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MepiAnyn

H tmapouoa dITAwPATIKY epyacia agopd oTn BewpnTikr avaAuon Tng amoppdPnong
0éoung AéiCep atrd pia empaveia dedOPEVNG TPAXUTNTAG KAl TNV TTPOCOUOIWCT TOU
QaIvouEVou XpnolyoTroiwvTtag 86pufo Tutrou Perlin yia Tn dnuioupyia TnG €TTIQAVEIAG KAl
Ray Tracing yia Tnv TTpooopoiwaon TG 0€oung AEICEP. 2TO KEQPAAQIO £va YiveTal avagopd
OTIG OUMBATIKEG KAl KN OCUMPBATIKEG KATEPYOATIEG KAl TTAPOUCIAOVTAl CUVOTITIKA didgopa
€idN PN CUMPPBATIKWY KOTEPYAOIWV. 2TO KEPAAQIO OUO avaAUOVTal TTEPAITEPW Ol APXEG
Aeiroupyiag Twv AICep, N TeEXVOAoyia AsIToupyiag Toug, KOBWGS Kal N EQapuUoyr) Toug o€
d1dpopeg kKaTtepyaoieg. Etriong TTapouaidletal n atrapaitntn BIBAIOYPAPIKA avaoKOTTNoN
KOl OUYKEKPIPEVA O1 apIBUNTIKEG KAl Ol UTTOAOYIOTIKEG HEBODOI TTOU XPNOIKMOTTOIoUVTal VIO
TNV MovteAoTroinon Katepyaolwv Me AéiICep. To KeQAAQIO Tpia TTPAYUOTEUETAI TN
MOVTEAOTTOINON ETMIQAVEIWY KAl TNV €loaywyn Ola@dépwyv TUTTWV BopuBou  evw
ETTIKEVTPWVETAI 0TO B6puPo TUTTOU Perlin. To TéTapto KeAAaio TTepIEXEl TN ueBodoAoyia
TTOU aKOAOUBNBNKE Kal OTO TTEPTITO KEQAAAIO TTAPOUCIACOVTAl T OTTOTEAEOUATA TNG
OITTAWMATIKAG £pyaoiag. 10 CuyKeKPIPEVA, apXIKA dnUIoUPYNBNKAv TUXAIEG ETTIPAVEIEG
OUYKEKPIPEVNG TPpaxUuTNTAG YE BAan Tov B6puPo Perlin kal 0Tn cuvéxeElia UTTOAOYIOTNKE N
armmoppo®non Aéifep atrd auTEG TIG €TMIPAVEIEG. Baolka cuutrepdopara givar n aueon
€€ApTNON TNG ATTOPPOPNONG CUVOPTACEI TNG ETTIPAVEIAG KAl TNG YWVIAG TTPOCTITWONG.



Abstract

The thesis is centered on the analysis of the absorption of a laser beam from a surface,
with Perlin noise being used to simulate the surface roughness. Chapter one is an
introduction to traditional and non-traditional machining techniques. Chapter two focuses
on laser technology and their use across machining methods. In this chapter, there is an
emphasis on recent literature and studies that have achieved an improved and more
realistic modeling of laser absorption by a surface. Chapter three introduces the different
types of noise including fractal and Perlin noise, discusses their advantages and
limitations and focuses in particular on the specifics of Perlin noise. Chapter four contains
the detailed methods used in this thesis and also the results obtained from following the
provided methodology. Surface roughness was successfully modeled using Perlin noise
and the surfaces that were simulated with Perlin noise were used to model the absorption
of a laser beam from a surface. The surface absorption was found to be directly
proportional to the surface roughness and another significant factor was the angle at
which the laser beam hit the surface with right angles resulting in the highest absorption.
The results obtained from negative (-60°) and positive (+60°) angles were highly
symmetric indicating that Perlin noise is suitable and does not produce technical artifacts.
The last chapter contains the conclusions reached in this thesis and also discusses future
work and directions.



EuxapioTieg

H mrapouoa dirrAwpaTiKA epyacia EAape pépog o1o EBvIKG MeTooBIo MNoAuTexveio, 0Tn
2x0A MnxavoAoywv Mnxavikwy. ZnNPavTikry CUPBOAN oTnv ekTTévnon TNG Epyaciag
QUTAG €ixe o utTown®Iog dIdAKTWP Tou Topéa TexvoAloyiag Twv Katepyaoiwv, Mavog

MatmraloyAovu.

©a nBeAa va aiEpwow TNV EPyacia auTr) 0Toug Yoveig pou, lwavvn kar Avva Mapial!



1. Eilcaywyn

O1 katepyaoieg €MTPETTOUV TNV dIOUOPPWON KAl TRV POPEPOTIoINON €vOG UAIKOU, Tnv
aTTOd00N CUYKEKPIMEVWY YEWMETPIKWY XAPOKTNPIOTIKWY O€ AUTO N TNV WETABOAN Twv
IDIOTATWYV TOU UAIKOU WOTE va dnuIoupynBEi Eva TEPAXIO PE €TTIBUUNTA XapaKTNPIOTIKA. H
KATEPYAOIUOTATA €VOG UAIKOU €ival n €UKOAIQ PE TNV OTToid TO UAIKO auTd PTTOPEI va
UTTOOTEI Hia | TTEPICOOTEPEG KATEPYATIEG Kal e€apTaTal atrd TIG dIAPOPES IDIOTNTEG TOU
UAIKOU OTTWG PINXAVIKEG, BEPUOPUOIKEG, NAEKTPIKEG KAl XNUIKES 1010TNTEG.

2 UYKEKPIYEVA €idN KATEPYATIWY OUXVA UTTEPTEPOUV AAAWV AVOAOYWGS TWV IDIOTATWY TwV
UAIKWV KOBWG Kal TwV TEAIKWV ATTOTEAECUATWY TTOU £TTIBUPOUVTAI va eTTITEUXBoUV. ‘ETOI
TA €idn TWV KATEPYACIWV TTOU XPNOIKJOTTOIOUVTAl YIA TNV TPOTTOTTOINON €vOG TEUAYiou
ouvnBwg egapTwvTtal arrd 10 TEAIKO TTPOIOV, TIG 1I01IOTNTEG TOU KATEPYALOUEVOU UAIKOU KAl
TAV ETTOUUNTH TTOIOTNTA. ZUXVA TO KATEPYACIUO TTPOIOGV XPNOIYOTIOIEITAlI HETA TO TTEPAG
TNG KATEPYATIAG TOU YIA TTapaywyr] GAAWV TTPOoIOVTWV.

2XEOIAOTIKEG TTOPAPETPOI MIOG KATEPYOOIAG TTPETTEI VA €ival N ETTITEUEN CUYKEKPIMEVWV
TTPOdIAYPAPWY, EAAXIOTOTIOINON TOU OUVOAIKOU KOOTOUG KATA TO duvaTtOv Kal O€
OuVvOUAO UG WE ETTITEUEN TTPOODOKWHEVNG TTOIOTNTAG TTPOIOVTOG, N MEIWON TWV PUTTWV KAl
uYnAOG BaBudg TTapaywyikoTnTas. ACTOXIEG OTA TTAPATTAVW PTTOPEI va 0dnyroouv o€
UynAG KOOTn, XOunAr TroldétTnTa, avaykn emavaAnyng TnG KATEPyaoiag Kal XaunAn
TTAPAYWYIKOTNTA.

YTrapxouv dId@opa KPITHPIA YIa TNV KATNYOPIOTToinon Twv Katepyaoiwy. MNapadeiyparog
XApIV, Ol KATEPYATIEG YTTOPOUV VA dIaXWPIOTOUV OFE:

° ApXEYOVEG KATEPYATIEG

° Katepyaoieg dilapdppwong

° Katepyaoieg atrooAg UAIKou
° Emeavelakég katepyaoieg

° Katepyaoieg ouvdeong

° Katepyaoieg TpooBrikng uAikou

Q¢ 1Tpog TO €idOG TNG evEPYEIOG Kal TeXvOAoyiag TTou xpnoiyotroigital (Eikéva 1.1),
MTTOPOUV va opadoTroindouyv ok:



2 UUPBATIKEG KATEPYATIEG
Mn cupBaTiKEG KATEPYATIEG

| Machining Process
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Turning
Boring
Drilling

Milling
Planing
Shaping

Broaching

Sawing

Filling

Gear forming
Gear generating

Chemical Machining - CHM
Electrochemical Machining -ECM
Electrochemical Grinding - ECG
Electrical Discharge Machining - EDM
Laser Beam Machining - LBM
Abrasive Jet Machining - AJM
Water Jet Machining - WIM
Plasma Beam Machining - PBM

Ultrasonic Machining - USM

Eikéva 1.1: Katnyopiomroinon karepyaciwv (Nukman et al. 2017). Aiaxwpiopog

KOTEPYOOIWV Of OUHBATIKEG Kal

MN OUUBATIKEG KOTEPYOUOIEG,

EVW OUTEG

KOTNYOPIOTTOIoUVTAl TTEPAITEPW AVAAOYa ME TO €i0OG EVEPYEING KaI TA EPYOAEia TTOU
TTOU XPNOIJOTTOIOUVTAI YIA TNV KATEPYATia




1.1 ZupBarikég Katepyaoieg

O1 oupBaTIKEG KATEPYOQOIEG TTAPOUCIACTNKAV WG ETTi TO TTAEIOTOV TIPIV OTTO TIG HN
OUMBATIKEG, PE OPIOPEVEG €CaIPEDEIG. TUTTIKA €idn KATEPYAOIWY TTOU XPNOIKJOTTOIOUV
oupBaTikG epyalcia gival n TOpveuar, 1o PPeCAPIOUA, N Asiavan Kail n dIATPNOoN, Ol OTTOIEG
€XOUV XPNOIYOTTOINBEI VIO AILWVEG YIA TNV ETTECEPYATIA AVTIKEIUEVWIV.

Ta TEPAOTIO TEXVOAOYIKA KOl ETTIOTNUOVIKA AAPATA QUEAVOUV TA €idN TWV UTTAPXOVTWV
KATEPYAOIWY KAl TWV QUVOTOTATWYV KATEPYOTIAG UAIKWYV, EVW £XOUV ETTIONG TTPOCAPUOCEI
Ta KAQOIKA €idn Katepyaoiwv o€ Blouynxavikd Tpotutra. ETtriong emtpémouv Tn
duvatoTnTa PadIKAG Katepyaaoiag XINAdwY TePaxiwv o€ PBIOUNXAVIKEG EYKATAOTACEIG ATTO
€CEIDIKEUPEVO TTPOOWTTIKO KOl POUTIOT KOl TNV ETTITEUEN TTOIOTIKWYV TTPOJIAYPAPUWY KAl
TUTTOTTOINGCT TWV TEAIKWYV TTPOIOVTWV.

MapakdTw TTAPOUCIACETAl PIA OUVTOPN IOTOPIKA avadpopr) oTn XpHon OuuBaTIKwv
Karepyaolwyv. Agiygata KaTepyaoiwv  eugavidovrar petagu  5,000-4,000 m.X. Kkai
Baoifovtal Kupiwg o€ EUAO, KEPAMIKA UAIKA, TTETPA Kal METAAANO, UAIKG Ta OTToia ATav
dlaBéoiya oto TepIBAAAov. Eidn otnv apxaia Meootrotapia kai Tnv apxaia Aiyutrto
EMPaVICOVTAl ATTEIKOVIOEIG XEIPIOTWY TOPVOU YIa TNV dIANOPPWON AVTIKEINEVWV.

Katd tov 14° kai 15° aiiva eg@avifovTal KaTepyaoieg TOPVOU aTnNV KeVTPIKN Eupwtm, ue
TTEPIOPIOPEVEG XPNOEIG OTTWG yia Tnv dnuioupyia poAoyiwv. O1 epyaAleiopnxaveg
TTOPOUCIACTNKAV OTIG APXEG TNG PBIOPNXAVIKNG ETTAVACTOONG KOl yvwploav TePAOTIA
avenon katd Tnv didpkeia NG Plopnxavikig eravaoctaong otnv AyyAia Tov 180 kai 190
aiwva. ‘Eva atro 1a kevipika TTpoowTra utrfpée o John Wilkinson, o o1T0iog KaTaokeUuaoe
éva opifovtio dpdatravo. 2T1a péoa Tou 200u aiwva John Pearson kaivotounce otn
OnuIoUPYia AUTOUATOTTOINUEVWY EPYAAEIONNXAVWY, Ol OTTOIEG €ival TTAEOV KABOAIKA
XPNOIMOTTOIOUMEVEG.

2€ OUYXPOVEG PBIOPNXAVIKEG EYKATAOTAOEIG TIOAAEG KATEPYAOiEG €eKTEAOUVTAI ATTO
EPYAAEIOPNXAVEG OTTWG Eival O TOPVOG, TO OPATTAVO Kal N QPECA, EVW Ol KOTEPYAOIEG
uynAng taxutnrag (high speed machining) €ival pia rponypévn TEXVIKI) KATEPYATIOG
UYNANG TTapaywyikoTNTAG, TTOU ETTITUYXAVOUV BEATIWUEVN TTOIOTNTA KOI OIKOVOMia. AuTo
oQeiAeTal oTNV TTApATAPNON OTI 0€ AugnuEvn TaXUTNTA KOTTNG META ATTO €va ONUEIO n
TTEPAITEPW AUENON TNG TAXUTNTAG KOTIN MEIWVE TNV BEPPOKPACIia OTO ONMPEIO KOTTAG
(Eikéva 1.2). ApxIKa Katepyaoieg uWnArng TaxutnTag aglotroinkav ato Tnv Biouynxavia
dIACTAPATOG OUWG TTAEOV AEIOTTOIOUVTAI TTAYKOOHIWG.



MAéov, n xprion OAOKANPWUEVWY OCUCTNPATWY TTapaywyrng Tou PBacifovral o€
NAEKTPOVIKO OXEOIOOUO Kal EUENIKTO cuoTANaTa TTapaywyns (Eikéva 1.3), emrpEmouv
TNV TTAPAYwWYH TTPOIOVTIWY aTTO TOV OXEDIAOPO TOUG £wWG TO TEAIKO €1MBUUNTO TTPOIOV.
2UXVA TETOIO CUCTAMOTA TTEPIEXOUV QUTOUATEG METAPOPIKEG BIATALEIG, BlIOPNXAVIKA
POUTTOT KAl ATTOBNKEUTIKOUG XWPOUG KAl ouoThuata e€AEyxou, T OTIOi0 QPUOVIKA
ouvepyadovral.
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Eikéva 1.2: [pa@iki ameikovion Tng 0epUOKpACiag KOTTAG Ot OXEON ME TRV
TaXUTNTA KOTAG Yia Sla@opeTikd UAIKA (Dudzinski, Molinari, and Schulz 2002). H
auénon TnG TaxuTNTa KOTTAG META aTTO éva onUEio PEIWVEI TNV BEPUOKPACia OTO onuEio
KOTING. AUuTA n TTapathpnon odiynoe oTn dnuIoupyia KATEPYAOIWY UYNANG TaxuTnTag
(high speed machining).
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Eikéva 1.3: Amreikdvion evog EuéhikTou ZuoTtiuatog Mapaywyng (Flexible Manufacturing
System) (Davidrajuh, Skolud, and Krenczyk 2018).). Ta EuéAikTa ZuoTtiuata Mapaywyng
atroteAouvTal AaTO NAEKTPOVIKO OXEDIOOUO KAl TTPOYPAUMATIONS YIa TNV opyAvwaon Kal
OIEKTTEPQIWON TNG TTOPAYWYNAG, AUTONOTEG HUETAPOPIKEG BIATAEEIS TTOU ETTITPETTOUV THV
METAQOPA TWV TEPAXiWY, ATTOBNKEUTIKOUG XWPOUG, PIOUNXAVIKA POUTIOT OTTWG AUTA TTOU
QTTEIKOVICOVTaI UE TTOPTOKAAI OTO yPAPNUA KAl SIATAEEIG TTOIOTIKOU EAEYXOU KAl AViXVEUONG
QO TOXIWV.

O1 kKartepyaoieg ME EPYOAEIOUNXAVEG PTTOPOUV VA KATATAXOOUV pPE BIAPOPOUG TPOTTOUG
OTTWG:

i) e Baon To €idOG TNG KATEPYATIAG TTOU TTPAYUATOTTOIEITAI

i) ue BAoel TO €idOG TNG TTPWTEUOUONG Kivhong

iii) wg TTPOG TNV aKpiBEIa TNG KATEPYAOIag, n OTToia PTTopE va gival xapunAn i uwnAn
iV) WG TTPOG ToV BaBPo e€eidikeuong ) Tov BaBuo auTopaTIoPoU TNG KATEPYATIOg

V) WG TTPOG XAPAKTNPIOTIKA TNG EPYAAEIONNXAVAG TT.X. TO BAPOG TNG



O apIBuNTIKOG £AeyX0G gival HEBOOOG AUTOPATOU EAEYXOU TTOU XPNOIMOTTIOIEI aAyopiBuoug
yla TV Agitoupyia epyalgiwv. MéEow Twv epyaleiopunXavwy Ol KATEPYAOieG JTTOPOUV va
TTPOYPOAUMATIOTOUV, JE ATTOTEAEOUA TNV AQUTOPATOTTOINCN Toug nEow Computer Numerical
Control (CNC) kai Tnv TUTTOTTOINGN TOU TTPOIOGVTOG 1) TOV XEIPIOUO TOUG ATTO ECEIDIKEUPEVO
XpPnotn. Ta UAIKa TTou ouvBwg XPNOoIYOTToIoUVTal PTTOPOUV va eviaxbouv OTIG €¢NG
KATNYOPIEG: METOAAQ, KEPAUIKA, TTOAUPEPN KOl OUVOETIKA UAIKA.

2AMEPQ, IOWG TO MEYOAUTEPO TTAEOVEKTNHA TWV E€PYAAEIONNXAVWY Eival n Taxutnta
KATEPYAOIOG TOU TEPAXIOU O POVADEG PBIOUNXAVIKNG TTAPAYWYNG VW AAAQ onuavTIKA
TTAEOVEKTAMATA €ival N AUgnon TNG TTAPAYWYIKOTNTAG, N QUTOPATOTIOINCN, N MEiWon Tou
VEKPOU XPOVOU Kal N duvatoTnTa YPAPIKAG ATTEIKOVIONG TNG KATEPYATIAG.

Biounxavik@ poutrdT xpnoigoTtrolouvTal yia d1adikaoieg TTou ouvABwG €ival ETTIKIVOUVEG
yld TOUG avOpWTTOUG VW Ol TOMEIG AEITOUpYiag TOug ouvexwg augdavovral. Etriong
aglotrolouvTal yIa TNV ETTITEUEN TTOPAYWYNS OUYKEKPIYEVNG TTOIOTNTOG.

