apxikd Cad povtélo evw n péon g
Bdaong mpog Ta KATW. H Katavopn auth Twv Mopapopdwoewy lval Kal N OVauevVOUEVn.

Ewkova 70: ATTOKALOELG EMLPAVIWY TNC EKTUTTWUEVNG YEWUETPLAC

Ztn deltepn €KOVA, TTAPATNPOUUE OTL OL SLaTopEG Bplokovtal o PNnAd otnv KALHoKA Twy
QTOKALOEWV O OX€oNn HE TO UTIOAOUTO TUAUa. Auto odeiletal otnv mopapdpdwaon mou
neplypaPape otnv mponyoUlpevn mapaypado kat eivat tng tafng twv 0,2mm. Ooco
QTTOLOKPUVOMOOTE amd TN Pdon, MapatneoUpe OtL n okpifela twv empaviwv Tng
TUTIWHEVNG YEWUETPLOG AUEAVETAL, LELWVOVTAG TO EUPOG TWV amokAloewv ota -0,18mm £wg
0,05mm, onw¢ dailvetal KoL OTn XPWHATLKA OIELKOVLON. ZUUTEPACHOTIKA , Yl TLG
erudpAveleg OMOU Kal pmopel va pog Swoel amoteAéopata Tn odpwaon, n tplodidotatn
EKTUTIWOT, EXEL ETUTUXEL UL OPKETA ONAVTLIKY akpifeLa.
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Ol XpWHOTIKOL XAPTEC TWV U0 HOVIEAWV TIOU
ELKOVEC:

Mo To LOVTEAO XWPLG UTIOOTNPLKTLKY YEWUETPLO:

C: AM Structural Analysis
Total Deformation

Type: Total Deformation
Unit: mm
Tirme: 2074,9

0,9163 Max
050023
06817
05681
047342
037874
026405
018937
0,0M654

0 Min

emAboape

OUYKpLVOVTAL OTL( TOPOKATW

Eikova 71: ZUYKPLON XPWUATIKOU XAPTN QITOTEAECUATWY OAPWONG Kat HovtéAou 0,2mm

Voxel Size

C: AM Structural Analysis

Directional Deforrnation 8

Type: Directional Deformation(Z Axis)
Unit: rmrn

Global Coordinate Systerm
Tire: 20749

0,0090066 Max
0.0068579
0.0043003
Q.0021347

0

-0,00019291
-0,00038582
-0,0026129 Min

=
Ewkoéva 72: ZUyKpLON XPWUATLKOU XXPThH atoTeEAsoUdTwV Baong oapwanc kat povrtéAou Voxel
0,2mm size
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C: AM Structural Analysis
Tatal Defatrnation
Type: Total Deformation
Unit: mm

Tirne: 1781,6

0,44062 Max
04051
036239
032218
028197
0,19351
010504
0,016582 Min

Ewkdva 73: ZUyKPLON XPWUATIKOU XAPTN AITOTEAECUATWY OAPWOHNE KAL UTTOAOYLOTIKOU
UOVTEAOU

C: AM Structural Analysis
Directional Defarmation
Type: Directional Deforrmation(Z Axis)
Uit mm
Global Coordinate System
Time; 1781,6
018
0,15186 Max
0,041324

-0,038394 Min
-0,038354
-0,038354

-0,08

Ewkova 74: Z0ykpLon xpwUATIKOU XAPTN artoTEAEoUdTWY BAon¢ oapwaonc Kat UTTOAOYLOTIKOU

Elvat epdavng n dtadopd tou povtéAou twv otolxelwy, pe 0,2mm Voxel size, dnwg Atav kat
avapevopevo, efattiag tng EAelPng urmtootApLENg aAld Kot TG TTAKTWOoNG TNS PAon Le to
TEMAXLO.

