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MeplAndn

H mapouoa €peuva EMKEVIPWVETAL OTN oNUAcia TNG eMLdAVELAKAG TPAXUTNTAS OTNV
tploblaoctatn ektunwon (3D Printing) kot mapouctalel TIC CUYXPOVEG TAOEL OE QLUTOV TOV
Topéa. H emidpavelokr tpaxltnTo avadEPETOL OTNV OVOLOLOYEVELX TNC €MIPAVELAG EVOC
OVTLKELUEVOU KOl £XEL ONUOVTLKA €MISpacn otn AELTOUPYLKOTNTA KoL TNV alodntikr tou. Ot
EPEUVNTEG KOL OL HNXOVLKOL ETLKEVIPWVOVTAL OTNV QVANTUEN TEXVIKWV TIOU UTopolV va
UELWOOUV TNV eMLbAVELOKN TPAXUTNTA KAl VO TTOPAYOUV aVTIKElpeva Je Aeleg emibaveleg,
npoodEpovtag KaAUTtepa amoteAéopata. H xprion mponyUEVWY UALKWY, OTIwE oL TIOAUEPAG
pNTiveg Kal oL LETAANIKEG OKOVEC, UMOPEL va 08NnynoeL o TiLo aKpLPeic Kot Aeileg emidaveleg.
Erudavelakég texvikég enefepyaoiog, Onwe n Astavon kal n xnuikn enefepyaoia, pmopolv
emniong va BeAtiwoouv Ty emidavelakn TpaxlTNTA, adpalpwVTog ATEAELEG KAl AVWHAALEC amo

TIC EKTUTIWOELG.

H peAétn tng emipavelakng TpaxUTnTaG 0TV TPLOSLACTATN eKTUNTWON cuveXlleTal va
g€ehlooetal, Ue TNV AVATTUEN VEWV TEXVIKWVY Kol UALKwv. Autd avolyel tov §popo yla tn
SnuLoupylo TTOLOTIKWVY Kol AETTTOPEPWY EKTUTIWOEWY HE Asleg eMLbAVELEG, EMITPEMOVTAG TNV
KOTOOKEUN OVTIKEWMEVWY TIOU WMOpoUV va XpnowlomolnBolv oe oKOUN TEPLOCOTEPES
epapUoYEG. TUVOALKA, N HEAETN TNC ETILPAVELAKNG TPAXUTNTAG OTNV TPLOSLACTOTN EKTUTIWGCN
amoteAel €vav ONUAVTIKO TOMEQ TIOU OUVSEETAL UE Tn PBeAtiwon Tng mowdtnTag Kol Tn
SleUpUVON TWV SUVATOTATWVY AUTAG TNG TEXVOAOYLAG. Me TNV Mepaltépw eEEALEN TWV TEXVIKWVY
KOL TWV UALKWV TIOPWV, AVOUEVETOL VA SOUPE OKOUN TILO EVIUNMWOLAKEG EMIPAVELEG OTA

avTike(peva ou apdyovtal e Tn Xprion tng 3D ektunwong .

Elvat afloonueiwto otL otnv mapouvca £peuva ocuykpivoupe Vo ektuntwtég 3D. Evag
amod AUTOUG €lval £Vag ELOAYWYLKOG EKTUTTWTHG E XAUNAG KOOTOG, TTIOU TTAPEXEL OLKOVOLLKN
AUon yla TNy TpLodlaotatn eKTUNwaon. NMapoAo TTOU N TLUN TOU €lval OXETLKA XOUNAR, TIOPEXEL
Baokég duvatdtnTeg eKTUTIWONG, EVW N akpiBeLla Kal n avAAuon eKTUTIWONG UITOpPEL va elvat
TLEPLOPLOUEVN OE OXECH HE TILO aKPLBOUG eKTUNTWTEG. O SeUTEPOG EKTUTIWTAG, TIOU AVIKEL OTNV
KOTnyopla Twv EMAYYEALATIKWY EKTUTIWTWY, TIPoodEPeL uPnNAOTEPN TTOLOTNTA KOl aKpiBela
ekTUTIWONG, aAAd cuvodeletal and uPnAdtepo KOOTOG. H CUYKPLON AUTWV TWV EKTUNWTWY
Bo BonOnoeL TOUG XPAOTEG KAl TIC ETUXELPNOELC VO KATOANEOUV OF HLA TEKUNPLWHEVN
onddpoon OXETIKA UE TOV EKTUTIWTH TIOU TOUG Talplalel kohutepa, Aappdavovtag umodn tig

QVAYKEC, TOV TPOUTIOAOYLOUO KOL TIG QTTALLTHOELG TOUG

10



Abstract

The present research focuses on the significance of surface roughness in 3D printing
and presents the current trends in this field. Surface roughness refers to the unevenness of
an object's surface and has a significant impact on its functionality and aesthetics. Researchers
and engineers are concentrating on developing techniques that can reduce surface roughness
and produce objects with smooth surfaces, offering better results. The use of advanced
materials such as polymer resins and metallic powders can lead to more precise and smoother
surfaces. Surface processing techniques, such as polishing and chemical treatment, can also

improve surface roughness by removing imperfections and irregularities from the prints.

The study of surface roughness in 3D printing continues to evolve with the
development of new techniques and materials. This opens the door to creating high-quality
and detailed prints with smooth surfaces, allowing to produce objects that can be used in even
more applications. Overall, the study of surface roughness in 3D printing is an important area
connected to improving the quality and expanding the capabilities of this technology. With
further advancements in techniques and material resources, we can expect to see even more

impressive surfaces on objects produced using 3D printing.

It is noteworthy that in this research, we compare two 3D printers. One of them is an
entry-level printer with a low cost, providing an economical solution for 3D printing. Although
its price is relatively low, it offers basic printing capabilities, although the accuracy and
resolution may be limited compared to more expensive printers. The second printer,
belonging to the category of professional printers, offers higher quality and printing accuracy
but comes with a higher cost. Comparing these printers will assist users and businesses in
making an substantiated decision regarding the printer that best suits their needs, considering

their requirements, budget, and preferences.
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Eloaywyn