MapoAa autd T oupPartik@ epyaAeia yia Katepyacoieg Trapouaidalouv  didgopa
pelovekTApaTa. MeTagu autwv gival n @Bopd Toug, OTTWG TTAPAdEiyMATOG XApIV OTA
KOTITIKA €pyoAgia Adyw TnG ETMAQNAG TOUG ME TO TIPOG KATEPyAOia TEPAXIO, TTOU
OUVETTAYETAI GUXVI] QVTIKATACTAOT TOUG KAl QUENON TOU KOOTOUG, N MEIWMEVN YEWMPETPIKA
Kal O100TACIOAOYIKN) aKpiEla TTou 0dnyei 0€ PeEIWPEVN TTOIOTATA, KABWG KAl TTEPIOPICHOI
OTNV TPOTTOTTOINCN TWV TTAPAPETPWY AEITOUPYIAG TOUG TTOU ONPAIVEl JIKPOTEPN EUEAISIA.

Kard Ttnv  OIdpKeld  CUPPBATIKWY  KATEPYAOIwyY  dnuioupyouvtal  OXNMOATIOUOI
MOKPOOKOTTIKWY QATTORAATWY TTOU 0dnyouv o¢ XAPNASTEPN TTOIOTNTA TTPOIOVTOG, EVW
QUENUEVOG gival KAl 0 GUVOANIKOG OYKOG ATTORANTWY 0dNYWVTAG OE OTTOTAAEG.

Emiong ouvu@aopévo pe 1o TTOPATTAVW E€ival TO AQUENUEVO KOOTOG OUVTAPNONG MIAG
epyaAeiopynxavig. Mo mpdopara €xouv TrapouciacTei AAAa €idn KATEPyAoIwv TTOU
Baoifovral o€ €MOTAPOVIKA ETITEUYUATA TOU TTPONYOUMEVOU QIWVA KAl O€ payddieg
TEXVOAOYIKEG KOAIVOTOMIEG OTTWG Ol KATEPyaoieg HE AEICEp, KATEPYAOieG TTAAOMATOG,
NAEKTPOXNMUIKEG KATEPYOQOIEG, Ol OIAPOPEG MOPPEG VAVOKATEPYAOIAG UAIKWV Kal TTIO
TTPOCQATA N TPICOIA0TATN EKTUTTWON METAAAIKWYV avTIKEInEvwy (3D Printers).



1.2 Mn oUupBaTIKEG KATEPYATIES

KaBwg Ta paydaia eMIOTAPOVIKA KAl TEXVOAOYIKG AAPATa 0dnyouv o€ UAIKA Y€ OAO Kal TTIO
augnuévn avtoxr o€ Pnxavika kar Bepuikd @oprTia, ol oupPatikég uEBodol ouyxva dev
evOEiKvUVTal VIO TNV ETTECEPYATia TOUG. KaTA OUVETTEIA, UTTAPYXEI MIO HEYAAN avaykn yia
QVATITUEN VEWV JOPPWYV KATEPYATIWY, Ol OTTOIEG VA JTTOPOUV VA avTaTTECEABOUV KOAUTEPQ
OTNV KATEPYQOia KAIVOUPIWY UAIKWV. ZNUAVTIKEG EPEUVEG EXOUV ETTITPEYEI TNV dnUIoupyia
KAIVOTOPWY TEXVOAOYIWV KATEPYOOIAG TIOU OUVOAIKA oOvopalovtal hn OUMBATIKEG
KATEPYATIEG.

O1 un oupBaTIKEG KATEPYOOTIEG ava@EPOVTal YEVIKA O HEBODOUG KATEPYATIAG, aPaipeong
 TTPOOONKNG UAIKWV HPE XPNon NAEKTPIKAG, NAEKTPOUAYVNTIKNAG, XNMIKAG, OKOUOTIKNG,
NAEKTPOXNUIKAG 1 BepUIKAG evépyelag | Péow akTivOBoAiag. AnAadr, ol CUuuBaTIKEG
KATEPYAOIEG XPNOIMOTTOIOUV OUVABWG HNXAVIKI €EVEPYEIQ, €VW Ol PN OUMPATIKEG
KATEPYATIEG XPNOIUOTTOIOUV KAl AANEG HOPPEG EVEPYEIDQG.

O1 un oupPatikég KaTepyaoieg oupadoTtrolouvTal o€ TPEIG BACIKEG KATNYOPIEG (OTTWG
@aivetal kail oTnv Eikéva 1.4):

° MnxaviKEG KATEPYATIEG
° OepUIKEG KAl BEPUONAEKTPIKEG KATEPYATIES

° XNUIKEG KAl NAEKTPOXNUIKEG KATEPYATIEG



Ultrasonic Machining (USM)

1 Water Jet Machining (WJM)

Mechanical Abrasive WaterJet Machining (AWJM)

Ice Jet Machining (IJM)

Electrical Discharge Machining (EDM)

Electron Beam Machining (EBM)

Non-Traditional Machining
Processes

Thermal
Laser Beam Machining (LBM)
lon Beam Machining (IBM)
Plasma Beam Machining (PBM)
=) ’ Chemical Machining (CHM)
Cliemical & > Photochemical Machining (PCM)

Electrochemical

Electrochemical Machining (ECM)

Eikéva 1.4: Katnyopiomoinon N CUMBATIKWY KATEPYAOIWV HE Bdon TNV Hopen
evépyelag mou xpnoigotrrolouv (Nukman et al. 2017). Opadotroinon Twv un
OUMBOTIKWY KOTEPYAOIWV OE€ WNXAVIKEG KATEPYOOiEG, BEPMPIKEG Kal OEPUONAEKTPIKEG
KATEPYATIEG KAl XNUIKES KOl NAEKTPOXNMIKEG KATEPYOQTIEG.

Mn cupBaTIKEG MNXOVIKEG KATEPYAOTIES €ival N KOTTA HE OEOUN UDATOG, N KOTIN UE DETUN
AelavTikwv KOKKwV (AJM) (Olsen 2000), n KOt MPE E€TTEVOEDUUEVA EKPNKTIKA Kal
Katepyaoieg amotrepdtwong (Eikéva 1.5). INa Tapddeiyua, n Katepyaoia PYe UTTEPXOUG
gival g oupBarTikr KOTEPYQOia a@aipeons, KATd TNV OTToia a@aipeiTal UAIKO atrd pia
ETMPAVEIN HECW DOVINOEWV UYNANG oUXVOTNTAG EVOG EPYAAEIOU OTNV ETTIGAVEIX TOU UAIKOU
(Eikéva 1.5) (Thoe et al. 1996) kai aglotroigital ouvnBwg o€ WPabupd UAIKA Kal o€ UAIKA
ME UWNAR okANPAOTNTA. € KATEPYATIEG KOTTAG JE DETUN UdATOG UYWNANG TTiEONG, N dEOUN
VEPOU AEIOTTOIEITAI VIO TNV KOTTA £vOG UAIKOU (Eikéva 1.5).

Mapddeiyua pn CuuBaTIKWY BEPUIKWYVY Kal OEPHONAEKTPIKWY KATEPYAOCIWV Eival N
nAektpodidBpwon (EDM), n otroia cival pia amd TIG TTOAAIOTEPEG M OUUPATIKEG
KATEPYAOieG Kal BacifeTal 0TNV EAEYXOPEVNG APAIPECNS KAl ATTOUAKPUVON JETAAAOU PEOW



NAEKTPIKNG dIABpwong oTrvernpa, aveeaptnTa atro TNV oKANPAOTNTA Kal TNV avToxr Tou
karepyagdpevou ulikou (Jahan 2015).

H nAektpodidBpwon €@apudletal ouyxva yid KATEPYOOId QywYIHWY UAIKWV Kal
agloTrolEiTal OTNV AgpOodIACTNMIKN PBlounxavia kair otnv autokivnrofiounxavia. AAa
TTapadeiyyara armoreAouv n Kot pe déoun Laser (LBC), n kot pe dEoun nAEKTPOViWY
(EBM) kai n kot ye déoun Aaouartog (PBM) (Eikéva 1.5). H kartepyacia pe d€oun
nAektpoviwv (EBM) eivar pia katepyaoia Otmmou 1a nAekTpdvia uwnAng TaxuTtntag
OUYKEVTPWVOVTAlI O€ MIO OTEVH] OE0UN TTOU KATEUBUVETAI TTPOG TO TEPAXIO E€PyaaTiag,
TTOPAYOVTOG BEPUOTNTA PE ATTOTEAECUA TNV EEATUION TOU UAIKOU, EVW XPNOIYOTTOIEITAI YIA
kot ] didtpnon (Eikéva 1.5).

Mn oupBaTIKEG XNMIKES KOl NAEKTPOXNMIKEG KATEPYAOIES €iVAl N NAEKTPOXNMIKN KOTTN)
(ECM), n nAektpoxnuikn Aciavon (ECG), N xNUIKA KOTI KAl N NAEKTPOXNMUIKN EKKEVWOT).
MNa T1apadeiypya n  PnNxaviky kKatepyooia nAekTpoxnuIKAG  ekkévwong (ECDM)
XPNOIYOTIOIEITAI YIO TNV KATEPYACIA NAEKTPIKA AYWYIMWY KAl JN aQywyIdwY UANIKWVY
(Eixéva 1.5).

Mia eiTTAé0V TaXUTATA QVOTITUCCOUEVN KATNYOPIO N CUKBATIKWY KATEPYATIWYV Eival Ol
3D ekTUTTWTEG, TTOU BadiovTal 0TV evattoBean UAIKOU pe TTOANQTTAG TTAEOveEKTAUATA
OTTWG TNV EAAXIOTOTTOINCN ATTWAEIWV UAIKOU, TNV PN XPNON KAAOUTTIWY KAl ECEIDIKEUUEVWV
epyaAeiwv kail Tn duvatdTnTa eAcuBepiag oxedlaopou peTagu GAAwv (Ngo et al. 2018). O
3D ekTUTTWTEG BOMOUV ATTO KATW TTPOG TA TTAVW £VA AVTIKEIMEVO PE EVaTTOBEON ETTITTAOV
OTPWHATWY UAIKWV. ETTiong utrdpxel KovoTnta TTPOYPOUMATIOTWY TToUu Onuioupyouv,
TPOTTOTTOIOUV KAl hoIpAdovTal TTPOYPAUUATA TTOU ETTITPETTOUV TNV dNUIOUPYIia KAIVOUPIWY
TTIPOIOVTWYV KOl KAIVOTOMIWV.

O1 un oupBaTIKEG KaTepyaaieg £XOuV TTOANQTTAG TTAEOVEKTANATA KAl ETTIAEYOVTAI O€ TTIO
OUOYXEPEIG OUVONKEG OTTWG:

i) o€ UNIKA PE pEYAANn okAnpOTNTa

i) o€ YaBupd UAIKA

i) 0Tav XpeladeTal eCAIPETIKA DUOKOAN YEWWUETPIO OTN KATEPYATia

iv) OTav atraiTeital KAAUTEPN ETTIPAVEIAKT) TTOIOTATA KAI MIKPOTEPN TPAXUTNTA

V) OTav atraiTeital JeyaAuTepn akpieia

vi) 6Tav n augnon TnG BEPUOKPATIAG Kal O1 ETTIPAVEIOKEG TAOEIG €ival AVETTIOUUNTEG.

vii) 0Tav atraiteital geiwon NG TTooOTNTAG TWV ATTORANTWYV KAl AugnuEévn atTodoon



viii) 6tav atraiteital eAayioToTroinon Tou Bopuou
ix) 6tav dgv ouvioTaTal ETTAPL EPYAAEIOU KAl KATEPYALOUEVOU TEPAXiOU

X) O0Tav 0 Xpévog CwNG Tou pyaAciou gival BaciKOG TTAPAYOVTAG

OpIouéva PEIOVEKTAUATA TWV PN CUMPBATIKWY KATEPYACIWY TTOU TTPETTEI va AapBdavovTal
uTTOWn €ivail:

i) Avaykn €GeIBIKEUPEVOU TTPOCWTTIKOU

i) OIKOVOUIKG CUP@EPOUCA POVO VIO CUYKEKPIMEVA UAIKA

i) MoAUTTAOKN Opydvwon TTapaywyng

iv) YWnAO KOOTOG apXIKNG ETTEVOUONG

v) O PBaBudg akpiBeiag opiohévwy PN CUUBATIKWY KATEPYAOIWV ouxva OtV eival
aATTOPAITATOG

vi) Zuyvd n TeXVoAoyia gival akOPa avaTITuooOPEVN

vii) YWnAO k6oT0G £mMdIopbwong

Mia utrokaTnyopia KATePyaolwy E€ival Ol ETTIPAVEIAKEG KATEPYATIEG O OTTOIEG OUXVA
dlaxwpifovtal e BEPPIKEG, BEPUOXNMIKEG KAl PUNXAVIKEG 1) JE BAON TO OTOXO TOUG O€
KATEPYATIEG TPOTTOTTOINONG ETTIPAVEING KAl KATEPYATiEG a1rdBe0NG UAIKOU. Baoikd €idog
BEPUIKAG KATEPYADIAG UE OTOXO TNV TPOTTOTTOINCN TNG ETTIPAVEING EVOG TEPAXIOU 1) KAl TNV
a@aipeon UAIKOU gival o1 KaTEPYAOieg JE AEICEP.
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Eikéva 1.5: Aid@opa €idn N CUPBATIKWY KATEPYAOTIWYV. ATTEIKOVION KATEPYATIOG PE
utTéPnXoug (ultrasonic machining), pe aktiva Aéilep (laser beam machining), katepyaaoia
pue Oéoun Udartog (water jet machining), pnxaviki kKotepyacia OE0PNG NAEKTPOViWY
(electron beam machining), katepyaoia nAekTPIKNAG ekkévwong (electrical discharge
machining), nAektpoxnuikp kartepyaoia (electrochemical machining) kai pnxavikn
KaTepyaoia pe AslavTikO TTidaka (abrasive jet machining).

Mnyn: https://www.machinemfg.com/non-traditional-machining/



2. Katepyaoieg pe Aéilep

H katepyaoieg pe A&ifep BaaiCovral aTn Xpron NAEKTPOPAYVNTIKAG OKTIVOBOAIOG yia TV
ETTITEVEN UWNANG EVEPYEIOKAG TTUKVOTNTAG O€ PIKPO E0TIOKO ONUEIO, WOTE VA dIOUOPPUWOEL
N va Alwoe€l  va eEaTuioel UAIKO, Kal €ival TO €id0G KATEPYATIOG TO OTTOI0 TTPAYHATEUETAI
auTh N SITTAWMATIKY Epyaaia.

Opiopéveg epeuvnTIKEG HEAETEG OTOXEUOUV OTN BEATIWON TNG atTOpPdPNONG OKTIVOBOAIaG
amo OIa@opa UAIKA KOBWG Kal €PEUVOUV TIG TTOPAPETPOUG TIOU ETTNPEACOUV TNV
aTroppoPNTIKOTNTA. ETTioNg onuavTiki €ival n PJOVTEAOTTOINON KATEPYAOIWV HE AEICEP
KABWG PE MIKPOTEPO KOOTOG KAl TAXUTEPA ITTOPOUV va EAeyXO0OUV OEIPA TTAPANETPWYV TTOU
eTNPEAdouV TNV TTOIOTNTA, TAXUTNTA ) TNV aKpiBEla TNG Katepyaaoiag

Ta TeAeutaia xpovia n xprion A€iICep yia BIOPNXavikh Katepyaoia UAIKWV €xel augnOei
ONPAVTIKA EVW KAIVOTOWIEG OTTWG TA TTAAUIKA AEICEP uWnAnG ouxvoTnTag (ultra-short laser)
E€xouv ouuBdaAel og auth TN 1aon. MNMAEov Ta A€ICep XpnoIdoTTolouvVTal o€ dIdgopa €idn
KATEPYAOIWY, EVW ME OUVEXEIC KAIVOTOUIEG OTOV TOPEQ O aPIBUOG TWV EQAPPOYWV
OUVEXWG augAveTal.

Katroia atmmd 1a Bacikd XapakTnpIoTIKA TWV KATEPYAOIWV PE AEICEp €ival n PIKPOTEPN
OTTaTtaAn UAIKWYV, N PEYAAN TTPOCOPUOCTIKOTNTA TOUG Kal N AETTTOMEPEIO KOATA TNV
katrepyaoia. [a  autd TO0 AOGYO XpnOIMOTTIOIOUVTOl  Of€  OUYKOAAACEIG  OTnv
QUTOKIVNTORIOMNXAViA, OTNV AEPOVAUTTNYIKA Kal OTa OIACTNUIKA QagEPOOKAPN, EVW
OUVEXWG QUEAVETAI N EQAPUOYI TOUG Kal o€ AANOUG BIOPNXAVIKOUG TOUEIG.

Etriong omn maykéouia Biopgnxavia ta TeEAEUTAia Xpovia TTapATNPEITAI TAXEIA AVATITUEN TNG
ayopdg Aéilep, evw Ta £000a a0 TTWAACEIG A&iICep Ta TeAguTaia TEOOEPA XPOVIA
augnlnkav kara trepitrou 50% (Shin et al. 2020), deixvovrag Tnv OAO Kal augavopevn
XPron Toug o€ TTOAOTTAOUG TOEIG.



2.1 Apxég Asitoupyiag Aéilep

Q¢ Aéilep opiCeTal pia TNy €0TIAOPEVNG HOVOXPWHATIKAG 1] OXEOOV PHOVOXPWHMATIKAG,
OUNQAOIKNG NAEKTPOUAYVNTIKIG OKTIVOBOAIOG OTO UTTEPIWDAEG, OPATO, I UTTEPUBPO PACUA.
O 6pog laser mmapatréutrel o€ Light Amplification by Stimulated Emission of Radiation,
EVW OTa €AANVIKA O avTioToixog 6pog eival Evioxuon ®wtég Méow Egavaykaouévng
EktrouTrrig AkTivoBoAiag.

2TIG TTEPIOCOOTEPEG TTEPITITWOEIG N OKTiVA AEICEP UTTOPEI va BewpnBei povoxpwuaTik,
TTapaATaUTa AUTO OEV €ival EQIKTO Kal gival Jia TTPOCEYYIoN KABWGS N HOVOXPWUATIKI aKTiva
AICEp QVTITTIPOOWTTEUEI £€va OUVOAO aTTO MAKN KUPOTOG TTOU PTTOPOUV va dIa@EéPOouV
eAaxIoTa HETOEU TOUG. Ta A€ICEP PTTOPOUV VA XWPIOTOUV O€ ouveX Kal TTaOApIKA. ETriong
Ol QVTIOTOIXEG OUOKEUEG YIA MNKN KUPATOG avw Twv 500um ovoudlovtal maser.

H apxn twv AéiCep PBacifetal otnv €gavaykaopévn eKTTOPTTH QwToviwv. Ta Paoikd
TUAPATA EVOG AEICEP KOBWG Kal 0 TPOTTOG AEITOUPYIAG TOU TTAPOUCIAfovTal OTNnV €IKOva 2.1

TO OTTOIO €ival oXedIAypappa AeiToupyiag evog AdiCep.