AvtiBeta, mapatnpol e pia oAU KaAUTEPN TPOCEYYLoN OTO UOVTEAD pe Thv PeudoPdon Kot
TN YEWUETpla UTOOTNPLENG, TOOO TOLOTIKA 000 KOL TIOOOTLKA EXOUUE OPKETA KOAN
TPOCEyyLon.
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5.3. Métpnon S1aoTtdoewv 0TO EKTUTIWHEVO TEUAXLO

Ao TN Odpwon Kol T oUYKPLON TWV YEWUETPLWY, TiPpoékuav OmoTeAéopata yla TIG
€TULPAVELEG TOU EKTUTIWUEVOU TEHAXIOU, OXL OUWG yLa TIG SLATOUEG TOU, OTOU elval Kal Ta
KUpLa onpeia, Ta onota BéAoupe va pedetnBolv otnv gpyacia autr. Mo Tov TpoodLloplono
TWV OKPLBWY SLACTACEWY TOUC, TPAYLOTOTOLNONKAV UETPHOELG UE TTOXUUETPO, o Slddopa
onuela Toug, yla va davel Katd mooo, MEPA amnmo TUXOV ONMOKAELOELS OTIC SLAPETPOUC, £XEL
EMNPEAOTEL KOL N KUKALKOTNTA TOUG.

Ewova 75: ApiSunon onwv B8aong tou tepayiou

Mo T onég otn BAaon Tou tepaylou, Eywvav UETPHOELS o Tpla onuela, EExwpPLOTA yLa TLg
Slapétpoug mou edamtovtal pe tn Baon. Ztn BAaon tou Tepayiou éywvav LeTproelg os Suo
onuela kaBéva amd ta omola £é6woe Slapetpoug 4,96mm & 5,00mm. H Sidotaon tng
Slapétpou opiletal ota 4,98mm. Ita Sla onueio oL LETPROELG OTNV MAVW TIAEUPA E6waav
Staotaoelg 4,97mm, & 4,95mm. H Sidotaon autng tng Stapétpou opiletal ota 4,96mm. H
Sladopd autr HeTaty TwV SLAPETPWY ELVAL AVAUEVOUEVN.
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Eikova 76: ALGUETPOC KOPUPINC OTTNG EVAL

il

Ewkova 77: Atauetpoc Baonc omnng Eva
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Mo T mapdAAnAec onég, akolouBroape tnv idla Stadikacio. MetprBnkav oL SLapeTpol o
pla Stadopetikd onueia divovtag amoteAdéopata twv 9.28mm, 9.42mm &9.36mm. H
Stdotaon tng Slapétpou LoovTal TEAKA pe 9,35mm.

i w?-ﬁ;:qéé{ﬂv'. ]

i

Ewova 78: Alauetpoc mopdAAnAwy onwv teuoyiov

Elval pavepn n UTapén SloPopomMOLCEWY OTO EKTUNIWHEVO HOVTEAO Ot oX€on He to CAD
LOVTENO 000 avadopd TIC SLACTACELG OTLC OTTEG QLUTEG.

Ma tn Sdlatopn €va €xoupe Ti¢ Slapétpoug otn Baon Kal otnv kopudn 4,94 &4,93mm
avtiotowa. H apxkn Siapetpog oto apxeio CAD ooutal e 5,16mm OmoTte:

2tn BAaon NG SLAUETPOU Eva EXOUME ATIOKALON:
dp =516 —4,98 = 0,18mm
Ztnv Kopudn TNG SLAPETPOU Eval EXOULE ATIOKALON:
6p =516 —4,96 = 0,2mm
Ma T mopaAANAeg SLAPETPOUC EXOULE QTTOKALON:
6p =9,56 —9,35 =0,21mm
Kal og auTr tnVv nepintwon, oL armokALoELS eival amodekTEG yia tnv SLS.
ZUYKpPLON ATTOTEAECUATWV

Mo T onpela Tou £XOUE ECTLACEL, £XovTog MAEoV OAa Ta SedSopéva yiveTal cUyKpLon Twv
TILWV PETAED TWV HLETPHOEWY, TG OAPWONG KAL OTOU LOVTEAOU TIETMEPACUEVWYV OTOLYELWV.