H texvoloyla tng tploblactatng ektunwong (3D printing) £€xel efehyBel pe
EVTUTIWOLOKO TPOTIO Ta TEAEUTOLA XPOVLA, avolyovtag vEoug opilovteg og TOANOUG TOUELC, oo
TN Blopnyovia LEXPL TNV LATPLKN KAL TNV AEPOSLAOTNLKE. Mo amod T oUYXPOVEG TACELG OTOV
Xwpo tn¢ 3D ektUTIWONG lval n LeAETN Kat BeATioToMONON TNG EMLPAVELOKAG TPOXUTNTOG TWV
EKTUTIWHEVWV OVTIKELLEVWV. H emibavelakn Tpayutnta avadEpPETaL OTNV OVOUOLOYEVELD TNG
ETUPAVELAG EVOC OVTLKELUEVOU Kol Ttallel onUavilikd pOAo OTn AELTOUPYLKOTNTA Kol TNV
aoOntikn tou. OL EPELVNTEC KAL OL NXAVLKOL ETILKEVTPWYOVTAL TNV OVATITUEN TEXVIKWY TIOU
UTIopOoUV VA LELWOOUV TNV eMLAVELOKN TPOXUTNTO Kol VA TTPoodEPOUV OVTLKELPEVA e AEleg
emudpaveleg, mapdyovrag £tol KaAUtepa amoteAéopata. Evag amd Ttoug TPOTouC yla va
erutevxBel autd elval n Peitiwon twv SLOSIKACLWY EKTUMIWONG KOL TWV UALKWV TIOU
xpnotpomnotovvtal. Ot mponyuéveg peBodol 3D ekTUTIWONG, OTWE N CUVEXNG EKTUTIWON KAl N
EKTUTIWON TOAUMEPWY, UMOPOUV VO TIOPAYOUV QVTIKE(HEVO HE TILO OMOAEC ETUPAVELEC.
EmtutAéov, n xprion MPONYUEVWY UALKWV OTIWGE OL TTIOAUUEPHG PNTIVEG KOl OL LETAAAKEG OKOVEG,

umopet va odnyroet o€ o akpLBeic kat Asieg emidpaveleg.

Ot emidaveloKEG TEXVIKEG emefepyaaiag, Omwe n Aselavon Kat n xnUikn enefepyaoia,
gniong mailouv onuavtikd poho otnv Beitiwon tng emidpavelakng TpaxuTNTAC. AUTEG OL
HEBOSOL UrtopolV va adalpECOUV TIG ATEAELEG KAL TIG AVWHOALEG QO TG EKTUTIWOELG KAl VOl
Snuiloupynoouv opolopopdeC Kal AAUMepEC emuddaveleG. H PEAETN TNG €MLDOAVELAKNAG
TPaxLTNTAG OTNV TPLOSLACTATN EKTUTWON ouve)iletal va eEeAlOOETAL, UE VEEG TEXVLKECG KOl
UALKG TIOU avamrtUooovToL CUVEXWG. AUTO avolyEL TIPOOTITIKEG yLa TN SnUloupyla TOLOTIKWY
KOL AEMTOMEPWV EKTUTIWOEWV HE Aeleg emdAvVeELEG, ETUTPEMOVTIOC TNV KOTOOKEUN

OVTLKELUEVWY TIOU UMOPOUV VA XPNOLUOTIOLNB0UV 08 aKON EPLOCOTEPES EDAPOYEG.

JUVOALKA, N HEAETN TNG ETLPAVELAKNG TPAXUTNTAG OTNV TPLOSLACTATN EKTUTIWON €lval
£VOLG ONMOVTLKOG TOUEQC TTIOU CUVSEETAL PE TN BeATiwon TG moLdTNTOG KAL TNV EMEKTACT TWV
SUVATOTNTWV QUTAG TNG EKMANKTLIKAG Ttexvoloyiag. KabBwg ol Texvikég kat ol UALKOL Topot
g€ellooovtal TMEPATEPW, AVOEVETAL VA SOUUE OKOMUN TILO EVIUTIWOLAKEG ETLOAVELEG OTA

ovTiKe{peva ou mapdyovtal e th xprion the 3D ektumwong .

Elvat afloonpeiwto otL unmtdpyouv ekTUNWTES 3D Tou mapoucLlalouy SLaKUUAVGN OTO
KOOTOG QmOKTNONG Toug. Auth n MolkAia otnv dtadopomoinon TLUWV avTIKATomTpilel TV
TOWKALD TV SLABECIUWY TEXVOAOYLWY, TWV XOPAKTNPLOTIKWY KAl TwV £MOO0EWV TWV

EKTUTIWTWV. Apxilovtag amd TNV €pOOLTEXVIKA OElpd TWV eKTUMWTWY 3D, HePLKEG POpPEC
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amokaloUpevwy "entry-level", UTGPXOUV OLKOVOULKEG ETUAOYEC TTIOU UITOPOUV VA 0lyopaoToUV
OE TIPOOLTN TN, CUVNBWCE KATW ATIO PEPLKEC EKATOVIASEG EUPW. AUTOL OL EKTUTIWTEC UIMOopEL
va TapéXouv PaclkEC Aewtoupyleg Kol omAA UALKA eKTUTIWONG, KaBloTwvtag Toug

KOTAAANAOUG yLO EPAICLTEXVEG KOL OPXAPLOUG XPHOTEG.

AT TNV AAn MAeupd Tou GACHATOC, UTTAPXOUV EMAYYEAUATIKEG EKTUTIWTIKEG AUOELG
TIOU UImopoUuV va Gptacouy o oAU uPnAa enineda t000 o€ akpifela 600 Kal og TIUn. Autol
Ol EKTUTTWTEG elval cuvnBwe e€OMALOUEVOL e TIPONYHUEVEC TEXVOAOYIEG, OTIWE Ol EKTUTIWTEG
TIOAAQITAWY UALKWV N oL PeTaAALKol ekTUTTWTEG 3D. Ta KOOTN QUTWV TWV EKTUTIWTWY UIOPEL
va avépxovtal oc XALASeg 1 akoun kol OekAdeg XALAOEC gupw, KABLOTWVTAG TOUC
KOTAAANAOUG ylO ETTAYYEALOTLIKA XPron Kal Blopnxavikes epopuoyég. OL emhoyég o 3D
EKTUTIWTEC lval TTOAEG Kal KaBEévag pmopel va Ppel €vov eKTUTIWTH TOU TALPLAlEL OTIG
OVAYKEG TOU KoL oTov TtpoUmoAoyLouo tou. Eival onpavtiko va AndBoulv untdodn n molotnta,

N akpiBela, oL UALKOL TTOPOL KAl OL SUVOTOTNTECG TOU EKTUTIWTH TPLV amodaCLOTEL N ayopd TOUG.