Ta Baoikd Tuuata Tou A£ICEp €ival:

° TO evEPYO UAIKO Tou A€ICep

° N evEpyela AvrAnong TTou TTPOCPEPETA

° €va KATOTITPO UWNANRG avakAQoTIKOTNTAG
° €va KATOTITPO PEPIKAG AVAKAAOTIKOTNTAG

° n déopun A&iCep
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Eikéva 2.1: Zxediaypaupa Acimoupyiog Aéilep, Omou Trapoucidlovral Ta Baoikd
XOPOKTNPIOTIKA TOU KABwG Kal 0 TPOTTOG AeIToupyiag Tou. To eOwTEPIKO €vOG A€ICep
atroteAeiTal ammd évav owAfva KUAIVOPIKOU OxedIQOoPOU, €VOG PJEOOU TTOU WTTOPEI va
evePyoTTOINBEi KOBWG aTTOPPOPATAI EVEPYEIQ KAl DlgyEipovTal Ta cwpaTidla Tou. O TpOTTOg
ME TOV OTToio evepyoTroigital To Aéilep eCapTaTal ammd 10 €id00g Tou evepyou UAIKOU TTOU
xpnoiyotroigital. OTTwG @aiveTal Kal oTnv €IKOva, o KUAIVOPIKOG cwAnvag trepIBAAAeTal
a1rd éva owARva QAag Kal €xel €va KATOTTITPo avakAaoTIKOTNTag 100% oTo éva Akpo £TOI
WOoTE va dlaTnpPEi Ta uTovIa JEca oToV OWARVA. To AANo dKpo Tou CwARVA, TO AKPO TTOU
EKTTEUTTEI OTNV TTPAYMATIKOTNTA TH MOVOXPWHMATIKI) OECMN, KAAUTITETAI ME €vav NI-
QVAKAQOTIKO KOBPEPTN, O€ AUTH TN TTEPITITWON KATA TO YpAPnua avakAaoTIKOTNTAS 99%
0 oT110i0G €ival n dIdTagn €£6dou Tou AéICep. AuTOG O KABPEPTNG ETTITPETTEI OTA GWTOVIA VO
Tagidevouv p€oa aTmod auTo €av KivouvTal TTPOG T OWOTA Kateubuvan, aAAG avTavakAd Ta
QwTéVIa av KivouvTal TTpog AdBog KateuBuvaon dnuUIoUPYWVTOG CUCCWPEUCT EVEPYEIAG
KAT auTOV TOV TPOTTO TTPOG Mia CUYKEKPIKEVN KaTeEUBuvan.

Mnyn ypaenuarog: http://www.indiastudychannel.com/attachments/Resources/

2uyxva 1a €idn AéiICep opadoTroiouvTtal (Eikéva 2.2) ye Baon 10 evepyo UAIKO TOUG O€:

° Aépia xpwoTika AéiCep (Gas Lasers)

o AuTA PTTOPOUV VA KATNYOPIOTTOINBOUV TTEPAITEPW OE:
[ ] HAekTpIKG

[ XNUIKWV avTIdpaocewv

° NE€ICep oTePed KaTdoTaong (Solid-state Lasers)



m To evepyo Péoo ival Baaiopévo o€ KPUOTAAAO 1 p&Rdo atrd yuaAi

° Né1Ilep Hulaywywyv (Semiconductor)
m Baoiletal oe xprion d1600u, n OTToia EVEPYOTTOIEITAI PE NAEKTPIKO

peuua

° Dye Lasers
m To evepyd péoo eival BAoIOPEVO O OPYAVIKEG PBAPESG AVAUEIYUEVES

ME OIAAUTIKO XPWHATOG

Types of Lasers

Chemical Semiconductor
Gas Lasers
Lasers Lasers Lasers Lasers
| 1 I
* Helium-
He-Ne Hydrogen Ruby cadmium * Gallium
Argon fluoride Nd:YAG Helium- nitride
Krypton Deuterium NdCr:YAG mercury InGaN
Xenon ion fluoride Er:YAG Helium- AlGalnP
Nitrogen Chemical Nd:YLF silver AlGaAs
Carbon oxygen- Neodymium Strontium Quantum
dioxide iodine glass vapor cascade
Carbon All gas Thulium YAG Neon- laser
monoxide phase Yb:YAG copper Hybrid
Excimer iodine laser Holmium:YAG Copper silicon laser
vapor laser

Eikéva 2.2: Alo@opeTIKa €idn A€1Ifep, METOEU TWV OTTOIWV aépla XpwaoTIKA Aéifep (Gas
Lasers), A&ilep otepedc katdoTtaong (Solid-state Lasers), Aéilep nuiaywywv
(Semiconductor).

O1 BewpnTikéG Bdoeig yia Tn dnuioupyia Twv AéiICep opeilovTal oTov AAuTTEPT AivaTdlv, O
OTTOI0G AVAKAAUWE TO QAIVOPEVO TNG £€avayKaouévng PONG, TO OTTOIO €ival ATTapaiTnTo



yla TN AgIToupyia Tou p€oou evioxuong (Evepyo UAIKO). To TTpwTo AéICep dnpioupynonke
10 1960 oTa epyaoctrpia Tou Hughes Aircraft Corporation otnv KaAhipdpvia 10 0T110i0
ovoudoTtnke RYBE Laser.

H onuaoia g dnuioupyiag Afiep ATAV €€ apXNG 0AQPNG PE TTOANEG KAl ONUAVTIKEG
EPEUVNTIKEG NEAETEG TNV iDIO DEKAETIA, TTOU 0O YNOE OTNV atrovour Tou BpaBeiou NOUTTEA
@uoikng 1o 1969 otoug C.H.Townes, A.M.Prokhorov kai N.Basov. ‘EkToTE Ta A€IEP £XOUV
Bpel Tapa TTOAAEG €QOpPUOYEG OTNV KABNUEPIVOTNTA OTTwG Ta barcode scanners oTa
oouTrEpUAPKET, Ta CD player kai o1 eKTUTTWTEG AEICEP, O€ OTPATIWTIKA TEXVOAOYia OTTWG
UTTEPOUYXPOVA OTTAQ, EVW ECAIPETIKA ONUAVTIKEG €ival KAl OI EPAPUOYES TwV AICEP OTOV
TOMEQ TNG UYEIAG OTTWG O€ XEIPOUPYIKEG ETTEPPATEIS AKPIBEIag.

‘Eva Té1o10 TTapadeiyua gival 1o AEICEP HUWTTIOG, TO OTTOIO TA TEAEUTAIO XPOVIA AGIOTTOIEITAI
OAO Kal TTEPICOOTEPO YIa TNV dI6PBwOoNn TNG OPACNG, EVW KOl OTNV KOOMUNTIKA 1ATPIKA
Q&IOTTOIEITAl YIO TNV QVTIUETWTTION TNG Tpixouiag. TEéAog, mpodo@ata A€iIfep €xouv
aglotroinBei Kal yia TNV dnuioupyia OAOYPOaUNATWY v 0To PEAAOV gival TTOAU TTIBavé va
augnBouv TEToIoU €idOUG EQAPUOYEG.



2.2 E@pappoyég TwV A€ICEp O€ KATEPYOAOIEG

Katepyaoia pe A€ICep gival hia hIKPO 1} VAVO KATEPYATIa TTOU €XEI OTOXO TNV ETTECEPYATia
€VOG UAIKOU A TNG ETTIPAVEIAG TOU, XPNOIUOTTOIWVTAG Wia 1) TTEPIOCOTEPEG DETUES AEICEP.
2€ avTiBeon pe AAAa €idn KOTEPYOOIWV EXEI OXETIKA PHEYAAN akpiBela aAAG Kal augnuévo
KOOTOG Kal oplopévoug Treplopiopoug (Eikéva 2.3). Kata tn katepyaoia pe d€oun Aiep
OTOXEUETAI OTO UAIKO PHEYAAN TTOOOTNTA ECTIAOUEVNG EVEPYEIAG.

2.€ METOAAIKN] ETTIQAVEIQ, TO NAEKTPOUAYVNTIKO KUPA a1TO TO AEICEP avTaAAQCEl EVEPYEIA PE
TA NAEKTPOVIA TNG ETTIPAVEIOG, UE ATTOTEAECUA TA NAEKTPOVIA VA DIEYEIPOVTAI KAI VA £XOUV
QUENUEVN EVEPYEID EVW QUEAVETAI KAI TO JNKOG KUPOTOG TOU NAEKTPOUAYVNTIKOU KUPATOG
Kabwg xavel evépyela. Etriong, PBaoika trAcovekThpaTa Twv A&ICep o€ Ooxéon MPE TIG
OUMBATIKEG KATEPYATIEG Eival TTWG OEV UTTAPXEI MNXAVIKI ETTAQPI UE TO TEPAXIO KABWGS Kal
0 MIKPOG XPOVOG TTOU ATTAITEITAI YIA TNV KATEPYAOTia.

AvapgifoAa, Ta Aéilep €xouv OAO Kal TMIO ONMUAVTIKO POAoug o€ TTOAAATTAOUG
Brounxavikoug Topeig (Lee et al. 2017) kai €xouv éva peyAAO €UPOG EQPAPUOYWV OE
d1apOpwWV TUTTWV £TTEEEPYaTiag UAIKwYV (Shin et al. 2020) oTTwg:

° 2TNV KATaoKeurn péow TTpooBnkng UAIkou (additive manufacturing),
° 2 Katepyaoieg ue utroBonbnon AéiCep (laser-assisted machining)
° 2€ MIKpokaTepyaoieg Pe A€iCep (laser micromachining),

) 2.€ unxavikr dlapopewaon Pe xprion Aéigep (laser forming)
° 2TV eTTECEPYQOia em@avelwy (laser surface texturing)
° 2€ OUyKoAAnoelg (laser welding),

° 2€ opupnAaTtnon e xprion déoung Aéiep (laser shock peening)
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Eikéva 2.3: Aopikég dIaoTAoEIG Kal €MITEUEIUN TTOIOTNTA ETTIPAVEIOG OTITIKWYV £vOETA
kahoutriwv (optical mold inserts) (Roeder, Guenther, and Zimmermann 2019).
Mapouaialovrtal kal cuykpivovTal d1IAPopa €idn KATEPYATIWV.

KaBwg atroppo@dral n BepUIKn evEPYEIT N ETTIPAVEIA TOU TEPAXIOU TAKETAI I eaTpieTal
Kal utTopEl va a@aipeBei eUkoAa. Kartd Tnv amoppo®non Twv aKTivwv atré Tnv
TIPOCTIITITOUCA ETTIPAVEIA N ATTOPPOPNON €CAPTATAlI TOOO ATIO TA XAPOAKTNPIOTIKA TNG
EMQPAVEIONG (TT.X. €IDOG UAIKOU, XOPAKTNPIOTIKA ETTIPAVEING) OO0 KAl TA XOPAKTNPIOTIKA TOU
AEICep (TT.X. MAKOG KUMATOG, ywvia TTpOoTITwong, TTOAwon).

Etriong uhikd katdAANAa yia katepyaaoia e A€ICep eival ouvriBwg auTd TTouU TTAPOUCIAlouv
uynAG BaBud suBpaucTtdTnTag Kal okANPOTNTAG YIaTti o€ avtiBeon HE TIG OUUPBATIKEG
KATEPYAOiEG OEV UTTAPXEI ETTAPH PETALU TOU EPYAAEIOU KAl TOU TEPAXIOU KAl OEV UTTAPXEI
KivOUVOG UNXQAVIKNG KATAOTPOPIG TOU UAIKOU.

MNa Toug TTapatravw Adyoug Ta A€ICep agIOTToIoUVTAl OE PIA OEIPA ATTO KATEPYATIiES OTTWG
dIATpNON, KOTTA, KpAuAToTToinon METAAWY, OTIABWHA, AUAGKWON Kal CUYKOAANON JETAGU
GAwv. 2uxva ouvdualovTtal ol Katepyaoieg Pe A&Ilep e oupPaTikd gpyalcia OTTwG n
TOpveuon Pe Tn Bondeia AéiCep, KATA TNV oTToia PTTOPEi TO A€ICep va Beppdvel Kal va
MOAQKWOEI TNV ETTIPAVEIN PEIWVOVTAG TNV YaBupdTnTa TOU UAIKOU, TTOU OTNV CUVEXEIQ



TOpVEUETAl. KATA OUVETTEIQ O€ TETOIEG OUVOUOOTIKEG KOTEPYOQTIEG, MEIWVETAI N POOPA TWV
KOTITIKWYV EPYAAEIWV Kal KABIOTAVTAI OIKOVOUIKA CUPPEPOUOEG.

Laser Beam

Cutting Fluid

Diamond

Workpiece .

Eikéva 2.4: Katepyaoieg pe utroponBeia amd Aéi{ep (Laser Assisted Machining).
Xpnon Aéigep wg TTNyA BEpPavVONG yiIa KATEPYATIa KOTIG ME KPUOTAAAO, KATA THV OTToia
n augnon Tng Bepuokpaciag pe 1o AéiICep uttoPonBacl TNV KaTEPyaoia Pe CUUPBATIKO
epyaAeio (Shin et al. 2020).

Laser Softening

High Pressure Phase
Transformed Region

[MOAANQTTAEG PEAETEG €OW Kl DEKAETIEG £XOUV OEigel OTI augnon NG Beppokpaaiag evog
UAIKOU odnyei o€ pegiwon TG SIATUNTIKAG TOU QVTOXAG, MEILWVOVTOG Tn oKANPdTNTA TOU
(Astakhov and Outeiro 2019; Pentland, Wennberg, and Mehl 1961). Aidpopeg
KATEPYAOIEG €XOUV ETMITEUXOEI TTOU va XPENOIYOTIOIOUV QUTAV Tnv 1810TNTA, OTTWG N
Bépuavon Pe eTaywyr Kal n XpHon NAEKTPIKWY AVTIOTACEWY, OPWGS auTéG oI uéEBodOI
E€Xouv TO BaCIKO MEIOVEKTNUA OTI Ogv €0TIACOUV TNV BEpPAvVON KAl KOTA CUVETTEIQ TNV
BepuoKpaCia oe OUYKEKPIPEVN TTEPIOXN TOU UAIKOU o€ avTiBeon e 1o AéiCep (Shin 2010).
H xprion Aéilep o€ ouvOUAONO hNE CUPPBATIKA EPYOAEIQ KOTTNG ETTITRETTEI TNV BEPUAvON TOU
TeEMaxiou kal Tnv OleukOAuvon Tng kartepyaciag (Eikéva 2.4) kai yia autd ouyvd
epapuodetal (Shin et al. 2020).

Etriong n avdaykn d1a0TACOAOYIKNG KAl YEWUETPIKAG AKPIBEIag £xel odNyrnoEl OTNV gupEgia
xpnoigotroinon A£ICEp O€ EQPAPUOYES PpeCapiopaTog, UIKpo®pelapiopatog (Jeon and



Pfefferkorn 2005), didtpnong (Ito et al. 2017), Aciavong (Tian and Shin 2007) kai KOTTAG
(Feng et al. 2019). Tétoieg eQapPUOYEG €XOUV XPNOIYOTTOINGEI yia TTAPA TTOAAG UAIKA
METALU TWV oTToiwVv To avoeidwTto atodhl (Dandekar and Shin 2009), kpdpara TiTaviou
(Hedberg, Shin, and Xu 2015), kpauata vikeAiou (Anderson, Patwa, and Shin 2006),
yuaAi (Park, Wei, and Jin 2018), nuiaywyoi (Ravindra 2011) kai kepapikd uAikd (Dong
and Shin 2017).

AN\N epapuoyr) O€ KATEPYAOieG €ival n eTmegepyacia €m@avelag Pe A€iICep OTTOU
XpnoigoTtrolouvTal éva f TTePIoTOTEPA AEICEP YIA TN dnUIoUPYia TTEPIODIKWY HIKPODOUWY
oTNV ETMQPAVEIQ EVOG UAIKOU. Zuxva xpnoiyotrolouvtal Aéilep TTaApwy (pulse laser) yia
TETOIOU €i0OUG KOTEPYOOIEG KAl Hia ATTO TIG TTIO OUXVEG DOUEG TTOU OnIoUpyouvTal
ovopadetal ‘surface ripples’ | kupatiopoi em@aveioag (Birnbaum 1965) (Eikéva 2.5), Tou
ouxva avagEpovTtal kal we laser-induced periodic surface structures (LIPSS).

Mpétrel va ToVIOTEI OTI KATA TNV ETTIQAVEIOKT KaTEpyaoia e AEICeEp N PopPoOAoyia TNG
EM@Avelng Oev €ival TO POVO XOPOAKTNPIOTIKO €vOG UAIKOU TToU OAAGCEl, v ouxvd
TTPOCdIdOVTAl KAIVOUPIEG IBIOTNTEG KAl XAPAKTNPIOTIKA OTNV ETTIQAVEIQ, TTOU UTTOPEI va
TTEPINAUBAVOUV BIAPOPETIKEG OTITIKEG, UNXAVIKEG 1] KAl XNUIKES 1010TNTEG.
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Eikéva 2.5: Emefepyaoia em@dveiag Oeciyyartog Tmitaviou  pe  Aéilep  OtTOU
XpnoigotrolouvTal dU0 OKTiveG AEICeEp aTTO JIOQOPETIKA TNy ME OIAQOPETIKI ywvia
TTPOCTITWONG Yia Tn dnuioupyia TTePIOdIKWY PIKpodouwyv (Shin et al. 2020). H TTaAuikn
OKTIVOBOAi  emTPETTEl  OONYEl  OTIG  YEWMETPIKEG  MIKPOOOWEG  KaBWg  Ta
NAEKTPOKTOUAYVATIKA KUpATA €iTEe oupyn@ifovtal €ite aAAnAoavaipouvTal. AVTIOTOIXEG
MIKPOOOMEG MTTOPOUV va dnuioupynBouv amd pia 1Ny Aéilep n otroia evaAAdoel
dlagpopeTikEG BEoelg (Shin et al. 2020).



MNa mapddelypa, o€ pia TPOoQATN £PEUVA, ETTIOTIUOVEG KATAPEPAV CNPAVTIKI BEATIWON
BepuIKAG ekTTOUTIAG (thermal emission) (100%) yia éva kpdaua NiTi yéow TNG XPAong
TTOAMIKOU A€ICep pe TTaAPO femptosecond (fs) AOyw Twv SIAQOPETIKWV PIKPODOUWY TTOU
onuioupyndnkav otnv emaveia (Yang et al. 2012).

2e Mia AAAn €peuva, OnuioupynBnkav em@daveieg uTTEPOIaBPOXNS (superwetting)
xpnoigotroiwvtag fs Aéifep yia TTUPITIO KAl avOpWTTIVO GPAATO Kal 1I0TOUG 0d0VTivng
(Vorobyev and Guo 2010, 2013). Ta teAeutaia xpoévia TTOANEG akOPn BloiaTpIKES
EQPAPMUOYEG €xouv OnuioupynBei OTTwg oTnv evioxuon Tng PBlooupBaTtdtnrag PETALU
KUTTAPWYV KAl TNG ETTIPAVEING EUPUTEUPATOG ] HETAEU KOKKAAWYV Kal EPpuTEUpaTWY (Batal,
Sammons, and Dimov 2019; Cunha et al. 2015).

O1 katepyaoieg pe AEICEp £Xouv oa@r) TTAEOVEKTANATA OTNV TTOIOTNTA TOU TTPOIOVTOG, TNV
QTTOTEAEOUATIKOTNTA AKOUA KOl O€ QUOKATEPYAOTA UAIKA Kal TNV €UEAIGIA wg TTPOG TNV
AeTTTOMEPEIO TNG YEWUETPIAG. MNa TTapddelyua Katepyaoia KOTMG PE AEICEp PTTOPET va
EQPAPMOCTEI 0€ OXEDOV OAA TA UAIKQ, 1810iTEPA O UAIKA OTTOU O CUUPBATIKEG HEBODOI KOTTAG
OUXVQA ATTOTUYXAVOUV.