Orj Baong
Mo tnv omf BAaong n cUyKpLon yivetal ota SUo onueia HETPAOEWV:
Oy — D =5.16 —5.17 = —0.01mm apa 0.01 kata andAvty TLum
Oy — D, =5.16 —4.98 = 0.18mm
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apa
&, — D, =517 —4.98 = 0.19mm
Emopévwg opiloupe mapapopPpwoels:

Oy —dc 001

- =~ o>, =0.001
€= "%, 516 €
®y— b, 0.18
- == e, = 0.034
fm =g, 516 '€

Elval epdavig KoL avopevopevn n  Peyain Stadopd ot mapapopPwoell OTwE €XEL
avadepbeL.

Ma tic edpamtopeves otn Baon SLapETpouc:
Oy — P =516 -5.12 = 0.04mm
Oy — D, =5.16 —4.96 = 0.20mm
apa
&, — P, =512 —-496 = 0.16mm
Emopévwg opiloupe mapapopPpwoels:

Oy — O 0.04

& =

— . =0.008
®y 516 ¢
@y — B, 0.2
- =% . =0038
fm =g, 516 €

yla T Stapétpoug otnv kopudn, omou @y n didotaon tou CAD, @, n umohoylopevn Kat
@,,, N LETPOUEVN SLAPETPOC,.

Avw omn

Oy — D =9.56—-9.46 = 0.1mm
Oy — P, =9.56 —9.35 =0.21mm
apa
b — Dy, =0.11mm
Emopévwg opiloupe mapapopPpwoels:

Ec = (I)N = 956 = Ec = 0.01
Oy — D, 021
= = = . 2
fm =5 — ~ggg =00
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Ol amokAloelg eival epdavwg peydAec. Mapatnpole OPWE OTL OC0 ONMOUAKPUVOOOTE Ao
™ Bdon n omola eivat akAGvVNTN oL AMOKALCELG TWV TTOPAPOPPWOEWY LELWVOVTAL.

Aodyol Unapéng anokAicewv

H avaAuon twv anoteheopdtwy £6eée TV UTIAPEN aMOKAIOEWV PETAEY TOU UTTOAOYLOTLKOU
KOl TOU TIPAYHOTIKOU UOVIEAOU, OTIOU OE OPLOUEVEG TIEPUTTWOELG NTAV OPKETA UEYAAEG.
Emiong akopa Kol YEWUETPLKA O€ KAToLa oneia, To anotéAsopa eixe dtadopetikn popdn.

OLAdyol UmapEng Twv amokAloEwWY AUTWV lval oL TAPAKATW:
a. Oplouog emadng Baong tepayiou.

H Snuioupyia tou povtélou mpog emihuon, yivetal péco tou £Tolpou extension, Ansys
Additive Manufacturing. Ol cuvBrkeg Tou poANUATOC AUToU, SNULOUPYOUVTOL QUTOUATA,
opilovtac tnv enaodn ¢ BAong Ue To Tepaxlo wg Bonded, mpdypa mou Sev avramokpivetat
TO TIPAYUOTIKO HOVTEAO. Q¢ amotéAeopa, oL €MAUTEG Ttou Ansys, 8gev pmopolv va
urtohoyloouv mopapopdwaon otn Baon emadrng Tou TEPOXIOU, OMOU EXOUUE HLOL HLKPN
Kaun ota akpa, Onwg GpAavnke KAl TO TPAYHUATIKO HOVTEAO amd tn odpwon. Eywav
npoondBelec yla S10pbwaon tou mpoPAnuatog autol, opilovrag xelpokivnta frictionless,
frictional 1} kaw amoucia emadng. e KABe pio amd TIC MEPUTTWOELG AUTEC, TA ATOTEAECUOTA
ouLVEXLIOV VA NV elvalL TO aVaEVOUEVA. ZTIC SU0 IPWTEG TEPUTTWOELS, 0 KWSLKAG Tou Ansys,
OTAUATOUCE TNV EMiAUCN META TV TUMWON TOou Tpwtou layer, eite avaAoywg tov
ouvteheotr) TPLBAG €6ve emiluon oAAA Le apKETA PeEYAAEC ATTOKALOELG oTOUG Afoveg X Kal Y,
EVW OUVEXLLE va pnv divel cwota amoteAéopata otov dfova Z.

b. Anotoun evaAiayr Twv cuvbnkwv amo thv Tunwaohn otnv Pun.