Y10 mAaiolo TG mapoUoag EPEUVAC, ETILKEVTPWVOUAOTE OTN GUYKPLON SU0 EKTUTTWTWV
3D. O TPWTOG EKTUTIWTNC ElvVaL EVOG EKTPOCWTIOC TWV EPACLTEXVIKWV ETUAOYWV HUE XAUNAO
KOOTOG, EVW 0 SEUTEPOC EKTUTIWTAG QVNKEL OTNV KATNYOPLA TWV EMAYYEALATIKWY EKTUTTWTWY
pe uPnAotepo KOOTOG. O TIPWTOG EKTUNMWTAG, O OTOI0G QVAKEL OTNV Katnyopia Ttwv
EPOACLTEXVIKWY ETUAOYWV, TIPOTPEPEL Lol OLKOVOULKN AUOHN ylo TNV TPLoSLAoTATN EKTUTIWON.
MapoAo ToU N TLUH TOU €lval OXETIKA XOUNAT, TIOPEXEL BAOLKEG SUVATOTNTEG EKTUTIWONG KOLL
propel va KOAUYEL TIG AVAYKEG 0pXAPLWV XPNOTWVY KoL Epacitexvwy. QoTO00, N akpiBelo Kot
N avaAuon ekTUMWONG UIMopPEL va elvol TIEPLOPLOUEVN OE OXECN HE TILO OKPLBOUC EKTUNTWTEG.
O 6e0TEPOC EKTUTIWTAG, TIOU QVAKEL OTNV KATNyoplol TWV EMAYYEAUATIKWV EKTUTIWTWV,
napéxet uvPnAdtepn moldtnTa Kot okpifela  ektumwong. OL  Texvohoyieg Tmou
XPNOLUOTTOLOUVTAL KOl TA UALKA TTOU UTtooTNnpilovTal o auTdV TOV EKTUTIWTH Elval Tponypéval
KOl ETULTPEMOUV TNV TOPAYWYI AETITOUEPWV KOL OKPLPWV aVTIKEIUEVWY. QoTdo0o, aUTOG O
ETIAYYEALATLKOC EKTUTIWTAG Stadépel Kal oto uPnAOTEPO KOOTOC Tou. Me Tn oUYKPLON OUTWV
Twv 00 eKTUNMWTWY, N €peuvd pog Ba efetdoel TIg dladopEG 08 TMAPAUETPOUCG OTIWE N
TOLOTNTA EKTUTWONG 600 adopd TNV TpoxutnTa. Auto Ba BonBroel Toug XPOTEG KAl TLG
ETUYELPNOELG VA KOTAANEOUV O Lo EVNUEPWHEVN ATODOON OXETIKA LIE TOV EKTUTIWTH TIOU
TOUuG Tauplalel KaAltepa, Aappavovtag unmdyPn TG aVAYKEG, TOV TPOUTIOAOYLOMO KOl TLG

QTALTAOELG TOUG.
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1. Texvohoyiec Tpobdlaotatng Ektumwonc
1.1. Eloaywyn

Kamnote Ba davrals adlivato o KabBEvag va UMopel va AIMOTUTIWOEL TIG OTLYUEC o€ pia
dwtoypadia kat va TNy €xel SLabB£oiun mavtol, OPWE h TPO0S0¢ TNG TEXVOAOYLOC TO EKAVE VA
glvat Suvatov. To GApa TG NTaV LAALOTA TETOLO TTOU OXL LOVOo o KaBévag pmopei va tpafnget
v ¢wroypadia Tou aAAd TAEov PMOpel Kal va TNV ekTunwoel. Kot otav avaypadetal
ekTUTWon Sev evvoeital amapaitnta mAEov n ektUTIWor) o pwtoypadikod xapti aAAd n xprion
EKTUTIWTWV yla TNV TTApaywyr Tou TPLoSLAoTOTOU AVTLKELUEVOU. AUTOL Ol EKTUTIWTEG TTAEOV
£Xouv TapelodpnoeL oTtnv ayopad Kal eivat StaBéoipol kat mpoaottol yia tov kabéva. Mrmopet
KOVEIC va BpeL HOVTEAQ OO HEPLKEC EKOTOVTASEC EUPW HEXPL Kal XIALadeg. Méoa amd auth
Vv gpyaocia Ba yivel mpoomabela va cuykplBolV ol eMISO0EL W TTPOG TNV TPOXUTNTA TNG
emdAVELAG OTA EKTUTIWHEVA Sokipta, SU0 EKTUMWTWVY MOV BploKovTol oTNV ayopad Kol n

Sladopa Toug gival oto KOOTOG.

1.2.  MpooBetikn Kataokeur — Tplodldotatn EkTUTwon

Ta tedeutaia xpovia £XouV MPAYUATOMOLNOEl TPAYUATIKA KOLVOTOULEG OTOV TOMEX
TWV KOTOOKEUWV KOl ELSIKA TWV UNXOVOUPYLIKWV Katepyaolwv. Néeg HEBodoL KATAOKEUNG
tepaxiwv adrivouv niocw TNV KAaoowkr Bewpnon HEXpL mpLy Tpelc Sekaetieg, NTAv auth TG
adaipeong UAKOU armo éva tepdyo. MAEov n véa emoyr opilel TV dnuoupyla AVIIKELLEVWY
péoa amd tnv Sladkaocio TG TMPooBETIKAG Katepyaoiag. Amo auth tn ¢locodia Tou
KTLO{ATOG UALKOU UE TNV Xprion mpwtng UANG £Xxouv apxiosL Kal SnULOUpyoUVTaL OL EKTUTTWTEG
TPLWV SlooTAcEWY. ME TNV MPOCOETLKN KATAOKEUN XPNOLLOTOLOUVTOL TIPWTECG UAEG TTOU £lval
oe S1adpopeg KATOOTACELG KAl HEOow pLag Stadikaoiag ouvexwe emikaAlPewv dnuloupyeitatl
TO TEALKO TPOIOV TIOU UTTOPEL AKOUN KOL VO LNV XPELATETOL OTNV CUVEXELX Kapio emidaveLoKn

KOTEPYQOLO ATIOTIEPATWONG.

OL TPLOSLACTATOL EKTUTIWTEG OV KOL OTNV 0pXN £EKWVAOAV OOV CUOCKEUEG TIOU NTaV
TOAU akplBég kat Sev pmopovuoav va xpnolgonotnBolv amd amloUg pn e€elSIKEUUEVOUG
XPNOTEG TAEOV €XOUV KATOKALOEL TNV ayopd Kal thv kadnuepwvotnta. Kuplapyo LALKO Tou
XPNOLUOTIOLEITOL O EKTUTIWOELG £ival Ta BeppPomMAQOTIKA UALKA Ta oTtoila HUmopouv e T
Bépuavon va petaBolv otnv Bepuokpacio VAAWSOUC HETATITWONG KAl OTNV CUVEXELD VO
popdormotnBouv pe tnv embupntrh Sdadikaoia. MAEov n texvoloyia €XeL TIPOXWPNOEL KoL
UTTOPOUE VO XPNOLLOTIOL)OOULE TOUG EV AOYW EKTUTIWTEC OKOLLN KOLL YLOL LETOAADL | KEPOLULKAL

UALKAL.
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Baowky YAwoolky olUyxuon ta Teheutaila xpoévia elval otnv Xpron tou Opou
TPOCOETIKNG KOATAOKEUNG. Me aUTH oav 0pLopOG avadEpeTal o Eva cUVOAO SlepyaoLwY TIOU
BonBoulv va KATAOKEVACOUUE GUCLKA OVTIKELPEVA Aeca HECa aTd £va TPLOSLAOTOTO OXESLO
umoloylotr. H «ASTM» to 2012 thv 0ploe w¢ Tnv Sladlkaocia mou xpnollomnoleital ylo va
TIOPAYEL UALKA TIOU TIPOKUTITOUV Ao €vwon UALKwV e Stadikaoieg mou akoAouBouv Tnv
gevamnobeor) tou¢ ot emMAAANAeg oTpwoelg. Autp NpBe vo OVTIKATAOTHOEL TOV OPO
TPLoSLAoTAOTN EKTUTIWON TIOU OTNV OUCsia E£iXe TAPAUEIVEL OTNV KOV YVWUN oav N
Sladkaoia Tou XPNOLUOTOLEITOL Yla VO TIAPAYEL VOl OVTLKEEVO TIOU €lval ypryopo Kat
$Onvo. Inuepa, ol SU0 autol OpolL XpnNOLUOTOLOUVTOL TAPAAANAQ KAl TAUTOCHUO UE

Kuplapxio oTNV EMLOTNUOVLKNA KOWVOTNTA TOU TipwTtou (1).