EkT6¢ autwv 1a AfiIfep €xouv OXETIKA XauNAO KOOTOG ouvTtripnong Adyw Tou XaunAou
TTO00O0TOU POOPAG, DIOTI BEV UTTAPXEI PUOIKN ETTAPH HETAEU TOU EPYAAEIOU KAl TWV UNIKWV
TOU Tepayiou epyaaiag. MNapdT 1o apxikd KOOTOG ayopds AEICEP TTAPAPEVEI OXETIKA UWPNAD,
n 1TGON €ival T0 KOOTOG AUTOG CUVEXWG VA MEIWVETAI AOYW KAIVOTOPIWY OTOV TOMPEQ
TTapaywyng Twv AéiIfep. ‘ETol, avapéveral va ouvexioouv va augavovTal Ol EQAPPOYEG
TOUG O€ TTAPA TTOAAWYV TUTTWV KOTEPYOOTIWV.



2.3 MNeipapaTikég péEBodol yia TTpocdIopIcHO TG atTroppdPnong
aKTIVOBOAiag a1rd pia eTiQAveIa

KaBwg o1 akTiveg TTPOCTTITITOUV OTNV ETTIPAVEIQ TTPOG ETTEEEPYATia, N BEpuoKpadia TNG
QugaveTal avAAoya PE TO XOPAKTNPIOTIKA TOU UAIKOU OTTWG O CUVTEAEOTAG ATTOPPOPNONG
TOU Kal yI' auTo TO AGyo TO €id0G TOU UAIKOU Kai O1 I810TNTEG TOU €ival BACIKOI TTAPAYOVTEG
KATA TNV Katepyaoia.

O utroAoyiopdg TNG atToppoPnons akTivOBoAiag atrd £va Tepdaxio uttoAoyidetal atrd Tig
eClowoeig Ppéovel (Fresnel Formulas) (Hipp, Mahrle, and Beyer 2019). Me autég TIg
€CIOWOEIG UTTOAOYICETAI N CUMTTEPIPOPA MPIAG AKTIVAG QWTOG OTav auTtr) aAAddel péoco
d1ddooNG Kal eTTNPEACETAI ATTO TN YwVia TTPOCTITWOoNG Kal Tov OgikTn d1dBAaong (reflective
index). MapakdTw TTAPoUCIAfOVTAl CUVOTITIKA Ol AVTIOTOIXEG EGICWOEIG.

AnAadn o vouog Tng avravakAaong givai:

8i=6, (ESiowon 2.1)
OT1r0U ywvia TTpOoTITWONG €ival B; Kal N ywvia avakAaong givai 6.

Evw o vopog tou Snell (Eikéva 2.6) civai:

ny * sinf; = n, * sinf, (ESiowon 2.2)

OTrou 01 dlagopeTiKoi OEiKTEG DIABAAONG €ival N1 KAl Nz, N ywvia TTpOOTITWONG €ival B; kai
n ywvia didBAaong 6:.

Kai o d¢giktng avakAaong (n) givai:

n== (E€¢icwon 2.3)

v
OT10U €, N TOXUTNTA TOU WTOG OTO KEVO Kal V N TaXUTNTA TOU YWTOG OTO PECO.
H avakAaon yia 10 s-TTOAWPEVO QWG gival:

* i — 7% 2 .
R, = Z,%c050;—Z1%c0s0; (ESiowon 2.4)

Z,*c0S0;+Z *cosb¢

H avakAaon yia 10 p-TTOAwWMEVO QWG Eival:



* —Zq* | i
R, = Z,%C050;—Z1%c0s0); (ESiocwon 2.5)

Zy%c0SOt+Z,xcos0;

2TIG OTTOIEG OXEOEIG Z1 KAl Z2 €ival Ol QVTIOTAOEIG TWV JEoWV 1 Kal 2.

Eikéva 2.6: AiIGOAaon TTPpOCTTITITOUCOG OKTIVOG HE UTTAE XpwHa o€ £va 6pio (n). Mia
OeUTEPN QVOKAWWEVN OKTIiVO PE KOKKIVO Xpwua Trapoucidadetal (Comsol Multiphysics:
Quick Start and Quick Reference : Version 3.4 2007).

To Qwg TTOU TTPOCTTITITEI O€ Wi METOAAIKI] ETTIQAVEIQ UTTOPEI VO AVOKAAQOTEI, va HETODOOEI
f va armoppo®nBei. H atroppo@nTiIKOTATA £VOG UAIKOU OPIfeTal WG N avaAoyia JETALU TNG
QATTOPPOPOUNEVNG KaI TNG TIPOCTTITITOUCAG eVEPYEIQG. H pop@oAoyia kal n TpaxutnTa Piag
EMQPAVEING £TTNPEACOUV AUECA TNV aTToppoPnaon akTivoBoAiag atmd autry (Eikéva 2.7a-
c).

O1 peTAANIKEG €TTIQAVEIEG OTTOPPOPOUV PEYAAUTEPO TTOCOOOTO TNG TIPOCTTITITOUCAG
akTivoBoAiag atmo éva AéiCep (Indhu et al. 2018). Augnuévn TpaxuTNTA PIAG ETTIPAVEING
ouvnBwG CUVETTAYETAI KAl aUENON TNG ATTOPPOPOUNEVNG AKTIVOBOAIQG Kal BepudTnTag
(Auinger et al. 2014). Auté oupBaivel KaBwg N TPaxUTNTA TNG ETTIPAVEING ONMPIOUPYEI
dlaokopTion (scattering) TnG TrpooTriTrtoucag akTivag (Eikéva 2.7b-c) ev avriBéoel e
A€ieG €MQAVEIEG TTOU £XOUV HIKPOTEPN TPAXUTNTA KAl ATTOPPOPOUV AlyOTEPN AKTIVORBOAIQ
(Bergstrom 2008) (Eikéva 2.7b-c).
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Eikéva 2.7: Qaivopeva S100KOPTTIONG TNG OKTIVOBOAIGG KOBWG TTPOCTTITITEl O€
EMIQAvVEIa PE MIKPHA R MEYAAN Tpaxutnta. A. lwvia mpdomTwong akTivag (a) o€
emoaveia. Ta Oaypdupara B-C mapoucidfouv Tnv TTpOOTITWON aKTivag o€ dU0
EM@AVEIEG OTTWG QUTEG TTapatnpouvTal o€ peyeBuvoelg 1mm, 1um kai 0.1um. B.
ATToppO@NOoN akTIVOBOAIOG aTTé ETTIPAVEIQ PE MIKPH TPAXUTNTA €XEI WG OUVETTEIQ AIYOTEPEG
avakAdoeig, C. ATToppod@non akTIVOBOAIag atrd eTTIQAvEIa e PEYAAN TPaxUuTNTA €XEl WG
OUVETTEIO TTEPIOCOTEPEG AVOKAATEIG.

Mia ammd TIG TTPWTEG MPEAETEG TTOU €PEUVNOE TTEIPAUATIKA TO TTWG N TPaAXUTnTd MIAG
EMQPAVEING ETTNPEEACEI TNV ATTOPPOPNOH TNG 0€ PETAAAA riTav auTr] Twv Bennet et al.
(Bennett et al. 1968) evw atrd 10TE £X0OUV Yivel yeyGAQ GAPATA OTAV KATAVONGOT TOU TTWG
n TpaxuTnTa KAl n Bepuokpacia errnpedalouv tnv ammoppdéenon (J.-T. Wang et al. 2000)



KaBwg Kal Tn JOVTEAOTTOINON QUTOU TOU (QAIVOUEVOU. 2€ QUTHA TNV £pEuva, YETPAONKE n
Bepuokpaaoia Kovriad oTnv emM@AvEIQ TTOU Katepydadovtav 1o Aéifep kal dnpioupyrnnkav
MOVTEAQ yia Tn MEAETN TNG atToppdPNOoNG aKTIVOBOAIag amd auth. 'ETol o1 gpeuvnTég
£€deIgav OTI augnon NG BEPUOKPACIag CUVETTAYETAI KAl aUugnon TNG atToppoPnong mng
ETTIPAVEING HEXPI EVA OPI0 ATTO TO OTTOIO KAl UOTEPA TO TTOCOOTO ATTOPPOPNONG UEIWVETAI
(J.-T. Wang et al. 2000). Etriong 10 TTOOOCTO ATTOPPOPNONG APXICEl VA PEIWVETAI KOVTA
oTO onueio TENG Tou UAIKoU (J.-T. Wang et al. 2000).

2.€ IO GAAN €peuva, ETTIOTAPOVEG EPEUVNOAV TNV AVTAVAKAQON Kal TNV 0KEDAON TOU QWTAOG
aT1TO AKTIVOPBOAIQ O€ ETTIPAVEIEG ME DIAPOPETIKA TPAXUTNTA JEIYUATWY KPAPATOG YE BAon
oidnpo (Fe, 1 wt-% Cr). Ta cuptrepdopara fTav o1l 0 apIBPOS avakKAAoEwV £¢apTaTal
atroé TNV TPAXUTNTA TNG ETTIPAVEIAG Kal dNUIOUPYNONKE £va UTTOAOYIOTIKO HOVTEAO PEOW
TOU OTTOioU €D0€IEaV OTI PIKPEG AAANAYEG OTNV TPAXUTATA PTTOPET v 0ONYrOOUV O€ PHEYAAEG
dIAPOPEG TNG EVEPYEIAG TTOU EICEPYETAI O€ Eva HETOAAIKO deiypa (Auinger et al. 2014).

21pwpata ogediwv (oxide layer) kai em@avelakoi putrol (surface pollutant) etriong
emnpeddouv TNV ammoppdé@non  okTivoBoAiag  (Bergstrom  2008) kai  ouxvad
povTeAoTToloUvVTal (Bergstrom 2008). e pia Tpoo@aTn dNUOCIiEuon EPEUVAONKE TTWG N
TPaXUTNTA YIOG ETTIPAVEIOG KABWGS Kal aTpwpa o&eldiou Cr,O3 TTou dnpioupyrnénke otnv
emeavela amo avoeidwTto atodAl (AlSI 304) ernpeddel To TTOCOOTO ATTOPPOPNONG TNG
akTivoBoAiag (Mustafa et al. 2019). H au¢non tng €m@aveIakng TpaxutnTag Kal TOu
TTAxoug Tou oTpwuatog CroO3 odAynoe O0€ ONUAVTIKA augnon TNG atToppoPnTIKOTNTAG
TWV OEIYUATWY KAl OUYKEKPIPEVA atto Ry = 0,04 uym £wg R, = 1,9 ym xwpig emmioTpwon
Kal Je atrdéBeon €wg 6 pm, n atTroppoPnTIKOTNTA OTO A€ICEp PNKOG KUpatog 1064 nm
augnonke, avrioToixa, Kata 2,3 QopEG.

‘Epeuveg €xouv Ocigel OTI 0 OUVTEAEOTAG QATTOPPOPNONG MIOG ETTIPAVEIAG ETTNPEACEI
ONMAVTIKA TIG KATEPYATieG e AEICEP, EVW N EVATTOBETNON YPAWPITN OE ETTIPAVEIQ AULAVEI
TOoV ouvTeAeaTry amroppoenor Tng (Abazari et al. 2017). MNa va @Tdoouv 0€ AUTO TO
OUNTTEPACHO O EPEUVNTEG POVTEAOTTOINOAV UNXAVIKY KATEPYAOia KPAPATOG VIKEAIOU-
XpwHiou-poAuBdaiviou (inconel 718) pe utroBoribnon Afifep (Laser-assisted machining)
(Eikéva 2.3) kal Kataokevooav éva Bepuikd POVTEAO yia TNV PETAPOPA BEPPOTNTAG.
KaoBwg aug¢noav tnv Bepuokpacia Katd Tnv KATEPyaAoia a@aipeong UAIKOU atro
Bepuokpacia dwuatiou otoug 620 °C, diatTioTwoav pia peiwon 25% oTtnv €I0IKNA evEPYEIA
KOTTNG, BEATIWON TTEPITTOU 2-3 QOPEG OTNV TPAXUTNTA TNG ETTIPAVEIAG KAl pia augnon 200-
300% oT1n didpkela Cwng Tou Kepapikou epyalegiou (Abazari et al. 2017). Aré autrv Tnv
épeuva gival oageg OTI N KATepyaaoia KOTING 1 Xapagng utroonBoupevn atrd AEICep EXEI
TEPAOTIA TTAEOVEKTHATA.



Meipapatika n amoppdPnon akTIVOBOAIAG PETPIETAI JE OUO TPOTTOUG, O TTPWTOG Eival PE
MEOBODOUG OBepUIdOUETPIAG O OTIOIEG METPAVE AUECA TNV ATTOPPOPNTIKOTNTA I ME
POBIOUETPIKEG MEBODOUG TTOU PETPAVE TNV ATTOPPOPNTIKOTNTA EUUECA NECW QVAKAOONG
KOl EKTTOUTIAG TNG TIPOOTIITITOUCOG OKTIVOBOAiag (Bergstrom 2008). Ek Twv U0
ava@epBEVTWY PEBOdWY N TTPWTN EMITUYXAvVEl PEYOAUTEPN OKpiBela Kal TTPOTIUATAI
ouviBwg (Rubenchik et al. 2014). O1 reipapatikég nEBodOI yia TNV HEAETN OKTIVOBOAIaG
€ival 0a@WE ONUAVTIKEG KAl yIA TIG UTTOAOYIOTIKEG, KABWG ETTITPETTOUV TOV £AEYXO TOV
MOVTEAWV KABWG Kal TNV €TTAANBeuon 1) attéppIyn TOUG.



2.4 Ap1BunTIKEG Kal UTTOAOYIOTIKEG HEBODOI TTPOCSIOPICHOU TNG
S100popung akTIvoBoAiag

H péBodog avixveuong akTivwy @wTog (light ray tracing method) eival éva ouvoAo artro
OAYOPIBUIKES KAl apIBUNTIKEG EBODOUG TTOU ETTITPETTOUV TOV UTTOAOYIONO TNG d1adpoung
MIOG OKTiVOG OTO XWPO Kal TNV aAANAeTTidOpaon TnNg akTivag he Ta dIAQopa CWHPATA TTOU
OUVAVTAEl OTO XWPO.

Mo ouykekpIiyEva PE oUYXPOVA UTTOAOYIOTIKG TTpoypdpuata otTrTwg 1o Comsol, auti n
MEBODOG agloTToIEiTal YIO VO UTTOAOYIOTOUV Ta ETTITTEdA ATTOPPOPNONG, avakAaong Kal
01dBAaong o€ didgopa pnxavoAoyika TTpoBAAuaTa. Kartd cuvEtteia n uEBodOG avixveuong
OKTIVWV QWTOG JTTOPEI va EQAPPOOCTEI yia TNV TIPOCOUOIWON TNG aTTOPPOPNONG
OKTIVOBOAIAG aTTO pia €mM@QAVEID PEAETWVTAG TO TIWG N TPAXUTATA TNG ETTIPAVEING
ETTNPEACEI TO TTOOOCTO ATTOPPOPNONG ATTO AUTHV.

Etriong n p€6odog avixveuong akTivwv QwTog £XEI ONUAVTIKEG UTTOAOYIOTIKEG OTTAITHOEIG
Katd Tnv €@apuoyr TnG. Eivar onuavtikd va tovioTei TTwg Kal autry n uéBodog E€xel
TTEPIOPIOPOUG, I0WG O PBACIKOTEPOG €ival OTI Bewpei TTwG TO WG dIadideTal o€ eubeia
YPOUMI TO OTTOIO TTAUEI VA I0XUEI O€ KAIJOKEG AVTIKEINEVWYV AVTIOTOIXES ) MIKPOTEPEG TOU
MIKOUG KUPATOG TOU QWTOG.

Apa ot TTEPITITWOEIGC AVOAUCEWV O€ ETTITTEDO MIKPOKAIHaKAG n PEBODOG avixveuong
OKTIVWV QWTOG dev egnyei eTakpIBwg Ta gaivopeva (Niu, Zhu, and Lv 2019). 'E1oi o1 Niu
et al. gpedvnoav TNV aTTOPPOPNTIKOTNTA TPIWV EIOWV ETTIPAVEIWV HE OIAPOPETIKES
Mop@oAoyieg eTIQAvEING (Tuxaia pop@oAoyia, pop@oloyia oxnUATwWyY V Kal NUITOVOEIDN)
MOp@OAOyia) XPNOIUOTIOIWVTOG HEBODOUG TTETTEPAOUEVWY  OTOIXEIWV  Kal  Bewpia
NAEKTPOUAYVNTIKWY TTESIWV Kal £D€ICav OTI Ta JOVTEAQ TTOU TTAPAXONnoav gixav Tapa TToAU
KOAr) OUOXETION ME TA TTEIPAUATIKA OTTOTEAEOUATA TNG EPEUVOAG. ZUYKEKPIMEVA OTA JOVTEAQ
auTd oI DIAPOPES TTAPAPETPOI TNG ETTIPAVEIAG KABWGS KAl O TTAPAPETPOI TNG AKTivag AEICEP
OTTWG N ywvia TTPOCTITWONG KAl TO AKOG KUUATOG KABOPIoAv TNV ETTITUXIO TOU JOVTEAOU
o€ oxéon Pe Tnv reipapartikr) eraAi@suon (Niu, Zhu, and Lv 2019).

21NV £peuva Twv Bergstrom et al., o1 KOPUPEG O€ TPAXIEG ETTIPAVEIEG TTOU ATTOPPOPOUV
OKTIVOBOAIO HOVTEAOTTOINBNKAV WG YKAOUCIAVEG KATAVONEG KAl Ol EPEUVNTEG £0€ICaV OTI
TG00 TO VYOG TWV KOPUPWYV 600 Kal N KAion TOUG £TTNPEACAV GNUAVTIKA TV atToppoPnon
(Bergstrom 2008). lapauta n OUYKEKPIYEVN MEAETN €XEl WG TIEPIOPIOUO OTI Oev
QVTITTIPOOWTTEUEI ETTAPKWG TNV TPAXUTNTA OE PIA ETTIPAVEIN KAOBWGS OTN TTPAYMATIKOTNTA
UTTAPXEI TUXAIOTATA KAl TA OXAHATA TWV KOPUPWV OEV OTTOTEAOUV IO TEAEIQ KOTAVOWN).
Mia GAAn 1Mo 1pdo@aTtn €peuva XPENOIMOTIOINCE MOVTEAQ OTA OTIOId Ol KOPUQPEG
TTAPOUCIACTNKAV HECW MOBNUATIKWY POVTEAWV BACIOPEVWV OE QPAKTOA, KAl PUE AUTOV



TOV TPOTTO TTETUXAV KOAAUTEPN TTPOCOMOIWON TNG ATTOPPOPNONG TNG akTIvoBoAiag (H.
Wang et al. 2018).