Katd tnv Puén tou tepaxiou, moAhol ektumwtég SLS, epapuolouv Bepudtnta otov BaAapo
TIPOKELMEVOU vo. yivel otadlakn Helwon tng Oepuokpaociag, dpa Kol HLKPOTEPN
Bepuokpactakn Stadopd OTIC XPOVIKEG OTLYHEG. AUTO £XEL WG ATOTEAECHA TNV HElwan TwY
BePULKWV TACEWV Kal TopapopdPwoswy, ELSIKA KATA TNV evaAdayn Twv otadiwv Tunwong,
Omou Omwc GAvnKe amo ta Slaypappato, N MopaHopPWOELS KAl Ol TACELS, audvovtol
andtopa Kotd tnv petdaBacn oto otadlo PuEnc. To extension tou Ansys Additive, map’ 6Ao
Tou £6Wve TNV emhoyn yla otadlakn Puen, EMLUNKUVE yLa UPKETEG WPEG TOV XpOvo YPung,
apa yLa TTOAEC TIEPLOCOTEPEC TOV XPOVO £MAUCNG, TTpAyUa TTou Sev eixape t duvatdtnTa
va KAAUPOULLE UE TNV UTIAPXOUCA UTIOSOWT).

c. Xpnon peydlou Voxel Size.

H eniAuon tou Beppopunyavikot mPoPARUATOC, analtovos TV UmapEn MOAAWVY oTolxElWwY,
KaBw¢ Ta otolxeio £mperne va sival pikpotepa 1 loa amd o UPog g Kabe otpwonc. Ot
SuVATOTNTEG TTOU PG £6WVaV T LECO TIOU SLOBETOUE ATOV TIEPLOPLOEVEG, N UIMOPWVTAG
va avantuéoupe mMALypa ukvotepo. H emiluon otn cuykekpluévn Tepimtwon £YLWVE e TO
mAéypa va £xel puéyebog Voxel 6oo kat to UPog Tng otpwaong, dnhadn to péyloto duvartd. H
XpNon Tukvotepou TAEypatoc, Ba €8wve olyoupa akpiBéotepa amoteAéopata. To apald
mAgypa Tiou eTAEXONKe, €xel akopa évo Baoko Aoyo va pnv pmopel va dwoet achain
anoteAéopata. H mapapdpdwon NG YeWUETPLag AOyo Tou Katapeplopou tng os Voxel pe
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péyebog 0,2 ylootd emnpedlel MOAU TIG UETPNOELG OTAV AUTEC ATMOLTEITE va yivouv Ue
OKTIVIO EKATOOTWYV TOU XIALooTOU.

d. MMpocopoiwon moudpag we yewpeTpla UTIOOTAPLENG.

H Omapén yewpetplag umootnpléng, eite moudpac, eite otépeng, avfave katad TOAU Ta
otolxeia Tou MPoPBARUATOC, EMOUEVOC KAl TNV UTIOAOYLOTIKA LoXU. H Siepelivnon yupo anod
NV UTapén TETOLOG YEWUETPLAG NTAV TIEPLOPLOUEVN OMOTE Sev XPNOLOTOLBNKE otnVv
entAuon Tou MpoBANUATOG.

e. Emavaypnolponoinon kat aAloiwon Slotritwyv moudpac.

H moU8pa Tou XPNOLUOTOLEITE yla pia eKTUMWON OTO PEYAAUTEPO TIOCOOTO TOPAMEVEL
AKaUOoTN Kal Asltoupyel wg umootnplEn. H moudpa autr, €xovtag rdn umootel Bepuikn
enefepyaoia, Bo UTOOTEL ylo OPKETEG POPEC akOUa HEXPL va yivel ouvtnén tne. Emiong
oKOMA Kol Katd tn SLdpkela tng TUMWONG, AKAUOTN OKOVN OTa Oplol TOU TUTIWUEVOU
Tepayiou Bepuaivete apKeTA Kal OE €VO TTOCOOTO XPNOLUOTIOLEITE OTIG EMOUEVEG OTPWOELC.
AUTEC oL Bepukég Slepyaoieg OUWC, LETABAAOUV TIG LBLOTNTEC TNC TOUSPAG, TPAYLO TIOU
Sev umopel pe Kavéva TPOTo va UTtoAoyLoTel Kal va cupmnepiAndBet oto Ansys Additive.