MpwTtomopia OTNV KATAOKEUN TOU TPWTOU TPLOSLAOTOTOU EKTUTIWTH EIXE O
Apeplkavog  Mnyxavikog Chuck Hull to €tog 1984 omou eixe ocav epeuvntiko mebio
gvaoxoAnong thv ¢pwrtookAnpnvon o€ TOAUMEPN UAIKA TIou peAetouoe. EToL, yevvnBnke n
6€a va avamtUEeL Eval NXOVLIOUO TIou Bal eVOTOBETEL UAIKO OE OTPWOELG KOL OTNV CUVEXELOL

QUTEG Ba okAnpaivouv pe okomo va SnuoupynBei To TeEAKO amotéAeopa mou amatteital (1).

Tote otig apyég tic dekaetiog tou 1980 sixe apyiosl va gudaviletal kat GAAn Lo
texvohoyia mou xpnoluomololos tnv texvohoyia CAD (Computer Aided Design) mou
ovopaotnke Rapid Prototyping. Autr) SnuLoupyndnke Le MPWTAPXIKO OTOXO VA UTMOPECEL VA
BonBnoeL toug punxavikoL g ou oxedlalav KATACKEUOOTIKA TALATA VA ITOPOoUV EUKOAQ val
TO AVOITAPAYOUV Kal va Snutoupyouv éva poidv To onoio Ba pmopolv va To aflohoyouv Kot
TIPOKTLKA. YUVTOUO QUTH N TEXVIKA S&v €UELVE LOVO OTNV ETIOTTIKI Mopoucioon HoVTEAwV
OAAQ TIEPOLOE KOl OTNV KATOOKEUT Baotkwv e€apTnUATWY. TOX0G MAEoV yivetal mwe Ba sivat
SuvaTov va LELWBEL TO KOOTOG KATAOKEUAC KOl VOL XpNOLUOTIoLNOel eUPEWG AUTA N TEXVLKA. (2)

(3)

MAéov otnv onuepwr emoxn n Ttpwodlactatn ektonmwon esival plo pébodog
TIPOCOETIKNG KATOOKEUNG TIOU TIEPLEXEL OAEG TLG OLUTOMOTOMOLNMEVEG EPYACIEG evamoBeong
UALKOU Kol Umopel 6L Ldvo va SnpoupynosL Tpwtotura aAd Kot TEAKA ipoidvta. To UALKO
EVATOTIOETAL O OTPWOELC TIOU TO TIAXOC TWV OTPWOEWV Kupaivetal oo 10° m péxpt kamoLeg
Sekddec ekatootd 102 m avdloya pe tnv HEB0SO Kol TO UALKO TTOU XPNOLUOTIOLELTOL KOBWC
KOlL TO TEALKO pEyeBOC TNC KOTAOKEUAC o emtBupolpe va Katookeudooupe (4). MA£ov otLg
MEPEC HaG yiveTal avadopd aKOMUN KAl Ylo KATOOKEUN OAOKANPWY KOTOLKLWY HE TNV Xpron

TPLOSLACTATWY EKTUTIWTWV.
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Alaypappatika n Sltadlkacio mou XpnoLUOTOLETAL VLo VA UTTOPECEL VA TIEPLYPAEL TOL
BrApota mou akoAlouBolvtal otnv xpnon tng MpooBetikng Kataokeung dailvetal oto

TAPAKATW SLAypoppaL:

Design Parametric A“?‘Yfis '{“d Creation of Prototype
con;:g ts design [—| Optimization — prototypes testing :_md
i (CAD) (CAE) (RP) evaluation

l

Meet
design
criteria

Final product

Awaypapua: 1 Atadikaoio MpooOetiknc Kataokeung (2)

Jtnv mpaén divovral Ta KpLtrpLa Kal ol mpoUmoBEceLg ou £xouv TeBEel yLa to mpoidv
TIoU £ival emMBUUNTO va KATOOKEUAOTEL KOl 0TNV ouvEXela oxedlaletal pe tnv BonBela evog
AoylopikoU Tou dphoeveltal o€ NAEKTPOVLKO UTTOAOYLOTH, AVOAUETOL WG TIPOG TIG NXOVLKEC
L610TNTEC TOU Kol SNULOUPYEITOL TO TIPWTOTUTIO TO ONOLO €ALYXETOL Yla TO AV MANPOL TIg
npoUmnoBéoelg. H peBodohoyia tou Rapid Prototyping amd to 2010 kol HeTd apyilel kal
OVOKTA peyaAn amodoxn otnv Blopnxavikn reptoxn. (5) Otav mAéov o aplOudc Twy Tepayiwv
TIOU TIOPAYOVTOL XPNOLUOTOWWVTOC TNV TEXVIKN autn umepPaivel tov ouvnOn aplBud mou
XPELATETOL KATIOLOV LNXOVLKOG YIa EAEYXO0 TWV MPWTOTUTIWY, TOTE N Stadlkacio otopatd vo
ovopaletal Rapid Prototyping aM\d yivetal mA£ov TIPOCOETIKY KOTAOKEUR HEOW TNG

TPLOSLACTATNG EKTUTIWONG.

Ytnv pebodoloyia TNG MPOCOETIKNG KATAOKEUNG €XeL avarttuBel pla mAnBwpa ykapa
ond Olepyaocieg mou umopel va xpnotpomownBolv yia va mopoaxBel 1o emSlwkoOpevo
KOTOOKEUOOTLKO OTIOTEAECUO. TTOXOC OAWV QUTWV £lval va emituxouv e S1odopeTIKO TPOTO
v KaAutepn duvatn Staclvdeaon Tou UALKOU Tou evamotifetal o otpwoelg. Me Bdon autd
TO OKETITLKO UTTAPXOUV SU0 PEYAAEC KOTNYOPIEG CUCTNUATWY TPLOSLAOTATNG EKTUTIWONG. XTNV
TpWTN Bpiokovtal Ta TuoThpota eAeyXOUEVNG eVATIOBeoNC UALKOU OTIOU XPNOLLOTIOLWVTAG Ta
MEYLOTA PEOAOYLKA XAPAKTNPLOTIKA TOU UALKOU, autd Pekdletal i e€wbeltal oe OTpWOELS
pEoa amd kamolo akpoduaolo. Itny SeUTeEPN LeyAAn Katnyopia mepthapfdavovtol cuoThuaTa
TIOU XPNOLUOTIOLOUV TNV EAEYXOLEVN CUCCWHATWON 1 SlacUVEEon TWV MPWTWV UAWV TIOU
€xouv evamoteBel OTO XWPO KATAOKEUNG TWV MPWIWV UAWV. TNV TMPWTn Kotnyopia

XpnolUomoleital Kupiwg n BepuotnTa wg HEOw yla va SLapopdwoel TO UAIKO EVW OTNV
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SelTepn Katnyopla xpnoldomoleital akoun Kot n texvoloyio twv deopwv leaser yla va

UTIOPECEL VA KATAOKEUOLOTEL TO TEALKO TIPOIOV.