H ammoppdenon g akTivoBoAiag £xel ueydAn onuacia og d1AQopous TOUEIG. [TauTd 1o
AGYyO n TPOXUTNTA TWV ETTIQAVEIWV KOl N TTPOCTITWON TWV OKTIVWV O€ QUTEG Egival
TTOPAYOVTEG KOl AVTIKEIMEVA PEAETNG ETTIOTNUOVWY TOOO O€ PACIKEG ETTIOTAPEG OCO Kal
EPAPUOCHEVEG TEXVOAOYIEG.

MeTacu Twv TTOAWV €QAPPOYWY Eival T QWTOROATAIKA Kal Ta QwToguaiodnTa TTedia
avixveuTh (light-sensitive detector fields), Tougic TTou €xouv yvwpioel avBion Ta TeAsuTaia
XPOvIa, Kal yia Ta oTroia BEATIOTOTTOINON TWV TEXVOAOYIWY Ba gixe TEPAOTIO onUacia yia
TNV KaBnuePIVOTNTA Twv avBpwTtwy. lNa Tapddeiyua, o pia Tpdo@ATn £peuva n
TPaXUTNTA TNG ETTIPAVEIOG O QWTOROATAIKA g€peuvnOnke kal BpEONke OTI augnon Tng
TPAXUTNTAG TNG ETTIPAVEIOG OUVETTAYETAI ONUAVTIKY PEIWON TNG ATTOpPOPNONG Kal KATd
OUVETTEIO TNG TTapayopevng evépyelag (Richter et al. 2015).



3. Xpion 6opufou yia TNV peAAICTIK) HOVTEAOTTOINOT
ETIPAVEIWV

H oToxaoTikOTNTA KATA TNV JOVTEAOTTOINGN ETITPETTEI VA ANPOOUV UTTOWN AVOUOIOYEVEIEG
Kl EGWTEPIKOI TTAPAYOVTEG TTOU OUVHBWG £TTNPEACOUV Eva OUCTNUA KAl Ol OTT0ioI 0dnyouv
O€ MN VIETEPMIVIOTIKEG AUOEIG. 'ETOI, n oTOoXaoTIKOTNTA £XEl AUNEON ONPOCia KATtd Tnv
EKTIUNON OXEDIOOTIKWY TTAPAPETPWY, VIO TNV TTPORAEWN TNG ATTOKPIONG EVOG CUCTANATOG
Kl TOV UTTOAOYIONO TNG aKPiBEIag TOU JOVTEAOU.

3.1 Anuioupyia 8opUBou yia TNV HOVTEAOTTOINOT ETTIQAVEIWV.

Katd tnv TTpOoKpoucn YIaG aKTivag QWTOG O€ Pia ETTIQAVEIQ N AViXVEUON TNG TTOPEIAG TNG
KaBopileTal a1rd Ta XOPAKTNPIOTIKA TNG, OTTWG N TPAaxUTNTA TNG, TTPOOUIEEIS UNIKWV 1
ETTIPAVEIOKOI PUTTOI, T OTTOIA TTAPOUCIACTNKAV OTAV TTPONYOUNEVN EVOTNTA.

H povrteAotroinon emm@aveiwy O KATEPYOOieG ME AEICEp €ival QVTIKEIMEVO OUVEXOUG
€peuvag PeE onUAvTiKEG epappoyeg. ‘Eva Baoikd tpoBAnua TTou avTIMETWTTICOUV Ol
EPEUVNTEG KOTA T MOVTEAOTTOINON ETTIQPAVEIWV E€ival N OwOoTA POVTEAOTTOINON TNG
TPAXUTNTAG TWV ETTIPAVEILV WOTE VA AVTIKATOTITPICOUV KATA TOV KAAUTEPO TPOTIO TNV
TTPAYHATIKOTNTA.

O1rwg TTpoava@EpOnkKe, d1AQopes HEBODOI HOVTEAOTTOINONG ETTIPAVEIWY £XOUV OOKINOOTEI
ME €QAPUOYI KAVOVIKWY KATAVOUWYV YIQ TNV TTPOCOMO0IWON TNG TPAXUTNTAG, Ol OTTOIEG
OMWG AyVOOUV CNUAVTIKEG AETITOPEPEIEG TWV ETTIPAVEIWY OTTWG UIKPOOKOTTIKA ETTITTEQ
TpaxutTnTag. Etriong £xouv trpoTtaBei péBodol Baoiopéveg oTn dnuioupyia dIa@OpwV E10WV
Bopufou yia TNV povteAoTToiNoN, ME iIOWG TTIO ONUAvTIKO To BO0pufo Paciopévo o€
QPAKTOA TTOU TTOPOUCIACTNKE O€ TTPOCPATN MEAETN.

H xprion Bopufou pe emmitreda dIOKUPAVOEWY KATA Tn TTPOCOUOIWON MIOG ETTIPAVEIAG
EMTPETTEI TN dNUIOUPYIA PIAG EIKOVOG PE PEANIOUO KAl AETITOPEPEIQ, XOPAKTNPIOTIKA TA
OTTOIa E€ival ATTAPAITNTA OE EPEUVNTIKO ETTITTEDO, KABWG TTOTE dEV OUVAVTWVTAI ATTOAUTA
opoIOpOPYEG eTTIPAvEIEG. ‘ETOI TO €id0g TOUu BopuPou TTou XpnolPoTTolEiTal KaBopilel o€
ONMavTIKO PaBud Tnv euoToxid TOU MPOVTEAOU  TTPOCOMOIWONG KOl ETTITPETTE
BeATioTOTTOINON TNG PEAETNG KATEPYATIWYV UE AEICEP.

ATTAG poviéAa Ta OTToid XPNOIYOTTOIOUV TuXaio B6pufo, Oev €MITPETTOUV OPOAEG
OlaKUPAvVOEIG OTn TPAXUTNTA TNG ETTIPAVEIAG, KAl OTTWG KAl T HOVTEAQ TTOU Bewpouv Tnv
EMMQPAVEIQ AEiQ ATTOTUYXAVOUV. X€ QUTEG TIG TTEPITITWOEIG N MOVTEAOTTOINGN MIOG Agiag



ETMQPAVEIOG ] MIOG ETTIQAVEING PE TEPAOTIEG, ATOKTEG KAl ATTOTOMES OIAKUPAVOEIG DEV
QVTIKATOTITPICOUV OWOTA TNV TTpayuaTtikotnta. Ev avriBéoel yovréAa Bopufou oTa oTroia
n Trponyouuevn B€on emmnpeddel TNV E€TTOMEVN ETTITUYXAVOUV ONPAVTIKA KOAUTEPQ
atroteAéopara (J.-S. Li et al. 2017).

2TN TTAPOKATW £VOTNTA TTAPOUCIAloVTal TTEPIEKTIKA Ta didgopa €idn Bopufou, OTTwG O
Tuxaiog B6pufog, B6puBog TUTTOU PpdkTaA, 0 B6puPBog TUTTOoU Worley kabwg kal o
B6puBog TuTTou Perlin. E¢ autwyv £xel dOKINAOTE N Xprion Tuxaiou BopuBou kal Bopuou
TUTTOU OPAKTOA O€ TTPONYOUUEVEG HEAETEG. [TapOAa auTd Ewg arjuepa dev EXouv eAeyxBEei
MovTéEAQ TTOU va XpnoidoTtroiouv B6pufo Perlin yia Tn povTeAoTTOINON ETTIPAVEIWY, TO
OTTOi0 ATTOTEAEI TO BEPA TNG TTAPOUCAG EPYATIAG.



3.2 Tuyaiog 86puog (Random noise)

O1 didpopeg pEBodOI Tuxaiou BopuBou XPNOIUOTTOIOUV WEUDOTUXAIOUG OAyopiBuoug yia
Tn dnuioupyia Tou. Mia utrokaTnyopia Tou Tuxaiou BopuBou gival 0 B6puPog Tiywv (value
noise) oTnv oTToia XpnolhoTrolEiTal grid yia Tov uttoAoyiouo Tou Bopufou oe KABe pixel.
To BaoIKOTEPO PEIOVEKTNUA AuTOU TOU TUTTOU BopuPou eival 6Ti o1 SIAKUUAVOEIS gival TTOAU
EVTOVEG KaI OEV QVTITTIPOOWTTEUOUV ETTAPKWG TNV TpaxuTnTa o€ emipaveies (Eikéva 3.1).

AANAN popen Tuxaiou BopuPou eival o Nkaouolavog B6puPog (Gaussian noise) KATad Tov
oTT0i0 oI TINEG TOu Bopufou akoAouBouv kavovikr) kartavour. Katd tn xprAon Tou
'kaouolavou BopuBou aglotroigital n avaloyia opaTtog TTpog B6puPo (Signal-to-noise
ratio).

Eikéva 3.1: lMapadeiyuata dnuioupyiag BopuBou pe BOpuPBo TUTTOU TUXaiog B6pPUBOG.
Eidn BopUBwv povrehotroimbnkav oe Python 3.6.

2UYKEKPIYEVA ETTIPAVEIEG DNUIOUPYNUEVEG PE TuXaio BOPUPBO dev dnUIOUPYOUV OPOAEG,
OUVEXEIG KAUTTUAEG, aVTIBETWG TTAPOUCIACOUV EaPVIKA GAPATA 1] AIXMNPES AKPEG TTOU eV
gival KaBoAou peaMIOTIKA.

MNa autdv Tov Adyo £xouv XpnolhoTroinBEi d1a@opeTIKOi TUTTOI BopUBOoU TTOU dnuUIoUPYOUV
ETTIPAVEIEG TTOU AVATTAPIOTOUV KOAUTEPA TNV TTPAYMOATIKOTNTA. AUTOI €ival Baciopévol 0Tn
Xpron kKAipakwTou Bopufou (gradient noise), TTOU €XEl WG CUVETTEIQ “KOVTIVA™ onueia va
EXOUV UIKPOTEPEG dIAPOPEG OTIG TIMEG BopuPBou TTou TTapouacialouv. H onuacia Tou



KAIHOKWTOU BopuUBou, UTTOPEI va TTAPOUCIOOTEl hE éva aTTAG TTapdadelypa. H ypagikni
atreikévion evog BaAdooiou KUPOTOG PE PEaAIoPd TTPoUTTOBETEl Ta dITTAAVA onueia va
€Xouv eAAXIOTEG DIAPOPEG OTIG TINEG BOPUBWYV TOUG KAl XPNOIUOTTOIWVTAG TuXaio B6pufo,
auTo O¢ PTToPEl va emmiTeuxBei. H xprion kKAIpakwTou BopuBou eTTIAUEI auTo TO TTPORANUA.



3.3 O6puBog ppakTaA (Fractal Noise)

Ta @PAKTAA AVOQPEPOVTAI O€ YEWMETPIKA OXAMATA Ta OTTOIa ETTAVOAQUBAvovVTal O€ ATTEIPO
BaBuo peyéBuvong Kal opioTNKAV TTPWTA ATTO TOV JABNUATIKO MAVTEAUTTPOT TN OEKAETIO
Tou 70 (Mandelbrot 1977) (Eikéva 3.2-3.3). To Ovoud Toug £xel piCa aTnv AaTIviKr) AéEn
‘fractus’ n otroia onuaivel ‘OTTACPEVOG’. 21N QUON PAIVOPEVA QPPAKTAA evToTTiCOVTAl O€
O1dpopa TTEdia OTTWG OTN YEWMETPIA OPICPEVWVY AVBEWY, OTA QUAANQ evOG TTEUKOU, OTIG
VIQADEG TOU XIOVIOU KalI TIG OIOKAAOWOEIG TWV QIHOPOPWYV AYYEIWV NETAEU AAAWV.

AAYOPIBUOI EUTTVEUOMEVOL OTTO TN QUON €XOUV XPNOIMOTTOINGEI yia TRV PaBnNUATIKA
TTapouoiaon Twv @PAKTaA (Eikéva 3.2). H povrehotroinon Twv @PAKTaOA  €XEl
XpnoigoTtroiNBei oe dIAPOPOUG TOMEIG €vag AT’ TOUG OTIOIOUG €ival Kal N ypa@IKh
ATTEIKOVION OXNUATWY OTOV KIVAUATOYPAPO Kal 0€ Yn@Iakda TraixVvidla.

H onpaoia Tou Bopufou PAKTAA £ykeiTal n duvaTOTNTA TTOU TTPOCPEPEI va augnBei n
AETTTOMEPEIO TNG AVAAUONG ETTAVOAAUBAVOVTAG TO YEWMETPIKO OXNUA OE DIOPOPETIKEG
KAipakeg pey€Boug. H diakupavon Twv TIHWVY ouvABwWS KaBopileTal HETAEU OUYKEKPIPMEVWV
opiwv. Ooeg TTEPICOOBTEPEG KAIMAKESG XPNOIYOTTOIOUVTAl TOOO augdAveTal N avaAuon katd
TN TTPOCOMO0IWON, Ol OTTOIEG CUXVA OVOUAlovTal OKTAREG. 2uvnBwg, yia KABe okTaBa n
ouxXvOTNTA QUEAVETAI KAI TO TTAATOG HEIWVETAI KOI KATA CUVETTEIQ KABE €TTOPEVN OKTARA
eTNPEACel AIyOTEPO TO OXNMA TNG ETTIPAVEIAG ATTO TNV TTPONYOUMEVN.
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Eikéva 3.2: lMNapadeiypata dnuioupyiog BopuBou pe PpdktaA. A. OpdkTal Tpuywva
TUTTOU Sierpinski B. Anuioupyia 6opUBou pe B6puBo TUTTOU PPAKTAA. Eidn Bopufwv
povTeAoTroinenkav oe Python 3.6.



2€ Mia TTPOO@ATN €pEuva  TTOU O@POPOUCE OIOdOUG EKTTOUTING QwTOG (LEDS)
XPNOIMOTIOINONKAV TTPOCOMOIWCEIG TwV OIOdWV EKTTOPTTIAG QWTOG AETTTAG PeEPBPAvVNG
(thin-film light-emitting diodes) pe @pAKTaA yia va d€igouv TTwg augnon NG TPaxuTNTAG
TNG ETTIPAVEIOG CUVETTAYETAI KAl TEPAOTIA YEIWON TNG PETAdooNG (transmittance) (J.-S. Li
et al. 2017).

Eikéva 3.3: The Mandelbrot Set. Mia a1ré TIG TT10 8IA0NUES ATTEIKOVIOEIG OXNUATIOUWY
OpAKTaA.



3.3 Worley Noise

O B86puBog Worley yvwaoTdg Kal WG KUTTAPIKOG BOpUB0G TTapoucidoTnke atro Tov Steven
Worley 10 1996 (Worley 1996). O 6pog KUTTapIKOG BOpUBOG OPEIAETAI GTNV OPOIOTNTA TWV
TTOPAYOUEVWY YPAPNHATWY PE KUTTAPIKO I0TO, EVW TA ATTOTEAEOMATA POIAJOUV PE auTd
TTOU TTapAyovTal a1rd KUTTapPa Voronoi.

O 66puBog Worley Aeitoupyei TOTTOBETWVTAG ONWEIa TUXaia OTO XWPO, dNPIOUPYWVTAG
MoTiBa TTou poialouv pe Kuwéles. (Ebert 2003). MpwTta dnuioupyeital derypatoAnyia
TUXQiWV ONPEIWY OTO XWPO. 2T CUVEXEIQ VIO OTTOIOBATTOTE ONMEIO TOU XWPOU WETPIETAI N
atmréoTacn atrd 10 TTANCIECTEPO oNMEI0. MTTOPOUE va UTTOBIAIPECOUNE TOV XWPO O€ KEAIQ,
TO0 KaBéva pe éva povadikd onueio Tpog €Aeyxo. ETtriong, mpémmel va eAéyEoupe TIg
aTTo0TACEIG OaTTd Ta onueiad OTa YeEITOVIKA KEAId yia va atmmo@euxBouv o@daAuara.
E@apuoyég Tou BopuBou Worley gugavifovtal oTn ypa@iki arreikévion tng BPoxng.

Eikéva 3.4: O6puBog TUTToU Worley i aAAiwg KUTTAPIKGG 06pufog Adyw ToOUu
OXNHATOG TWV TTAPAYOHEVWYV YPAPNUATWY ME KUTTAPA.



3.4 ©6puBog Perlin (Perlin Noise)

O B6puBog Perlin avagépeTal o€ pia pEBodo TTou avatrTuxdnke tnv dekasTia Tou 80 atmd
Tov Kev lMepAiv (Perlin 1985) yia 1n dnuioupyia BopuBou. ‘Evauopua yia Tov Kev MNepAiv
ATav n armoucia pPeaAiCPoU OTNV ATTEIKOVION QUOIKWY @QAIVOPEVWY OTa  YPAQIKA
UTTOAOYIOTWV.

Apxikd, n u€B0OOG auUTr AgIOTTOINONKE OTOV KIVAUATOYPAPO YIA TNV TTPOCOUOIWAT TOTTiWV
Kal GAAWV XOPOKTNPIOTIKWY PE HEYAAUTEPN aANBO@AVEIa KAl VIO QUTH T OUVEICPOPA TOU
o Kev MepAiv BpaBeutnke pe 1o BpaBeio Ookap. MNapauta n uEB0dOG £xel eTTEKTAOET TTAEOV
o€ TTOAOUG GAAOUG TOMEIG METACU Twv oTroiwv PBivreotraixvidia (Sims 1991), oe
MovTeAOTTOINON OTnN Pnxavikl peuotwv (Bridson 2008) kai peBodoug payvnrikAg
Topoypagiag (Ma et al. 2013).

H paBnuartikn e€nynon tou BopuPou Perlin TTapouoidletal oto didypaupa 3.5.

Na Tov B6puBo Perlin apxikd dnuioupyeital Eva TTAEyua.

MNa kabe otoixeio Tou TTAéypatog o€ KABe pia atrd TIGC TECOEPIG YWVIEG TOU
TETPAYWVOU dNUIOUPYEITAl £va DIAVUCUA PE TUXAIO TTPOCAVATOAIOUO.

2710 €IKoVIOpEVO TeTpAywvo (eikdva 3.5A), o KABe pia AtTd TIG KOPUPEG TOU
dnuIoupyoupe éva Weudotuxaio diavuopa KAiong. To diavuopa kKAiong dnuioupyei
Mia OeTikr) kateuBuvon TTPOG TNV KATEUBUVON TTOU OEiXVEl KAl HIO apvNnTIKA
KateuBuvon TTou opileTal avTiBeTa atrd TNV BETIKN (€1K6va 3.5B).

To emopevo BApa NG O1adIKACIOG EYKEITAI OTOV UTTOAOYIOUO TWV TEOCOAPWV
dIaVUOUATWY OTTO TO EDOUEVO CNEIa.

‘ETreITa UTTOAOYICOUE TO ECWTEPIKO YIVOPEVO PETAEU TWV OIAVUOPATWY KAIoONG Kal
ATTOOTAONG TTOU Pag divouv TIG TEAIKEG TINEG ETTIPPONG.

‘Etreira TTapeUBAANETAI PMETACU TwV 4 TIMWV TTOU UTTOAOyioTAKAV (S1aypappa
3.5C), ye a1TOTEAECUA VA £XOUNE VA OTABUIONEVO HECO OPO PETALU TWV 4 ONnUEiwY
TOU TETPAYWVOU.