82



KepaAaio 6

6. KateuBuvoelg/MpotAoeLC yLa CUVEXLON TNEG AUTAWUOTIKNC

gpyaoiog

H eknévnon tng AE umnpe adopun ywa tnv avadelfn oplopévwv onueiwv Omou
XpeLalovtal mepaltépw Slepelivnon, yLa va elval TO POVTEAO TILO KOVTA OTO TIPAYLATLKO,
Aapal KoL oL OTTOKALOELG TOU va £lval o OAO TO TEUAXLO UIKPOTEPEG KOl OUOLEG HE Eval
EKTUTIWHEVO TEUAXLO.

Baolko onuelo amoteAel n Umapén okOvVNG OTOV UTTOAOLTTO XWPO, N ool AELTOUpPYEL Kot
W¢ UTIOOTNPLKTIKN YewHeTpla. To extension tou Additive, mapéxel tn duvatotnta va
BewpnBel kamola yewpeTpla okOVN, OPWG 08 SOKIUACTIKA HOVTEAQ TToU ETAUONKaY, Sgv
€6elyve va umdpyxel kaplo emidpaocn ot mapapopdwoelg. Eival amapaitnto va
peAetnBel to nwe anatteital va SNAwOel n yewpeTpia oKOVNC KaL e OTIOLEG LOLOTNTEG OE
oX€on LE TO APXIKO UALKO TIPOKELUEVOU va AE£ITOUPYEL OWOTA WC UTIOOTNPLKTLKN
VEWUETPLA.

Emiong, to Wizard tou Ansys, Katd tn dnuioupyia Tou Beppopnyavikol mpoBARUATOG,
Bewpel TNV enadn tou tepayiov pe tn Baon wg bonded omwg £xeL 6N avadepOel. Eival
XPNOolHo va Katadépoupe TNV emiAuon tou TpoBARUaTog, pe TN Xpron alou gidoug
ouvdeong, yla va £XOUUE aKpLBECTEPO OMOTEAEGUATAL.

Eilvat emiong amapaitnto va peletnOel n mpooopoiwaon Ke XpHon MUKVOTEPOU TIAEYOTOG,
uEXPLC OTou emiteuyBel avetaptnaoia tou mMAgypatog, kot urmoAloyilovtag tic dltadopeg
TipoKelpévou va BpeBel to péyeboc mAéyuatog mou Sivel amoteAéopata mou Sev
eNNPEAIOUV TN AELTOUPYLKOTNTA AAAA E TO HLKPOTEPO SUVATO UTTOAOYLOTLKO KOOTOG.

‘Eva eniong moAU onpovtikr Bewpeite n Slepelivnon TwV XOPAKTNPLOTIKWY EKTUTIWGCNG
Tou oupBalouy otn pelwon twv moapapopdwoswy. Ta XOPAKTNPLOTIKA AUTA Uropel va
elvat To UYPOG TNG OTPWOELG, TO TIAXOG N} AKOUA KAl 0 XPOVOC UETAEU SUO OTPWOEWV,
Aappavovrtag urtoPn MAVTa TIC SUVOTOTNTEG TWV EKTUNTWTWYV ToU Bplokovtal oTnv ayopad,
MTopel va yivel TapapeTpLIKr) avAAuch TOUG yLa TNV eMITEVEN KAAUTEPOU ATIOTEAECUATOG.
Enionc xpnown pelétn Ba ntav n edpappoyn sumAéwv Bepuotntag otov Bdalapo
TUnwong ywa otadlakn Puén tou tepayiou. H emiloyr auth mopEXeTal anod 1o Ansys
Additive.
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