Mépav Twv SU0 HEYAAWV KATNYOPLWYV TIOU avadEPOVTAL OVWTEPW CUVOTTIKA E TNV
TAPOoS0 TWV ETWV, OL TEXVIKEG AM £xouv emektabel og povTtEAa evamoBeong UALKOU OTou £XEL
wxBel (FDM), otepeoliBoypadia (STL), 3D ektumwon KAlvng okdvng kol kepalng inkjet,
ETUAEKTIK TUpOooUCOWHATwon Me Aéllep (SLS), emihektikny tAén Afélep (SLM), dueon
MUPOCUCOWUATWON He Aéllep HeTAAwWV (DMLS) Kol KOTOOKEUN EAQCLOTOTOLNUEVWY
OVTIKELHEVWY (LOM). (6) AUTEC oL TexvoloyleC XpNnOLUOTOLOUVTIOL CUXVOTEPA EMELSN
ETUTPEMOUV TNV evowHATwon O&ladopeTikwy UAKKWY ot Sladopeg edapUoyEC yla tThv
KOTOOKEUN EEALPETIKA TIOAUTIAOKWV YEWUETPLKWVY TUNUATWV. EEdpTnua mou amoteAsital amo
TIEPLOCOTEPA a0 €va UALKA SeV UTOPEL VO KOTAOKEUOOTEL XPNOLUOTIOLWVTAG CUUPBATIKES
nebodoug 6w KOmN Kal XUTEUGh AOYW TIEPLOPLOKOU TNG KNXOVAG KOL YLol QUTO ToV AOYO oL
QVWTEPW HEBOSOL lval Lo amoTeAeoUATIKEG Kal TipoadEpouaes Stadikaoieg (7). EEalou
TMAEOV HE TNV XPAON autwv Twv peBodoloywwv Sev UTIAPXEL TEPLOPLOUOG MOVO OTnV
KOTOLOKEUN TIPWTOTUTIWV €€QPTNHATWY OAAG KOL TNV XPrION TWV TEXVOAOYLWV OUTWV OKOUN KOl

otV TeAkn aAucida mapaywync. (8)

Mta cuyKeKPLUEVN LEBOSOC TTOU XPNOLUOTIOLEITAL UE TNV TEXVOAOYLA TNC TPOOBETIKNG
KOTAOKEUNG, €lval n pnéBodog NG ektUTWONG TepaXlwy PéEca amd tnv Bépuavon EToLUwWY
VNUATWY UALKOU. Autd e€wBouvtal péow evog akpoduaciou To omolo Bepuaivetal mMavw o€
pLo TTAGKa Kal TapAANAa autd okoAoUBEl oUYKEKPLUEVN Kivnon OTOV XWPO £TOL WOTE va
ektunwoel 3D Sokiplo. Xe auth v Tepimtwon pe tn Oéppavon mou TpoodEpeTal ota
VAUQTA, TIOU €(VOL KOTOAOKEUAOUEVO OO OepUOMANOTIKO UAIKO TO LETATPEMEL O UypPN
katdotaon. Ta popla tou udpoyovou kat ot duvdapelc Van der Waals péoa 0to moAUUEPES
OMAve TPoowpwva KaBW¢ autd ekPAaAMAetal amd to akpodlolo, evamotiBetal Kol
amokaBiotavtal otav autd €pbel ek véou oe kotdotaon Beppokpaciag meptBarlovrog.
AkoOunN KoL onpepa autr n néBodog xpnotpomnoleitol pe moAAoUG LEYAAOUG TTEPLOPLOUOUC WG
TPOG TNV Haldikn mapaywylkn Stadikacio. O Bacikdg Adyog eival otL ev €xouv amodelyBel ol
MNXOVLIKEG LOLOTNTEG TTOU UItopoUV va GEPOUuV Ta TEAKA Ttpoidvta. QoTOc0, N EMLOTNUOVIKA
KowoTNTA £lval og ouvexn UEAETN TWV UNXAVIKWV LSLOTATWY ToU PEPOUV TO EKTUTIWHEVA
Sokipla kal agloAoyeital cuvexwg n XpPNOoWOTNTA TNG LeEBOSoU otnv pallk TIoPAyWYLKN

Stadkaoia. (9)

H tplobldotatn ektunmwon eivalt pla Sladikaocia mapaywyng Ttplodldototwy

OVTIKELHEVWY HEoa amo T Sladoxikr emiotpwon UAWKwv. Mapodo Tou  Kupiwg
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XPNOLUOTIOLOUVTAL TIOAULEPT TIAQOTIKA, £XOUUE Sel TPOOSO OTNV EKTUTIWON UETAAKWY Kal
KEPOULKWY OVTIKELUEVWVY oTa TeEAsuTaia Xpovia. Auth n Stadwkaoia, tapoho mou e€ehicoetal

Slopkwg, pnopel va katatpnBel os tpia Bacikd otddia:

1. Apxka, dnuoupyeital £va TPLOSLACTOTO HOVIEAO HE TN XPron €€eLlOLKEVUEVOU
Aoylopwkol oxeblaopou, yvwotou wg CAD (Computer Aided Design).

2. 3Tn ouvéxela, To Poviého Ba ouveyioel pe pla Stadikaoia yvwoth wg "slicing”,
SnAadn Slatpeital os mMoANG Aemtd emineda, kal mapayetal o G-code mou Ba kateuBUVEL ToV
EKTUTIWT).

3. Téhog, yivetal n (810 N €KTUMWON TOU OVTIKELUEVOU KOl HETA e€eTAleTOl TO

OVTLKELUEVO YL omoladATOoTE TEALKN emefepyaaia mou pumopel va xpelaletal.

1.3.  XUyxpovec Epappoyec MpooBeTikng Kataokeunc

H 3D ektUmwon moAupepwv £xel yivel tayutata e€eAlocopevn Suvapn ta televtaia
XPOVLO, LE OPKETOUG EPELVNTIKOUC TOUELC va e€eAiooovTal MAEoV 0 TIPAKTIKA eHOPUOCHEVA
pUNXavika mpoiovra, eldikotepa kat otnv tatptkn (1) (2) (3) (4). H ektunwon moAupepwy ivot
TMOAUTIUN Ylot HLO EUPEiDl YKAPO LOTPKWY €POpUOYyWV TOU aviAoUV odéAn amd tnv
TIOWKIAOHOPd L0l TWV XAPAKTNPLOTIKWY TWV TIOAUHEPWY UALKWV Kol Twv HeBodwv enefepyaoiag
(14) (15) (16).