AvrtioToixa uttoAoyieTal o 86pupog Perlin kai o€ TTEPIOCOTEPES DIAOTACEIG.

TENOG, yia va yivel ouaAr] N HETABAON PETAGU TWV KAICEWV XPNOIYOTIOIEITAI JIG CUVAPTNON
fade, Tou ovopddeTal TTiIONG KAUTTUAN EUKOAIAG KAl N OTToia TTAPOUCIAZETAl TTAPAKATW:

3t% - 2t° (E€¢iowon 3.1)
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Eikéva 3.5: BAipara utroAoyiopou 8opufou Tutrou Perlin. A. OpiCetal TETpAYWVO Kal
o€ KABe pia a1Td TIG KOPUPES TOU dnpioupyouue Eva weudoTtuyaio diavuoua kAiong. B. To
didvuopua kKAiong dnuioupyei pia BeTIKA KaTeuBuvon TTPOG TNV KATEUBUVOTN TTOU BEiXVEl Kal
MIa apvnTIKA KaTeuBuvaon TTou opifeTal avTiBeTa atd Tnv BeTIKA. C. MNapeufdaAoupe peTagu
TWV 4 TINWV TTOU UTTOAOYIOTNKAV, JE OTTOTEAECUA VO £XOUUE €va OTABUIOPEVO UECO 6pO
METAEU TWV 4 OnUEIWV TOU TETPAYWVOU.

H xprion Bopupou Tutrou Perlin €xel TTOAG TTAEOVEKTAMATA:

e [lapdayel pia eravaAapBavopevn weudoTuxaia TiA yia KGBe B€on e106d0u
e 'Exel yvwoTO UpOg (OuvABwWG peTagU -1, kai 1)

o 'Exel XWPIKN ouxvoTnTa TTEPIOPIoPEVNG Cwvng (dnAadr) gival opaAn)

e Agv dnuioupyouvTal eppavi eTTavalapBavopeva PoTia

e H xwpIkA Tou ouxvoTnTa €ival apeTapAnTn

e Eival un mepiodikodg B6puog

o KabopileTal atrd yia oeIpd TTAPAUETPWY AUEAVOVTAG TNV EUEANIGIO



Eikéva 3.6: Anuioupyia diodidoTtatou mAéypatog Bopufou Perlin, O1TOU KOVTIVEG
TTEPIOXEG €xOuv  TTapopola  emmimeda BopuBou kal  ameikdvion Twv  dlIAVUCPATWYV
KaTeubuvong.

Emriong €ival onuavtiké va TtovioTei 011 TO didvuopa KAiong ival WyeudoTuxaio yiati yia
OTTO100MTTOTE GUVOAO OKEPQIWYV TTOU EI0AYETAI OTNV £€icwon Tou diaviouaTtog KAiong, Ba
Byaivel TTévTa TO idI10 ATTOTEAET Q.

EmmAéov, emaAAnAia atmd okTaREG XpnoIYoTToIEiTal yIa va auénBei n peaAIOTIKOTATA TOU
TEANIKOU  OTTOTEAEOUATOG.  ZUYKEKPIYEVA, TTOAAATIAEG  ouvapTtrioelg  BopufBou  uE
OIAPOPETIKEG ouxvoTNTEG Kal TTAATN TTpooTiBevTal. 10 ypdenua 3.7 TTapoucidleTal
TTPOCOUOIWAaN ETTIPAVEING PE DIAPOPETIKO apPIBUO OKTARwWV.



Eikéva 3.7: NMpooopoiwan em@aveiag vepou ue 16, 8 1 4 oktafes. To ypaenua TapOnke
atréd Tnv €peuva Twv Li et al. (H. Li et al. 2018).



3.6 Simplex Noise

Mia diagopoTtroinon Tou BopuBou Perlin gival n péBodog Simplex (Perlin 2002), Tnv otroia
dnuioupynoe o id1og o Kev lMNepAiv wg BeATioTotToinon Tou BopuBou Perlin To 2001 (Olano
et al. 2002).

H Baoikr diagopoTroinan £ykeiral aTo OTI N €TTIAOYN TNG CUVAPTNONG TTAPEUPOARG O€ KABE
SidoTaon oTNV apXIKA TTapouaiacn Tou BopURou Perlin ATav 3t - 23, n otroia TepIéxel PN
MNOEVIKEG TINEG OTn deUTEPN TTAPAywyo TnG, 6t-12t, yia t=0 ka1 t=1. Autd ptropei va
TTPOKAAEDEl OTITIKA o@AApaTa Otav  AauBAaverar n TTapaywyog Tou Bopufou de
ATTOTEAEOUA AUTEG OI AVWHPOAIES va TTAPAYOUV QVETTIOUUNTEG UWPNAOTEPEG CUXVOTNTEG OTN
ouvaptnon BopuBou trou TrpokuTTTEl (Perlin 2002).

AUTO €TTIAUBNKE PE XProN PIag ouvapTnong TEPTITOU Babuou:

6t° - 15t* + 10t3 (E€¢icwon 3.2)

Ta Baoikd TTAcovekTpaTa TNG PEBOdOU Simplex oe oxéon pe Tov B0puRo MEPAIV givai:

° 0 MIKPOTEPOG APIBUAG UTTOAOYICHWY TTOU ATTAITOUVTAI

° TO MIKPOTEPO UTTOAOYIOTIKO KOOTOG TNG

° N €UKoAia xprion TnG yia TToAudidoTara TTpoBAAuaTa

) OTI o€ avTiBeon pe Tov B6puPo Perlin dev TTapouaciddel Texvoupyrnuara (directional

artifacts) 1Tou TTpokUTITOUV OTAV AUEAVETAI N oUXVOTNTA TOu BopuPou Perlin

) N €UKOAIa PE TNV OTToia TTOAAATTAEG OKTARBEG UTTOPOUV va TTPOOTEBOUV

MNa autd 10 AGyo onuepa 1 uEBOdOG Simplex €Xel AVTIKATOOTAOEI O TTOANEG EQAPUOYEG
TNV uEBodO Perlin, av kai o1 dUo odnyouv og TTapopolia arroteAéopara (Eikéva 3.7).
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Eikéva 3.7: Anuioupyia 6opUBou pe B6puBo TUTTOU Perlin. Eidn Bopupwv
povTeAotroinBnkav o€ Python 3.6. Ipa@ikr atreikévion TG ouvdptnong 3ou Babuou TTou
apXIKG xpnoliyotroindnke yia Tnv dnuioupyia BopuBou Perlin kai Tnv ocuvapTtnon 5ou
BaBuou H mpdoivn KauTruAn cival n mapeuBoAr 3ou BaBuou, n OTToia £XEI AOUVEXEIEG
0euTepng TagNG o€ t = 0 kai t = 1. H putrAe KauTtrUAn gival n véa TapePBoAA TTEUTTTNG TAENG,
n otroia dev UTTOPEPEl aTTO acuvéxeleg OeuTepng TaEng o t = 0 kai t = 1. Mnyn
https://developer.nvidia.com/gpugems/gpugems/part-i-natural-effects/



4. Me0odoAoyia

2.€ AUTAV TNV €VvOTNTA TTOPOUCIAloVTal HE AETITOPEPEIO T BripaTa Kal n ueBodoAoyia TTou
aKOAOUBAONKE KATA TNV £€peuva O0€ AUTHV TNV OITTAWMATIKA £pyacia, YETALU QUTWYV Kal Ta
AoyiopIKG TTOU  XpnolyoTroimenkav Kal o1 eVIOAEG TTou €I0nXBnoav Kabwg Kal n
ETTECEPYATIA TWV ATTOTEAEOUATWV.

4.1 Anpioupyia Bopufou

2TN CUYKEKPIYEVN DITTAWMATIKY €pyaacia yia Tn dnuioupyia Bopuou ETTIKEVTPWONKA OTO
Ob6puBo Perlin, Ta XapakTNPEIOTIKG TOU OTIOIOU TTAPOUCIACTNKAV OTO TTPONYOUNEVO
KEQPAAQIO, KAl O OTTOI0G OEV £XEI XPNOIUOTTIOINOEI £WG ONUEPA YIA TOV TTPOCOPOIWON TNG
ammoppo®nong akTIvOBoAiag AéiICep atmd  pia  PETOAAIKN  ETTIPAVEIA  OUYKEKPIMEVNG
TPAXUTNTAG. OTTWG £XEI TTIPOEITTWOEI TTAOPOUCIAZE! TTOAAG TTAEOVEKTIUATA KAI VIO QUTOV TOV
AOYO €xel xpnolidotroiNBei o€ PEAMIOTIKEG QATTEIKOVIOEIG OTOV  KIVNUATOYPAPO Kal
BewpnBnke MOAVO va BEATIWOEI KAl TNV JOVTEAOTTOINON TNG TTPOCTITWONG OKTIVOBOAIQG
AICep o€ emIPAveIq.

O 06pupog Perlin uttohoyioTnke oto TakéTo Comsol (Comsol Multiphysics: Quick Start
and Quick Reference : Version 3.4 2007).

O1 TTapaueTpol TTou TMAEXBNKavV ATav:

° Size: 6 (n kABe TTAEUPA TNG ETTIPAVEIOG O AdIOOTATOTIOINUEVEG HOVADEG)
° Octaves: 5
° 0O2: variable

Evw n e€iowon 1Tou XpnoiyoTroidnke ATav:
z=6*t° - 15*t* + 10*° , OTrou, t>0 kau t<1 (E¢icwon 4.1)
21NV €Ikéva 4.1 TTapouciddeTal n Xprion okTaRwv Kai n eTTaAAnAia Toug yia Tnv dnuioupyia

MIaG ETTIQAveEIag TTou €xel TTapaxBei pe B6puPBo Perlin pe Baon mg TTAPATTAVW
TTOPANETPOUG. TO UWPOG TNG ETTIPAVEIAG €ival AVAAOYO TOU XPWHATOG OTNV ATTEIKOVIOT.



2TnVv €IKova 4.2 TapouciddeTal n Xprion okTédpwv Kai 0 Cudyn@IoPOg TOug yia Tnv
dnuioupyia Tou BopuBou Perlin. Eivalr gavepd TTwg n TpwTn okTaRa divel pia 1o opaAn
TTPOCEYYION, eV KABE eTTOpEVN OKTARO augdvel Ta etTiTreda Bopufou.

Eikéva 4.1: Mapadsiypa dnuioupyiag BopuBou Perlin yia Tnv avamrapdoraon
EMIQPAVEIAG. TO XPWHA QVTITIPOOWTTEVEl TA ETTITTEdA TPAXUTNTAG ME KOKKIVO XPWHA va
€XOUV Ol TTIO TPAXIEG ETTIPAVEIEG KAl PUTTAE XPWHA OI AIlyOTEPO TPAXIEG.
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Eikéva 4.2: Anuioupyia BopuUBou Tutrou Perlin. Kafe kupaTtik ouvdprnon oTo
YPA@NMUA AVTITTPOCWTTEVUEI M1 OKTARBA.



4.2 Anpioupyia emipaveiag oto Comsol
AnpioupyriBnke 3D em@dveiag oto Comsol, MAEYOVTAG TN XOPAKTNPIOTIK) OUVAPTNON
interpolation kai elcaywyn Twv dedOPEVWY YIa KABE €TTIQPAVEIA TTOU €€l dNUIoUpyNnBEi e

Baon 1o Perlin noise.

dopTwbnKe TO apxeio pue Tov B66puPo Perlin TTou dnuioupyrRBnke Kal xpnoiuoTToIRenkav ol
evioAég Geometry > Build Block pe dilaotaoeig 6x6x6 (mm).

2 UYKEKPIYEVA, OPIOTNKE N ETTIPAVEIQ HEOW TWV evioOAwv Geometry > Parametric Surface
ME TIG ETTITTAEOV TTAPAUETPOUG S1, S2:

First parameter:

° Name: s1
° Minimum: O
° Maximum 6

Second parameter:

° Name: s2

° Minimum: O

° Maximum 6

Expressions:

° X: 81

° y: 82

° z: surface_function(s1,s2)
Position:

° x: 0

° y: 0

° z: 6



Relative tolerance: 1E-20
Maximum number of knots: 100

Me Bdon autd Ta XapaKTNPIOTIKG dnuioupyndnkav KUBoI TNG HOPPNG TNG EIKOVaG 4.3.

Eikéva 4.3: Anpioupyia kuou mpog povreAotroinon oro Comsol.

‘Emreima xpnoigotroiénke n evioAn Partition Domains yia Tnv a@aipeon Tou dvw TUAUATOS
Kal Tnv dnuioupyia TnG em@aveiag. H ouvaptnon autr) emTpETTEl TRV OIQUEPION KAUTTUAWYV
1 ETMPAVEIWV PE DIAPOPOUG TPOTTOUG.

Mo ouyKekpIPEVA XPNOIKOTTOINBNKE N EVTOAN:
Partition Domains kai emAéXONKe TO OUVOAIKO avTikeipevo (blk1)



Kai €tTeira n evioAn:
Partition with Faces

Kai emAéXONKe N ypauur TOUAG.

2710 €TTOMEVO Bripa emAEXONkav Geometry > Delete Entries
Kai eTmIAéEXONKE:

Geometric entity level: Domain

To o110i0 pag 0driynoe oTnV £TMQPAvEIA TNG £IKOVAG 4.40.

etriong, €yive kal Convert To Surface armé Geometry > Conversions > Convert to Surface

MNa uywnAotepn avdaAuon kal okpifeia Katd TV povtehotroinon €mmAExOnke Mesh >
Element size > Extremely fine.

Otrwg TTapouacialetal otnv IkOva 4.43.



Eikéva 4.4: Anuioupyia emipaveliag Tpog povreAotroinon oro Comsol kal xpRon
TAEYHaTOG UYPNARG aKpiBEIOg KATA TRV HOVTEAOTTOINON.



4.3 YmoAoyiopog péong Tpaxutnrag Ra yia kade emi@aveia

Me Bdon 10 B6puBo Perlin dnuioupyRbnkav emm@Aveieg e OIAPOPETIKY TPAXUTNTA Kal
povTeAoTTOINBNKE O XOAKOG (Mivakag 2.1). XuvoAika dnuioupyndnkav 20 dIaQOPETIKEG
ETTIPAVEIEG Ol OTTOIEG £XOUV TUXAIA TPAXUTNTA. ZTH CUVEXEIQ UTTOAOYIOTNKE O OUVTEAEOTAG
TPaXUTNTAG KAl TTOAAQTTAQCIAOTAKAV TA ONUEIa KABE ETTIPAVEIAG HE KATAAANAO CUVTEAEDTH
WOTE VA ETMTEUXOEI eTIQAvEIa €TTIOUPNTAG TPaXUTNTAG HETAEU 10um £wg 200um.

H emegepyaoia Twv vAkwy Bopufou KaBwg Kal 0 UTTOAOYIOPOG TNG TPaxUTNTAG Twv
ETMQaveEIWV UTTOAoyioTnKe oTn Python.

lNa va uttoAoyioTei T0 Ra, uttoAoyioTnKE N YEON YPAUMN, N OTToia UTToAoyileTal PE TNV
MEBODO TNG dixoTOMNONG.

MapatiBevral TUAPATA TOU KWOIKA TTAPAKATW:

AnpioupyriBnke éva oUVOAO yia KABE TIPR Tou X-Ggova yia va YeTpnOei 1o Ra:

import numpy as np

set_All=set()

for k in DataL.:
set_All.add(round(float(k[0]),6))

MNa kGBe TP TOou X-Ggova uttoAoyioTnke 10 Ra.

APXIKEG TIMEG:

ma=max(data);

mi=min(data);
data2=[v+abs(mi) for v in data];
ma2=max(data2);

k=1;

step=ma2/float((2**k));
Rz=step;

sum=0;

n=1;




MéEBodog eupeong eAaxIoTng TIUAG Tou Ra:

average=[]
while n==1:
sum=0;
# For every position in x-axis there were 481 values
foriin range(0,481):
sum=sum-+dataZ2[i]-Rz;
if sum > 0.0000000001:
k=k+1;
Rz=Rz+step;
step=ma2/float((2**k));
elif sum < -0.0000000001:
k=k+1;
Rz=Rz-step;
step=ma2/float((2**k));
else:
n=0;

sum=0;
foriin range(0,481):
sum=sum-+abs(data2[i]-Rz);

Ra=sum/481.0
average+=[Ra]

H TeAIkr) Tipr} Ra uttoAoOYyioTNKE WG:

# Average roughness
print(np.mean(average))




4.4 M£€6050G aviXveuong aKTivwyv QwTog
Apxikd pe Baon Tnv BiBAloypagia uttoAoyioTnke o deiktng d1aBAaong. MNa Tov XaAkd o
0eikTnNG d1dBAaong uttoAoyioTnke atro (Johnson and Christy 1972) 61mou Refractive index:
n = 1.1978, Extinction coefficient: k = 7.0488. Z1nv eikdéva 2.3 Tapoucialetal o
UTTOAOYIONOG TOu O€ikTn dIABAaoNG yia To AAOUNiVIO ouvAPTNON TOU PKOUG KUPATOG TNG
akTIVOBOAIag AEICEP TTOU XPNOIYOTTOIEITAL.
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Eikéva 4.5: MNapdadeiypa utroAoyiopou Tou deiktn d1dBAaong yia Tov XaAKO ouvapTroEl
TOU MINKOG KUPATOG.

A6 10 Refractive Index kai pe Baon TG e§lowoelg Fresnel utroAoyioTnke n atroppoenon
yla hAKog Kupatog 1,175um. H ywvia TTpdoTTTwong YETATPATTINKE aTTO YOoipeG o€ radians
Kal O TivoKAG TIHWV YWVIWV TIPOCTITWONG Kal a1mmoppo®nong HETaQEPOnKav oTo
COMSOL Multiphysics.
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Eikéva 4.6: [Mapddeiyuya diaypdupatog atmroppd®nong o€ oxéon HE TNV ywvia
TTPOOTITWONG (rad) yia XaAKO.

To Ray Optics Module oto Comsol €ival éva UTTOAOYIOTIKO EpYAAEIO yia TN HOVTEAOTTOINON
TNG O1GAd00NG NAEKTPOUAYVNTIKWY KUMATWY HECW TTEPIOXWV OTIG OTTOIEG TO MAKOG KUPATOG
€ival TTOAU PIKPOTEPO OTTO OTTOIAONTTOTE YEWMETPIKNA ovTdTNTa. To Ray Optics Module €ivai
Aoyiopiké oto COMSOL Multiphysics 1ou emiTpéTrel va povreAotrolgital n diddoon
NAEKTPOUAYVNTIKWY KUPATWY PE PIa TTPOCEYYION QviXveuong okTivwyv. Ta KUparta TTou
d1adidovTal avTIHETWTTICOVTAlI WG AKTIVEG TTOU PTTOPOUV Va avakAnBouv, va diaBAacTouv
f va arroppo®nBouv.