H tplodlaotatn ektunwon anoteAel pia bLaitepa MPOTILWEVN TEXVIKA KATACKEUNG,
koBwg O6ivel tn Suvatotnta Snuioupylag oxediwv He TIOAUTIAOKEG YEWUETPLEG Kol
OPXLTEKTOVLKEG, Ta omola Sev Ba Atav €PIKTO VA KATAOKEUOOTOUV HE TIG TOPASOCLAKES
pneBOSoUC mapaywync. MNa mapadelypa, ol SOUEG EMOTPWHATOC LOTOU TIOU TTAPAYOVTAL LECW
¢ 3D ekTUTIWONG KOl TNG otepeoALlBoypadiag Umopolv va EMTUXOUV LEPAPXLKEG LOPDEG TTOU
T(POCOLOLWVOUV TOV LOTO Tou ootol, mpoodEpoviag £Tol UTIORaBPOo yla avayévvnon Twv
00twV(17). EmutAéov, n emAoyr TIOAUUEPIKWY UALKWV YLOL EKTUTIWON £XEL TTAEOVEKTAATA OF
oxéon Ue TNV eKktUTIwoNn HETAMwv. Ma Tapddelypo HeTOAAKA gpduTelpaTa Tou Sev
OMOLKOSOHOUVTOL OTO CWHA KoL 08nyoUv 08 CNUAVTIKA {NTApato onwg n Bwpdkion amo
oAAepyieg (18).

Yrdpxouv S1adopeg LBLOTNTEC UALKWYV TIOU OTALLTOUVTAL OO LATPLKEG EPAPOYES TTOU
propoLV va emiteuxBolv HEoW TN TPLOSLACTATNG EKTUTIWONG. TUXVA, OL LATPLKEG EPAPLOYEG
o6nyoLV TNV avaykn yLa eL8IKEG SUVATOTNTEG UALKOU, OTIWG N AvAYKN yLa UALKA amoppodnaong
EVEPYELAG LE AVTOXH OTNV Kpouaon, TOAUXpWHA LEPN HE KATAAANAEG UDEG yLa LovieAomoinon

XELPOUPYLKWV OVATOMLWV I CUYKEKPLUEVEG LBLOTNTEC UALKOU yla pipnon BloAoyikwy Lotwyv. H
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£lKOVA UTtOYpappilel mpoodatn £peuva O LATPLKA TIOAUMEPH UAIKA e €udoon oOTLg

MNXOVIKEG LKAVOTNTEG YLot okAnpotnta (19) (20) kat eukapia (21), BLOAOYLKES LKOVOTNTEC YL

Bloouppatotnta, Kot MEPALTEPW SUVATOTNTEG OTIWG N NAEKTPLKI aywyLluoTtnTa (22).

B C

Tough Flexible Biocompatible Conductive
Elkova 1:YAKA pe TOVIOPEVEG BLoTNnTeC yia (A) okAnpotnta (19)], (B) sukoapudia (23), ( C)
BrooupBatotnta (24)] kat (D) aywyotnta (22).

H okAnpdtnta o€ €va UALKO avadEPETaL OTNV LKOWVOTNTA TOU va arnoppodd eVEPyELA
KOlL VOl TTOpaoPdWVETOL MAAOTIKA Xwpi¢ Bpavan, n omoia unoAoyiletal and to cuvduaoud
NG OaVToXNG KOL TNG OAKILOTNTOC TOU UALKOU. Mpdodata, Ko TPLOSLAOTOTN EKTUTIWUEVN
paBdoc epeAkuopol pe SOUEG eykApolag KATakopudng eKTUTIWONG TUMWONKE amo €va
OKANPO UALKO TToAuoupeBAvNC Ue GUYKPLOELG TTOU TtEpAapBAvVoUV dUOLKWE SLacuvdedeévo
Carbothane AC-4095A oe popdn pellet kat xnuikd Staotaupolpevn moAuoupebdvn He
okAnpotnta 68A oe popdr vypng pntivng (19). Ta anoteAéopata £8etav OTL oL EAAOTOUEPELS
TIoAUOUPEDAVEC £ival OXETIKA AVEKTIKEG OE OPXLTEKTOVIKEG KOIL EYKOTIEC, YEYOVOC TIOU TIPOAYEL
£TLONG TN XPrON TOUC OE LI TIOLKIALO OXESLOOTIKWY OTPATNYIKWY. Eva EpaLTépw apASELlya
okANpOTNTAC Yl BLoloTpIlkd UAKA amobeixOnke pe éva peBakpuALlko TTOAUPEPEG TUTTWHEVO
xpnotpomolwvtag tn Stadikaoia okAnpuvong pntivng pe avroxn ebelkuopol 41 [MPa] kot
YEVLIKN eMpiKuvon €wg Kot 50% mptv and tn Bpavon (20). To UALKG XpNoLULOTIOLBNKE yla TNV
eKTUTIWON €vOC ouvdeéopou Gfova yla €va ouyKpOTNUO Xwplg Kapio amapaitntn peto-
enefepyacioc Aoyw NG udnAnc oakpifelag tng Swadikaciag ektunmwonc. Mpoodata
KOTOOKEUAOTNKOY EUKOUITTA UALKA TIOU €lval XprioLla, ETUTPEMOUV T BeATIoTOMOINON [LOG
OUYKEKPLUEVNG MOPGNG Yl TN Hovadikn ¢uololoyio €vOC ATOUOU HECW TEXVOAOYLWV
capwong kal tonobetnong (23). O acBevn¢ MOU CUUMETEIXE OTN MEAETN ATAV 27 €TWV Kall
umoBAnBnke oe tomoypadlky cApwaon TOU TPOCWIIOU TOU TIOU XPNOLUOTIOiNoE AOYLOUIKO
TPLOSLACTATNG XOPTOYPAPNONG VLA VA EKTUTIWOEL TO OXN KA TNG LUTNG XPNOLLOTIOLWVTAG EVaV
EKTUTIWTN TOAUTLET Stratasys e €UKAUMTO UALKO TangoPlus. To UAWkG TangoPlus eixe
okAnpotnta Shore A 26 £wg 28, avtoxr epeAkuopov 0,8 £wg 1,5 [MPa] kol avtoyn os oxlolpo

2 £wg 4 [kg/cm], evw elxe aicBnon mapdpola pe To KaoutooUK. Htav amapaitntog o
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ETAVAXPWHATIOUOC YLa VA TALPLAEL E TOV TOVO TOU O£pUOTOG Tou aoBevolg. EUkaumta
UALKA €xouv emiong xpnotpomotnBel yia tnv eKTUMwon MOAUTIAOKWY KATOOKEUWY, OTIWE £val
MOVTEAO TOU TUPYOU Tou Aldpe TUMWHEVO PE EUKAUTITO TIOAUUEPEG SlEYEPUEVO ATIO TN
Bepuokpaocia, tunwpévo pe otepeoAlBoypadia (21). To povtédo mopapopdwvetal oe
xaunAotepn Beppokpaocia kat kabwg n Beppokpacia avfavetal otoug 70 [°C], n extUNwon
QVOKTA TNV apXLKA TNG Lopdr). Auth n e€apTwpevn amo tn Bepuokpaacia Asttoupyia mapéxet
SuvaTOTNTEG VLA LATPLKEG EQAPHOYEC KAl EVEpYOTIOinon He Beppotnta, n omoia Ba pnmopouvos
va ekKlvnBel amod tn BepuoTNTO TOU CWHATOG 1) CUCKEUEG.

H BlooupBatotnta eival pa anapaitntn W8Lotnta UAIKOU yLa EKTUTTWIEVEG CUCKEUEG
TIoU aAANAOETILOPOUV LE TO CWHO, OTIWC OKOUOTIKA Bapnkoiag r UALKA Tou epdutevovTal in
vivo, OTw¢ Texvntég opBpwoelg 1 Kpuwpato otol. Avaloya pe thv edappoyn, n
Broouppatotnta pnopel va £xel SLapopeTika KpLtrpLa, aAAA YEVIKA ovadEPETAL OTNV AVAYKN
TO UAWKO va Unv PAATITEL TOV OpYyaVIOUO evw TOPAAANAa SleUKOAUVEL TNV TIPOPAETOUEVN
Aettoupyla tou. MNa Ta KpLWoTa oTtwy, N BlocupBatdotnta cuvnBwg avadEpetal otnv
ovaykn yla pn Kuttapotoflkotnta, Bloamodounootnta Kal mpowbnon tng avamtuéng
lotwv. H ektumwon Polyjet ypnowomolel UAkO Stratasys MED610, to omoio eivol éva
TIOAULEPEG e BAON TO aKPUALKO TIOU gixe mpoodaTa miTUXia 0TNV EKTUMWON LKPLWUATWY
LloToU TOAUTIAOKWV ToTtoAoYLwY (24). Ot BLoAoyLkéG SokLpEG Sle€nxBnoav pe pETpNon TNG
BLWOLOTNTAG TWV KUTTAPWY XPNOLUOTIOLWVTAG KUTTapa Saos-2 mou enélnoav. Mepaltépw
SOKLUEG KaTESELEQV QVATTUEN Ot €MLPAVELEG EKTUTIWHEVOU LKPLWHATOC Lotol. Qotdaoo, N
QVATTUEN ATAV TEPLOPLOUEVN OE OUYKPLON HE GAAQ UALKA NXOVIKAG LOTWV. MLat eVOAAQKTLKE
TMPOCEYYLon elval n xpnon otepeoAlboypadilog yla TPLoSLAoTOTA EKTUTIWUEVO TIAEYHATA
XPNOLLOTIOLWVTAC TIOAUYAAQKTLKO 0EU TTIOU UIMOPEL VO OXNUATIOEL A€LOTILOTA SOUEC TTAEYUOTOG
LE XOPOAKINPLOTIKA HIKpOKAlpakag (25). Amaltouvtol mepaltépw OOKIUEG ylo ToV
TPOCSLOPIOUO TWV TIAEOVEKTNUATWY TwV 3D EKTUMIWUEVWY TIOAUUEPWV OE CUUPATLKEC
TPOOEYYIOELC UNXAVIKAC OTWV. QOTO00, TA TIOAUMEPH TIAPEXOUV GUECA TIAEOVEKTHLOTA
EVOVTL TWV HETAAMWY AOYW TNG LKAVOTNTAG TOUC va amolkodopolvtal He aodpalela in vivo.

H nAektpikr) aywylpnotnta sival pia GAAN Sdétnta VALKOU Tou €ival XproLun yo
LOTPLKEG EDAPUOYEC KaL EXEL XPNOLUOTIOLNOEL yLlo. KATAOKEVOOHEVA, aoBNTNPLOKA avAaloya
OTWV HEOW TNG TpLodldotatng eKkTtUTwonG &vog opyovomniypatog. H  texvoloyia
xpnowuomownbnke vy T Onuoupyla evog paflaplov mpomdvnong HE  pAupoTo
KOTOOKEUOOUEVO HE EVOWHOTWHEVOUG TILELOAVTLOTIKOUG OLloBnTrpes Katamovnong Kot
OYWYLLLA VA LOTO WG NAEKTPOSLA YL TNV TTOCOTIKOTOLNON TNG ardS001n G ToU 0loKOUEVOU (22).

Ta BrApata KOUTaoKEUNG epAdBavay Tn otepEwan VAoV UGACHUATOG OTOV TUBUEVA EVOG
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KohoutioU PLA, otn cuvéxela €kxuon Kal okArjpuvon uypol PDMS oto xpwpa tou S€ppatog,
gloaywyn ayWYLLWV VNUATWY OTO EKTUNMWHEVO Pe 3D opyavomniKtwpa, evOUAdKwon
alebntpwy, mMPoacdnkn oTpWUATOG AlMoug Kal Komr Tou Selypatog yla vo oXnUaTLoTEL To
UTAOK. Mepaltépw NAEKTPLKN OYWYLLOTNTA TIOAUUEPOUC XL amodelyBel pe BepponAaoTika
OVOUEUELYHEVA LE AYWYLHO UALKA TTARPwWOoNG pavpou avBpaka yla Tplodlaotatn eKTUTTWon
(26). Autég oL duvaTtoTnTEG EKTUTIWONG EMITPEMOUV VEOUG TUTIOUG £POpUOYWY OXESLAOUOU
mou Ba umopovoav va apEXxouv avatpododotnon o SLadoPETIKA LOTPLKA CEVAPLO HECW
NG EVOWUATWONC aLobnTrnpwVv 0 KATAOKEUATUEVO OXESLA, TIOU TIBAVWE EveEpyoToLoUVTaL

OTAV ETIUTUYXAVOVTAL OPLOPEVEG UNXOVLKEG OKOVOAAEG.

1.4. Baowkéc MéBobdol MpooBetikrc Kataokeung

‘Exouv £€eAyBel kal mA€ov sival SLaBEoLUEG TEXVOAOYIEG OXETIKA LE TOV TPOTO TTOU
vivetal n evamobeon kot n ocuvdeon HeTtafl TwWV OTPWOEWVY ota Slddopa CTPWHOTA TIOU
Snuoupyolvtal Katd thv Snuwoupyic Twv UAIKwY HE TNV Tpoadnkn UAwkoU. Emiong,
KOTnyoplomolouvTal Kot Pe BAon Ta UAKG TTOU XPNOLUOTIOOUVTAL e BAON TIC TPWTEC UAEG
TIOU TIEPLEXOUV QUTA. MmopoUpe va Ywpiooupe ta cuotipata 3D ektimwong oe 0o
Katnyoplec:

e Ta ouothuota TOU €A€yxouv TNV evamoBeon UAkoU, OMOU Ta UALKA
ektunwvovtal N Pekalovral and TNV KePaA TOU EKTUTIWTI OE OTPWOELG LECQ
amnod éva akpoduaoLo N éva pnxaviopd Pekaopou.