AuTr n eTTECEPYQTia TNG NAEKTPOPAYVNTIKAG AKTIVOBOAIQG XPNOIKOTTOIEI TTPOCEYYIOEIG TTOU
gival KATAAANAEeG OTav N yewpeTpia gival yeydAn o€ oUYKPIOTN YE TO MNKOG KUUATOG, OTTWG
TTPOAVOPEPBNKE KAl OTO TTPONYOUHEVO KEQAAAIO. AnAad AETTTOPEPEIEG TNG YEWUETPIAG
TNG ETTIPAVEIOG TTOU YOVTEAOTTOIEITAI Eival APKETA PEYAAUTEPEG ATTO TO PAKOG KUPATOG TNG
akTIVOBOAiag TTou opieTal.

O ouvduaopudg Tou Aoyiopikou Ray Optics Module pe dAAeg ouvaptioeig Tou COMSOL
EMTPETTEL TNV QVIXVEUON OKTiVWV O€ OIOPOPETIKEG  KAIOEIG, OgpuOKPATiES  Kal
TTOPANOPPWHEVEG  YEWMETPIEG, EMTPETTOVTAG  AVAAUON  OOMIKAG-OEPUIKAG-OTITIKNAG
a1rodooNnG UYPNAAG TTIOTOTNTAG O€ €va £viaio TTEPIBAAAOV TTPOCONOIWONG.



b=

Eikéva 4.6: Atmreikévion Tng METAdOONG OKTIVOBOAIOG TTOU OuvaVvTAEl €iTE éva
eutrodio gite pia ol (Comsol Multiphysics: Quick Start and Quick Reference : Version
3.4 2007). Eivar €eukoAa avTiIAnTITO OTI Kal OTIG OUO TTEPITITWOEIG €u@avifovial TO00
OKOTEIVEG TTEPIOXEG OO0 KAl QWTEIVEG TTEPIOXEG AVAAOYQ UE TOV Qv TTEPVAEI N aKTIVOBOAIa
atro To YECO.

H d1adoon Twv akTivwy eAEyxeTal atro Tov deiktn d1aBAaong Tou péoou (refractive index)
TTOU TTAPOUCIACTNKE OTNV evotnTa 4.1.

O1 akTiveg gTTOpOUV Va aTTeEAEUBEPWOOUYV aTTO ETTIPAVEIEG, NECA O€ TOUEIG I KaBopifovTag
éva oUvoAo atrd ouvteTaypéveg. Or akTiveg HTTopouv va d1adoBouv YECow OUOIOYEVWYV 1
olaBabuiopévwyv péowv. O1 TPOXIEG TwWV AVOKAWMEVWYVY Kal OI0BAQCUEVWY  OKTIVWV
uttoAoyi¢ovTal oTo OPIo PETAEU BUO DIAPOPETIKWYV HECWV.

MNa 1 PEBOdO avixveuong akTivwy wTOG XpnolpoTroinenke n cuvaptnon Geometrical
Optics (péow Optics > Ray Optics), €TTIAEXONKE UAIKO yIo HOVTEAOTTOINCN KAl ETTEITA
EMAEXONKAV 01 GG TTAPAUETPOL:

° Geometric entity level: Domain
° Selection: Manual

° Geometrical optics > Mirror

° Mirror > Absorption coefficient

To Mirror emAéXONKe KABWG N ywvia TTpdoTITWONG Ba 1I00UTAI HE TNV YwVia avakAaong.
Emriong, oto Geometrical optics emAéxOnke To Compute intensity and power.
210 Ray properties €mmAéxbnkav o1 TTAOPAPETPOI:

° Vacuum wavelength: 1010 [nm]



O AOYOG yIa TOV OTT0I0 ETTIAEXONKE AUTO TO PINKOG KUPATOG €ival £TTEI0N ouvnBifeTal O€
d1dpopa AéIlep TTOU XPNOIUOTTOIOUVTAI VIO TTEIPANOTA.

21NV ouvaptnon Mirror o cuvTeAEOTAG ATTOPPOPNONG OPICTNKE YE BAon TO UAIKO (Eikova
4.6). Na Tapdadelyua yia 1o aAoupivio opioTnke wg: al(gop.mir1.thetai) amd Tov Tivaka
OTTWG e¢nyeital otnv evornta 4.1. O1Trou gop €ival geometrical optics, mir1 €ivar mirror 1
Kal thetai €ival n ywvia rpoéoTrTwong yia tnv amroppoenon (Eikéva 4-7, Eikéva 4.8).

MNa va opioTei n déoun AéiCep xpnotyotroinbnkav: atrd geometrical optics > release from
grid > hexapolar

Center location:

e  0.003(m)[X]
e  0.003(m)[Y]
e  0.005(m)[Z]

Cylinder axis direction:

° 0 [X]
° 0[Y]
° -1[Z]
Radius: 2mm

Number of radial positions: 5

Ray direction vector:

° 0
° 0
° -1

Initial Intensity: 1000[W/m*2]



Total source power: 100[W]

Eikéva 4.7: Anpioupyia déopung Aéilep KGBeTa TTPOG TNV ETMIPAVEIQ.

Ao Mirror emAEXONKe TO “Deposited Ray Power” 1o o110i0 UTTOAOYIEI TNV EVEPYEIQ TTOU
aTTOPPOPABNKE HECW TNG £EIOWONG:

Q= %ZQ]' (ES¢iocwon 4.1)
j

Kai emAéxOnke kal arrdo Mesh > Free Tetrahedral > Size
Geometric entity level: Boundary
Kai element size: calibrate for > predefined: Extra fine

Etriong emA£xBNKav o1 €¢AG TTAPAUETPOIL:



° Wavelength distribution of released rays: monochromatic

° Maximum number of secondary rays: 500

° Use geometry normals for ray-boundary interactions
° Optical dispersion model: Specify refractive index

° n_ext=1

° k_ext=0

° Compute optical path length
° Count reflections

21NV ouvaptnon Ray Tracing xpnoiyotroiénkav ol €€RG TTapAPETPOL:

° Time unit: ps

° Output times: range(0,0.01,1)
° Tolerance: physics controlled
° Stop condition: None

H ammoppognon akTtivoBoAiag uttohoyiotnke oto Comsol atré tnv emAoyr) Derived
Values ka1 Tnv emmAoyr Surface Integration.

Na Tov uttoAOYIOUO TNG ATTOPPOPNONG TNG AKTIVOBOAIAG YIa DIOPOPETIKEG YWVIEG
XpPNoloTToINénkayv Ta TTapakdatw Bruara:

A6 Tnv €1mIAoyr) Release from grid eTTIAEXONKav:
Ray direction vector: -cos(BAng)

e Am6 parameters eTTINEXONKE:
Name: ang
e Expression: 60[deqg]

‘Etreira oto Release from Grid €TmIAEXONKe:

Center location:
e X:R*sin(ang)+0.003[m]
e Y:0.003[m]
e Z: R*cos(ang)+0.004[m]



Cylinder axis directions:
e -sin(ang)
e 0
e -cos(ang)

Radius:
e Rc=1mm
Number of Radial Positions Nc: 10

Ray direction vector:
e X =-sin(ang)
e Y=0
e Z=-cos(ang)

Initial intensity (lo)=1000W/m2

H ammoppdpnon Tng akTIVOBOAIOG UTTOAOYIOTNKE Kal WG ouvadpTnon TNG Yywviag
TTPOOTITWONG. Mo ouykekpIgéva n ywvia TTPOCTITWONG PETPNONKE yia TIUEG aTTd -60
Moipeg €wg 60 poipeg pe Bripa 10 poipeg.

MNa kAbe pia ammd autég TIG YWVIEG N aTTOPPOPNON METPAONKE OTTWG TTAPOUCIACTNKE
TTOPATTAVW.

2uvoTITIKG, n dladikacia autr €yive yéow Ray Tracing > Study Extensions > Auxiliary
sweep (check), Parameter name: ang ka1 Parameter value list range(-
60[deg],10[deg],60[deg]).



Eikéva 4.8: Anpioupyia déopung Aéilep UTTO ywvia TNV EMIQAVEIQA.



5. ATroTeAéopaTta

2TN OUYKEKPIYEVN €VOTNTA TTAPOUCIACOVTAl TO ATTOTEAEOUATA QUTAG TNG OITTAWMPATIKAG
gepyaciag, dnAadry Tnv amoppdPnon TNG AKTIVOPOAIOG OTTO TUXAIEG ETTIQAVEIEG ME
OIAQOPETIKEG TPaXUTNTEG Trou Onuioupyndnkav pe B6puPo TUTTOU Perlin. ETTiong
EPEUVAONKE KaI TTAPOUCIACTNKE N ££APTNON TNG ATTOPPOPNONG CUVAPTHOEI TNG ETTIPAVEING
Kl TNG ywviag TTpO0TITWONG.

5.1 AvdAuon tng atroppoéPnong akTivooAiag utrd SI1aPOPETIKEG
YWViEg

Apxikd traprixbnoav em@aveieg pe B6puPo Perlin, pe ouvteAeoTéG TpaxuTNTAG PETOEU
10um kai 250um. Z11§ €IKOveg 5.1-5.2 TTapouciddovTal TEooEPIG atto TIG 20 ETTIPAVEIEG
TTou Onuioupyndnkav, e JIOPOPETIKEG TPAXUTNTEG, OTIG OTIOIEG WOVTEAOTTOINONKE N
atmmoppdPnon TNG aKTIVOBOAIAG.

A@ou dnuioupyndnkav ol ETTIPAVEIEG ETTEITA TTPOCONOIWONKE N aTTopPOPNCn dEOUNG
AéICep atrd KABE £mM@PAVEIA YIA ywvia TTPOCTITWONG KABETN OoTNV £TMIQAvela. ETTiong éva
TTOPAdEIYUA TNG ATTOPPOPNONG OKTIVOBOAIAG ouvapTrioel Tou Xpovou atrd yia emeaveia
TTOU TTPOCONOIWONKE TTapouacidaletal otnyv Eikéva 5.3.

Ta ammoteAéopaTa  TwWV  TTPOCOPOIWOEWY  TTAPOUCIAOUV  ONUAVTIKO  eVOIAPEPOV.
2UYKEKPIYEVA OIATTIOTWONKE TTWG YIa KABETEG YWViEG TTPOOTITWONG TNG OKTIVOBOAIGG N
atmmoppoPnon aughbnke avaloya Pe TNV TPaxUTNTA TNG ETMIPAVEIAG, KAl ETTIPAVEIEG ME
MEYOAUTEPO  OUVTEAEOTH)  TPaXUTNTAG  OTTOPPOPNOAV  PEYAAUTEPO  MEPOG  TNG
TIPOCTTITITOUCAG OKTIVOBOAIAG. AUTO €ival QTTOTEAECHA TWV TTOAOTTAWY OKEDAOEWYV TNG
akTIVOBOAiag, dnAadr n déopun AfiCep eykAwRiceTal yia KATTOIO XPOVIKO dIAoTNUA OTIG
MIKPOOOUEG TNG eTTIPAvEING. OTTWG @aiveTal aTTO TA ATTOTEAEOUATA TTOU TTAPATIOEVTAI TV
Eikéva 5.4, n amoppo@non augdavetal, yid OUVTEAEOTH TPAXUTNTOG MEYAAUTEPO TwWV
100um.



int1(x,y)

intl(x,y)
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Eikéva 5.1: ATeIKOVION TECCAPWYV ETMIPAVEIWV HME OIAPOPETIKOUG OUVTEAEOTEG
TPpaxuTnTag (Ra) kKaraokevuaopéveg pe 86puBo TOTTOU Perlin. O1 em@dveieg TTou
TTapouaciddovral £xouv ouvteAeoTéG TpaxuTtnTag A. 250um, B. 100um, C. 50um kai D.
10um.



Eikéva 5.2: ATeIKOVION TECCAPWYV ETMIQPAVEIWV HME OIAPOPETIKOUG OUVTEAEOTEG
TPpaxuTnTag (Ra) kKaraokevuaopéveg pe 06puBo TOTTOU Perlin. O1 em@dveieg Tmou
TTapouaciddovral £xouv ouvteAeoTéG TpaxuTnTag A. 250um, B. 100um, C. 50um kai D.
10um.
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Eikéva 5.3: YmmoAoyiopog amroppopnong akTivoBoAiag atrd emipaveia o€
SidoTnua evég nanosecond.
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Eikéva 5.4: Amoppoépnon akTivoBoAiag yia OSia@opeTikd Ra, umd ywvia
TPOCTITWONG OKTIVOBOAiag KABeTn oTnv emipdveia. H amroppépnon audverai
META a1rd Ta 0.10mm avdAoya ge TRV au§non Tng TPAXUTNTAG EVW YiA XAUNAGTEPES
TINEG audveTal TTOAU Alyotepo. ‘Eva TOAUWVUMIKG povTélo deutépou Babuou
gmriong mapouoidderail.



Mivakag 5.1: H tpaxurnta piag €mi@aveliag €ival avaAoyn Tng armoppopnong
akTivofBoAiag (Spearman correlation, p-value<e-50) yia kd@ern mwpdomTwon TnG

0éoung Aéilep.

Ra (mm) Copper Absorption (%)
0.01 3.001152078
0.015 3.002439561
0.02 3.004316292
0.025 3.007602297
0.03 3.007831433
0.035 3.01188234
0.04 3.012443049
0.045 3.019364617
0.05 3.020368407
0.055 3.039513654
0.06 3.050367957
0.065 3.039873807
0.07 3.120002824
0.075 3.252055764
0.08 3.290555356
0.085 3.492064993
0.09 3.83901149
0.095 3.689258961
0.10 3.665341534
0.105 4.111107426
0.110 4.563803571
0.115 4.147984573
0.120 4.284655329
0.125 4.274037973
0.130 4.955206629
0.135 5.176021233
0.140 4.79544073
0.145 5.151357723
0.15 5.412368171
0.155 5.458294729
0.160 5.467532623
0.165 5.8690991
0.170 6.599637863
0.175 5.732214105
0.180 5.78605134
0.185 6.060052424
0.190 6.91904895
0.195 6.707692942
0.200 7.519771105
0.205 7.608922618
0.210 6.86547919
0.215 6.320592387
0.220 8.109342235
0.225 8.168561078
0.230 7.265828399
0.235 7.89078508
0.24 7.277750797
0.245 9.309065374
0.25 7.906180302




5.2 AvdAuon tng atroppoé®nong akTivooAiag utrd S1apOPETIKEG
YWVigg

2TNV TTAPOKATW £vOTNTA PEAETABNKE TTWG N Ywvia TTPOOTITWONG TNG AKTIVOBOAIAg TTavw
otnv em@aveia eTNPEAel TNV ATTOPPOPNON TNG YIA DIOPOPETIKEG TAXUTNTEG ETTIPAVEING
(Eikéva 5.5).

MNa KABe pia atrd auTég TIG ETTIPAVEIEG £YIVAV TTPOCONOIWOEIG TNG ATTOPPOPNONG dE0UNG
AEICEP VIO DIAPOPETIKEG YWVIEG TIPOCTITWONG, WOTE VA TTPOCDIOPIOTEN TTWG O CUVOUAOUOG

TNG YWViag TTOU XPNOIYOTIOIEITAl KOl TNG TPAXUTNTAG TNG ETTIPAVEIAG ETTNPEACOUV TNV
atroppoenon.

KaBetn npoontwon Mpoomtwon uno ywvia

Eikéva 5.5: MpéomrTwon aktivofoAiag A. kaBeta kal B. uttd ywvia 8 otnv em@aveia
TToU peAeTdral. H rpdoTTwon akTivoBoAiag utrd ywvia geAETHBNKE yia ywvieg petagu -60
Kal 60 poipeg atrd Tov KABETO Agova, 0 OTTOI0G TTAPOUCIAZETAI PE OIOKEKOPMEVN YPAUMN
oT0 dIAdypaupa.

Mapartnpndnke TTwg n amroppdPnon NTAV PEYIOTN YIA YWVIEG YUpw atro 0 poipeg dnAadr)
KABETA OTNV ETTIPAVEIA VIO JEYAAEG TPAXUTNTEG, EVW YIA PIKPES TPAXUTNTES N ATTOPPOPNON
ATav PEYIOTN yia PEYAAEG ywvieg (Elkova 5.6-5.8). Autr) n dlagopd otnv amoppo®non
METACU MIKPWV KOl MEYAAWV YWVIWV gu@avioTnke MeTagu 100-150um  OuvTEAEOTN)
TpaxutnTag (Eikéva 5.8) kaBwg yia 150um n péyiotn amoppdPnon rnrav o€ KABETN
akTIVOBoAia, evw yia 100um n péyioTn ammoppo®non Trapatneidnke uttd ywvia. Auto
€YIVE AKOUA TTIO OOQEG YIA MIKPOTEPEG TPAXUTNTEG OTTWG Eival TO OTTOTEAECUA TTOU
TTOPOUCIACETAI VIO OUVTEAEDTH TPAXUTNTAG S0UM 1] KAl yia CUVTEAEDTH TpaxuTnTag 10um
(Eikéva 5.8),



Etriong Ta atmoteAéopata ATaV CUPPETPIKA HETAEU -60 Kail +60 poipwyv, deixvovTag Twe n
pMEBODOG BopuPou Perlin Tou aglotroimOnke nrav KatdAANAn yia Tnv TTPOCOPOIWaCN TNG
ETTIPAVEING KAl OEV TTAPOUCIacE TEXVIKA ] uEBODOAOYIKA OPAAuaTa.
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Eikéva 5.6: MpoéomrTwon akTivag Aéilep o€ DIaPOPETIKEG Ywvieg peETagU -60 kai 60
MOipEG Kal yia SIAQOPETIKEG ETTIPAVEIEG PE TPAXUTNTEG peTASU 0.01 Ko 0.25mm.

A B

Ray trajectories
¥ ira) Time=0.08 ns, ang=1.0472 rad Ray trajectories

Time=0.05 ns, ang=1.0472 rad

mm

5 10

Eikéva 5.7: Mpoéomrtwon akTivag Aé1{ep UTTO ywvia o€ EMIQPAVEIEG HE OUVTEAEOTH
TPaxXUTNTOG A. 50pum Kai B. 10um. AvaAoya pe TRV TPpaxUTNTA TNG EMIQAVEIAG Eva
TTOO0O0TO TNG AKTIVOBOAiag atroppo@dral.
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Eikéva 5.8: MpoéomrTwon akTivag Aéifep o€ dDIaPOPETIKEG Yywvieg peETagw -60 kai 60
MOipEg yia emiQAveIEG PE TPAXUTNTEG 250um, 200pm, 150pm, 100pum, 50um Kkai
10pum. MNa peydAeg TPAXUTNTEG N ATTOPPOPNON ATAV PEYIOTH YIO MIKPEG YWVIEG EVW
YIO ETTIQAVEIEG HE HIKPOTEPES TPAXUTNTEG N ATTOPPOPNON NTAV HEYIOTN YIO MEYAAES
YWViEG.



Mivakag 5.2: TIpEG TTPOCTITWONG AKTIVOAG AEIEP OE ETTIPAVEIEG PE DIAPOPETIKOUG
OUVTEAEOTEG TPAXUTNTOG YIO SIOPOPETIKEG YWVIEG TTPOCTITWONG.

Angle
(radians)

250um

245um

240pm

235um

230um

225um

220pm

215um

210pm

205um

200um

1.04719
7551

4.32935
5339

5.07418
4806

4.96704
9294

4.95638
6276

4.32920
6034

4.76188
5207

5.04302
5981

4.39045
7656

4.61899
8635

4.73553
5145

4.31497
3696

0.87266
4626

5.43942
352

5.97153
5629

5.56111
401

5.52369
9438

5.06686
9488

5.49645
8586

5.64412
1728

4.63125
4003

5.09623
5601

5.37367
3233

4.85565
0926

0.69813
1701

6.39911
7066

7.28260
9376

6.30627
2494

6.42332
5006

5.52204
2203

6.03479
5363

6.69400
7357

5.12449
9499

5.88812
4241

6.28706
8858

5.58373
6498

0.52359
8776

7.13199
6481

7.91181
6735

6.48789
4758

7.16576
4382

6.70028
8269

7.33617
7462

7.24949
0405

5.59572
5644

6.73565
6334

6.56513
5142

6.33955
7665

0.34906
585

7.86563
3549

8.60975
5485

6.84789
3512

7.43258
8321

6.66902
315

7.82628
7124

7.90889
2314

6.16620
8824

7.34942
0039

7.14077
4488

6.95683
5328

0.17453
2925

8.14557
9733

9.20674
1099

7.27819
0399

7.74320
577

7.26916
2183

8.09828
0312

7.93029
8478

6.36326
2694

7.42706
7857

7.26906
3496

7.45316
3319

0

7.90618
0302

9.30906
5374

7.27775
0797

7.89078
508

7.26582
8399

8.16856
1078

8.10934
2235

6.32059
2387

6.86547
919

7.60892
2618

7.51977
1105

0.17453
2925

7.85035
987

9.03702
0717

7.53346
3089

7.56254
3886

7147797
9224

8.62019
0262

7.95633
9215

6.69107
1297

7.06858
6165

7.04003
0021

7.42446
3028

0.34906
585

7.78753
9074

8.10110
1983

7.59986
2403

7.30245
165

6.89091
5228

8.03767
5736

8.17436
8645

6.65657
7662

7.07244
0124

7.02215
6658

7.45270
5379

0.52359
8776

7.08449
5384

7.63534
2226

7.19060
4881

6.85801
4437

6.15046
9111

7.61614
6938

7.62503
852

6.38088
3107

6.53899
5795

6.60703
288

6.75904
0737

0.69813
1701

6.42150
2611

6.58749
8322

6.40782
1581

6.47704
1486

5.74987
8983

6.90249
5987

7.26473
4722

5.86079
6505

5.67380
5106

5.90001
7285

6.13913
7684

0.87266
4626

5.60845
7155

5.72597
1673

5.34630
7799

5.80857
9981

5.20016
2904

5.69888
502

6.50198
5168

5.36197
0363

4.86345
9325

5.32922
6483

5.31990
1663

1.04719
7551

4.52036
9148

4.96604
2914

4.71904
3427

5.16305
1597

4.37565
2793

5.08871
0135

5.85708
9797

4.77860
7254

4.44134
9961

4.79737
1703

4.83595
5096




Angle
(radians)

195um

190um

185um

180um

175um

170um

165um

160um

155um

1.0471975
51

4.5174960
92

4.4396296
76

4.1842906
72

4.1185236
91

4.0862216
96

4.3332729
67

4.0136436
01

4.1057761
06

3.9293915
43

0.8726646
26

5.2242204
78

5.2974089
35

4.8728147
81

4.4288111
4

4.6461258
13

4.8848642
26

4.5270701
07

4.8870226
89

4.3787802

0.6981317
01

5.4907094
07

5.5783296
79

5.6692050
74

4.9527036
06

4.9774209
17

5.3956270
38

5.0060056
65

5.0695229
13

4.5719677
89

0.5235987
76

6.0358668
92

6.0775903
13

6.0675590
49

5.4951800
12

5.5181998
57

6.0795233
65

5.4978848
46

5.5020693
05

49777776
44

0.3490658
5

6.4385776
86

6.8033726
57

6.0885604
68

5.6901501
77

5.8187653
55

6.3964907
99

5.7123866
55

5.7038103
16

4.9215835
09

0.1745329
25

6.4814467
86

6.9177091
67

6.1978016
38

6.2145316
91

5.7874570
71

6.3714295
69

5.8240419
07

5.7298429
15

5.2256604
09

0

6.7076929
42

6.9190489
5

6.0600524
24

5.7860513
4

5.7322141
05

6.5996378
63

5.8690991

5.4675326
23

5.4582947
29

0.1745329
25

6.5620132
06

6.9299040
3

6.3522817
59

5.7576898
37

5.7408059
71

6.6125068
96

5.7771582
5

5.56821192
54

5.5478983
02

0.3490658
5

6.4853968
95

6.9954197
48

6.0061610
59

5.7565789
43

6.0333046
99

6.4303775
37

5.6523851
03

5.5429033
89

5.3677736
65

0.5235987
76

5.8142343
12

6.5423755
45

5.5386833
35

5.3961519
2

5.6103266
52

5.9110362
23

5.5496239
44

5.4680824
26

4.945564

0.6981317
01

5.8040577
59

6.2098189
72

5.0955523
32

4.6521338
79

5.3142725

5.4341489
36

5.0512436
88

5.1170801
96

4.6674113
53

0.8726646
26

5.2035758
79

5.4110003
22

4.6334602
87

4.3101023
58

5.0417390
52

4.8373759
46

4.5401695
3

4.5410075
55

4.2368567
13

1.0471975
51

4.5367668
26

4.9162061
96

4.2998600
81

3.9857880
81

4.2631698
12

4.1757102
56

4.2155941
98

4.2768369
53

3.9476002
33




Angle
(radians)

150um

145um

140pm

135um

130um

125um

120pm

115um

110um

105um

100um

1.04719
7551

3.84706
359

4.27424
3446

4.23689
4612

4.08114
369

4.16271
7812

4.16032
3381

4.06522
6884

4.05189
2269

4.01787
256

3.98849
9418

3.84203
3135

0.87266
4626

4.02380
7845

4.72269
7835

4.24796
8953

4.32481
0951

4.09370
4923

4.63632
552

4.08516
6198

4.18915
9125

4.13788
4569

4.17696
7175

4.10956
8431

0.69813
1701

4.46657
7048

4.99715
0203

4.54344
2041

4.69878
4876

4.55030
5158

4.48959
756

4.14092
2062

4.29385
14

4.37760
3009

4.13569
3151

4.10017
5268

0.52359
8776

4.91091
6885

5.48971
8562

4.69669
5328

4.93420
1195

4.67820
9096

4.93866
908

4.40095
3774

4.14123
1766

4.61858
6676

4.19394
7854

3.86686
5012

0.34906
585

5.28901
7788

5.45811
0085

4.69568
5779

5.02548
1122

4.83693
4657

4.57666
8814

4.37046
0154

4.24442
1306

4.50396
646

3.98426
2864

3.68724
1332

0.17453
2925

5.33895
1447

5.21016
1099

4.95118
3148

5.04949
0315

4.95712
6946

4.37845
5707

4.26207
4273

4.21990
0587

4.48065
5484

4.09565
4154

3.77300
752

0

5.41236
8171

5.15135
7723

4.79544
073

5.17602
1233

4.95520
6629

4.27403
7973

4.28465
5329

4.14798
4573

4.56380
3571

4.11110
7426

3.66534
1534

0.17453
2925

5.66951
7305

5.07318
3571

4.75322
1744

5.14764
459

4.95194
2347

4.35324
1712

4.33199
6339

4.14823
3688

4.68754
0807

4.10874
9147

3.83498
0814

0.34906
585

5.25897
5311

5.17609
4786

4.94082
5436

5.14064
1574

4.89197
5643

4.25270
8166

4.29492
9579

4.20607
9094

4.75988
291

4.01138
425

4.04075
5338

0.52359
8776

5.32833
9936

5.16220
6613

5.03240
1292

5.02877
3464

5.17688
0068

4.49678
8398

4.35906
6152

4.52647
1709

4.85341
8788

4.02225
3291

3.91961
8864

0.69813
1701

4.79842
2552

5.14671
4655

4.96291
5246

4.83976
8381

4.77272
409

4.34285

4.28841
9673

4.36410
5669

4.48074
8744

3.93782
8849

3.94990
4477

0.87266
4626

4.34455
3765

4.71585
4378

4.71933
7973

4.38591
0801

4.27150
9244

4.42126
4227

4.16084
6745

4.06427
0671

4.49076
448

4.05864
76

3.70435
1529

1.04719
7551

4.13208
1019

4.23943
2523

4.08158
4451

3.97031
2297

3.97617
7869

3.92211
3972

3.80359
9525

3.80545
7033

3.88716
7727

3.89545
9389

3.74426
4156




Angle
(radians)

95um

90um

85um

80um

75um

70um

65um

60um

55um

50um

1.047197
551

3.891388
531

3.940418
491

4.158901
386

3.917562
813

4.042323
582

3.886336
489

3.775549
272

4.134155
562

3.866965
416

3.852412
266

0.872664
626

4.201835
909

4.180020
67

3.926899
256

3.621233
782

3.865756
874

3.776153
11

3.620187
721

3.892185
637

3.647716
045

3.447538
568

0.698131
701

4.115859
759

4.033766
161

4.014258
628

3.690309
777

3.489019
915

3.566424
925

3.387536
09

3.416353
32

3.390001
192

3.187135
165

0.523598
776

3.939934
95

4.056278
973

3.834920
279

3.442151
834

3.525432
07

3.409287
434

3.194965
357

3.153069
33

3.195441
122

3.072571
94

0.349065
85

3.911094
19

4.039479
076

3.689824
038

3.468462
495

3.415248
652

3.256277
508

3.105196
945

3.085569
29

3.075101
143

3.048296
857

0.174532
925

3.809359
733

4.015740
291

3.599938
364

3.297337
74

3.251425
184

3.087209
535

3.065130
295

3.094132
224

3.050980
555

3.020952
301

0

3.689258
961

3.839011
49

3.492064
993

3.290555
356

3.252055
764

3.120002
824

3.039873
807

3.050367
957

3.039513
654

3.020368
407

0.174532
925

3.635236
68

3.747901
782

3.542876
763

3.260876
222

3.314453
941

3.167486
846

3.054006
114

3.047013
845

3.068877
161

3.020363
427

0.349065
85

3.586172

3.908101
953

3.714006
98

3.338371
905

3.417264
658

3.274018
225

3.074886
881

3.047469
651

3.069426
527

3.020197
023

0.523598
776

3.735319
555

3.960973
902

3.785348
799

3.510979
705

3.567021
204

3.365289
507

3.135095
697

3.096445
75

3.157877
998

3.075039
981

0.698131
701

3.957633
768

4.022727
466

3.781691
888

3.825289
883

3.661462
379

3.495687
816

3.261219
6

3.229718
713

3.361401
065

3.146973
271

0.872664
626

3.934762
816

4.062712
514

4.065909
193

3.880533
078

4.012068
599

3.563565
887

3.524055
794

3.511563
278

3.414446
942

3.355688
819

1.047197
551

3.961807
4

3.874596
303

3.721183
517

3.869155
379

4.017584
621

3.917287
102

3.905094
135

3.789790
348

3.805116
774

3.731630
129




Angle
(radians)

45um

40um

35up

30um

25um

20um

15um

10pm

1.04719755
1

3.64552785
2

3.64896726
1

3.57278590
3

3.40688117
9

3.40202072
5

3.26332704
9

3.16475880
5

3.12499210
8

0.87266462
6

3.41010500
3

3.23173435
1

3.15426301
7

3.04956988
4

3.03161750
6

3.00420198
8

3.00272725
1

3.00180457
2

.69813170

- O

3.21611073
5

3.04146155
4

3.06205689
6

3.00781925
3

3.00744764
4

3.00425061
6

3.00266959
9

3.00153376
5

.52359877

(e Ne)

3.05471041
2

3.03888919
9

3.01196234
9

3.00791898

3.00730515
9

3.00430927
1

3.00253568
1

3.00129517
5

0.34906585

3.04245843
3

3.01252415
5

3.01203404

3.00805550
2

3.00771760
7

3.00429985
5

3.00247831
7

3.00120257
5

0.17453292

3.01913836
2

3.01244831
4

3.01208572
9

3.00771630
1

3.00743885
9

3.00432296
2

3.00243174
2

3.00116973
3

3.01936461
7

3.01244304
9

3.01188234

3.00783143
3

3.00760229
7

3.00431629
2

3.00243956
1

3.00115207
8

0.17453292
5

3.01916209
6

3.01247927
7

3.01219745
9

3.00771868
8

3.00745307
6

3.00437358
7

3.00242321

3.00116802
6

0.34906585

3.02823943
9

3.01280836
1

3.01206179
2

3.00787085
6

3.00759473
8

3.00420754
1

3.00247809
9

3.00122678
1

0.52359877
6

3.06870259

3.02179518
4

3.01160247

3.00795833
6

3.00719325
5

3.00434370
2

3.00259368
9

3.00128847
6

0.69813170
1

3.18524298
3

3.02987431
7

3.01177631
4

3.00805331
7

3.00747855
5

3.00432559
6

3.00258841
2

3.00152265
1

0.87266462
6

3.35999220
8

3.16451876
4

3.16751604
6

3.05345282
1

3.02388653
4

3.01337511
9

3.00273587
6

3.00176100
8

1.04719755
1

3.77012925
7

3.48956075
8

3.58611688
2

3.54979814

3.30321499
1

3.24758668
9

3.20156638
5

3.13843182
4




6. Zuptrepaoppara

2.€ QUTA TN OITTAWMATIKI Epyacia epeuvABNKe N xprion Tou BopuBou TuTTOU Perlin yia Tnv
TIPOCOPOIWCN TNG OTTOPPOPNONG OKTIVOBOAiag dfoung laser atmd emMQAVEIEG ME
OIaQOPETIKEG TpaxuTNTEG. O1 em@Aveleg dnuioupyrBnkav XpNOoIJOTToOIWVTAG ToV BOpURo
Perlin, o otroiog TTapouciddel TTOAATTAG TTAEOVEKTHATA OTTWG N OJOIoOPOPYIa, OTI gival
MN TTEPIOBIKOG BOpUROG Kal OTI eV TTAPOUCIAlEl EapVvIKA AAuaTa, Ta oTroia o Ba Tav
PEAANIOTIKA.

MNa va TrpooouoiwBei N TpaxuTnTa KABE £MIQAVEIQG XPNOIMOTIOINONKE 0 CUVTEAEOTAG Ra,
0 OaAyo6pIBuog UTTOAOYIOPOU TOU OTTOoIoU YPAQPTNKE PE KwIKa Python, kal o oTT0iog
TTapatifeTal otnv dIMMAWMATIKA gpyacia. ETTiong katd tnv epyacia autry 0 UTTOAOYIOUOG
TNG BewpNnTIKAG aTTOPPOPNONG £yive pE Xpron Twv eglowoewv Fresnel. TNa Ttov
UTTOAOYIONO TwV TTOAAATTAWY oKedAoewv déoung laser £yive xprion Tng peBOdou Ray
tracing. Méow TWV TTPOCOPOIWOEWY Kal TNG MOVTEAOTTOINONG £¢\XONOav KATTOIO Xprioiua
OuUuTTEPACUATA.

Mapartnpninke o1 o1 em@AveIEg TTOU dnpioupyrBnkav pue BopuRo Tutrou Perlin ymrépeocav
VA TTPOCOUOIO0UV PEOQAIOTIKA OIAQOPETIKEG TPAXUTNTEG ETTIPAVEIWV XOAKOU, Ol OTTOIEG
OTNV OUVEXEIQ XPNOIYOTTOINONKAV yIa €KTIUNON TOU OUVTEAEOTH] QTTOPPOPNONG.
AlamoTwOnKe 0TI TO TTOC0O0TO ATTOPPOPNONG TNG AKTIVOBOAIAG £TTNEEAZETAI ONUAVTIKA
aTTo TNV TPAXUTATA TNG ETTIQAVEING. ZUYKEKPIPEVA, YIa TpaxuTnTeG Ra>100um 10 TT0000TO
ammoppOPNONG QaAiveTal va AugAveETAl OXEOOV YPAMMIKA OUVOPTACEl TNG TPaxUuTnTaG.
(Mivakag 4.1).

2NUavTIKOG TTapAyovTag yia Tnv amoppo®non okTIVOBoAiag e€ival €TTiong n ywvia
TTPOOTITWONG. EdW TTpocopoIwdnke éva @Aaoua ywviwyv TTpooTITwong atrd -60 poipeg
€wg 60 poipeg. MNa PIKPEG TPaXUTNTEG N ATTOPPOPNON ATAV PEYIOTN VIO PHEYAAEG YWVIEG
TIPOOTITWONG EVW YIA HEYAAEG TPAXUTNTEG N KABETN ywvia TTPOCTITWONG EiXE TNV MEYIOTN
atmroppo®non. Etriong evdia@épov Tapouaiadel N Trapatripnaon Ot yia XaunAEG TIUEG TOU
OUVTEAEOTH TPaXUTNTAg Ra, n amoppdPnaon TTapoucIAdel HIKPEG TTOCOOTIAIEG DIAPOPES
evw 600 augavetal To Ra 1600 augdavetal kai n aBepaidtnta o ox€on Pe mn HEon ypapun
(Eikéva 5.8).

Eival onuavtikd TTwg n TTpooopoiwon 0€ apvnTIKEG Kal OETIKEG YywVieg TTapouCIAdel
oupueTpia (Eikéva 5.6, Eikéva 5.8), yeyovog 1Tou uttodnAwvel TNV KAataAAnAGAnTa 1ng
pEBODOOU Perlin noise yia Tnv TTpOCOU0IWON ETTIPAVEIWV OE KATEPYAOieg JE AEICEP, KABWG
d0ev TTapoucidalovtal TEXVIKA TTPoBAApaTa  OTTWG QOUPUETPIO METAEU OETIKWV KAl
APVNTIKWYV YWVIWV.



Me Baon autd Ta OTTOTEAEOUATO OCUUTTEPAVOAUE TTWG MTTOPEI va dnuioupynBei pia
adidoTarn egiowon yia KABe UANIKO TTOU va ETTITPETTEI TOV YPIYOPO UTTOAOYIONO TNG
amoppOPNONG OUVAPTACEl TWV OTITIKWV IOI0TATWY TOU UAIKOU Kal TNG ywviag
TTPOOCTITWONG TNG AKTIVOBOAIAG yia KABe TpaxutnTa. MeAAovTikr épeuva Ba pyTTopouce va
ETMKEVTPWOEI 0TNV dnuioupyia piag adidoTaTng £¢icwong TETOIOU TUTTOU TTOU VA ETTITPETTEI
O€ EPEUVNTEG VA MPOVTEAOTTOINOOUV TO UAIKO TIOU TOUG €eVOIOQEPEI KAl OTn ywvid
TIPOCTITWONG TTOU ETTIBUPOUV XWPIG va XpeladeTal va eTTavaAdBouv 6An Tnv pebodoAoyia,
OIEUKOAUVOVTAG £TO1 TNV AVATITUEN TTANPECTEPWYV KAl PEAANIOTIKOTEPWYV PHOVTEAWV.
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