e Ta cuotAuata mou eAéyxouv TtV evamdbeon A T oUVEEoN TWV UAKWV ToU
Bplokovtal o deEaueveg, ite o peuoth popdn eite oe popdr okovng. (4)

H mpwtn katnyopia mep\apBavel plo eupeia TOWKIALD UAKWY, OMWG UETOAALKA
KpApata, PuUOLKA Kol OUVOETIKA TOAUUEPN, KEPOULIKA, OUVOeTO KOl vavooUvBeta. Itn
Seutepn katnyopla, Otav Ta UALKA eivat og popdr okévng, n KePaAN ) TOU EKTUTIWTN UMOpPEL
va KateuBuvel pla &éopn Aélep ywa torukn TAEN Tou UAWKoU (Selective Laser
Sintering/Melting), i va Pekdlel ouvbeTIKEG ouaoieg atnv emdpdvela TG okdvng, ylo Tov
OXNMOTIOMO TWV OTPWOEWV TOU OVTKEIEVOU. Emiong, oe autiv tnv Kkatnyopia
nepthappavovtal oL ekTUMWTEG Tou  edapudlovv tnv otepeohBoypadia, omou Ta
TPLOSLACTATO OVTIKELPEVA SnploupyolvTal HECW TNG €AEYXOUEVNG OKARPUVONG PEVCTWV
pntwvwv. (4)

Me Baon tnv mpdéodatn opoloyia Tou Kaboplotnke amd TOUC TAYKOOWLOUG

opyaviopouc tumomnoinong ISO kot ASTM (ISO/ASTM52900 — 15), oL TexvoAoyieg mpooBEeTIKAG
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KOTOOKEUNG Xwpillovtal ot entd PaolkéC KoTnyopieg, ToOU

nepthappavouv Vat

Photopolymerisation, Material Jetting, Binder Jetting, Material Extrusion, Powder Bed Fusion,

Sheet Lamination kat Directed Energy Deposition.

Mivakag 1: Texyvoloyieg Mpoodetikrg Kataokeuric ASTM52900/15.

Ixenopeva
EiSoc Teyvoloyiag Ihvropn nepypadn etdn
pobiaotaTng
EKTUTIWONG
EfwBnon tnypévou uikol
EEwBnaon Yhwou (Material Extrusion) npoc Tv kedahr FOM
EKTUTIIGNC
. Quwronolupeplopoc
Quwrtonohupeplopoc (Vat ) .
- Be SLA, DLP
Photopolymerisation) PRTWNG Heaw GEGHNG
laser
Polylet,
Edeyyopevoc Yekaopog Manoparticles
Extoteuon uhwkoU (Material Jetting) UALKOU KoL okAfpuvon Jetting
HEow aktivofoliag (NPJ),Drop-On
Demand (DOD)
. . . Wekaopog ouvbetikol
Extdleuan ouvBeTIkWY HECWY UYOU) LLE GKOM Ty BI
(Binder letting)  SYRIR HE CH }
Evwaon UALkoU ge oKovn
Mt TV THEN KaL T
L , ) ' Aol
Khivn kovewg ouvtnéng (Powder Bed Zléfmglff:li;ul:m:u 5LS, SLM,
Fusion) et XpriayiaTiolEtt. | DMLS, EBM
Geopun Aédep
nAEKTpoviwy
Aemrd pulha vhikol
; . ouvbEovtal Hetall Toug
Ehaopatonoinon ag udha (Sheet \ ,
W non o€ ¢ ( otpwpa-ctpuwpaywava | LOM, SLCOM

Lamination)

gynuaticouy to
QVTIKELLEVD

KoteuBuvopevn evanobeon
evépyelac (Directed Energy
Deposition)

Tpodobooia vhkou o
HLO EVEPYELAKN TINYN yLat
Vi OXNUATIoTEL Eva
MUPOCUCOWUATWUEVD
OTPUWHG OF £V
UMOOTPUILO

Laser-based,
Electron beam-
based, Plasma
or Electric arc-

based
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OL TILO KOLVEG TEXVLKEG YLOL TNV TIOAUEPN TPLOSLACTATN EKTUTIWON TepAapBavouy Slepyacieg
g€wBnonc VALKoU, pntivng kot okovng (1). Kabe tumog Slepyaoiag eMTPENEL TNV evamobeon
TMPOCOLTWY TWV OTPWHATWY Yla VO oXnUATioel HEPN KAl TIPAYHOTOTOLEL TNV KATOOKEUN
xpnolgomolwvtag povadika otadla enefepyaciog mou meplopilouv Tig Sladilkaoleg oe

SLadopETIKEC EMAOYEC UAKWV Kol SuVATOTNTEG OXNUATIOMOU OXESLWV.

Filament
*

A

Platform

Leveler

Solidification Resin

A

Ewkova 2:3xnuata tplodlactatnc eKTUNwong yia (A) uovtedomoinon cuvtnyuévne evanodeonc, (B)
otepeoAtSoypapia kat (C) EMAEKTIKI) TUPOCUCOWUATWON UE AELTEP TTOU EIVAL AVTUTPOOWITEVTIKA TWV
Slepyaotwv eEwdnong, pntivng kat okovng, avtiotoya.

Ye Slabikaoieg e€wbnong, 6mwe n FDM, To UALKO ThKeTal Kol e€wbeital péow evog
okpoduaiou Omou KoTeUBUVETAL yla evamoBeon yla va oXNUOTIOEL TUNUOTIKA OTPWHATO
Ewova 2 (14) (15). H tpododooia tou vApatog dnuloupyel mieon oto akpoduolo Tou
XPNOLUOTIOLEITOL Ylot TOV €AEYXO TNG PONG TOU UALKOU KOTA Tn OLAPKELD TNG HUEPLKAG
KOTAOKEVUNC. ITNV Apeon ypadn pelaviov, mou eivat pa GAAn dtadikaocio eEwbnong, To UALKO
wBeltal péoa amod éva akpodUolo cUUPWVA e Hla EPAPUOCHEVN EEWTEPLKN TAON OTIWE N
Tileon Tou aépa ) oL KWNAoeLs epBoAou (16). H tplodidotatn ektunwon pntivng Baciletal otnv
edappoyn uneplwdou pwTtog oe KBopLOUEVA HOTIBA yLa va oXNUATIOEL €va LEPOC OTPWHLA
T(POC OTPWHA HE OKAPUVON TNG evamoTlOEéUevng uypnc pntivng, n omola xpnotpomolsitatl
ouvnBwg ylo exktunmwon otepeoABoypadiag (17) (18). Ztnv daueson ypodn pe Aélep, to
umeplwdeg dwe kateuBlvetal mpog plor de€apevr) dwrtosvaiodNTNG pntivng yla va
OXNMUOTIOEL OTEPEA OTPWHATO HE Hia KvoUpevn mAatdhOpua KaTtaokeung. H tplobiaototn
ekTUMWON o€ okovn Paoiletal otn oluvinén KOKKWV &vog  eTIAEYUEVOU  UALKOU
Xpnotpomnolwvtag AéWep otnVv eMIAEKTLKN TUpocucowpdtwon (19) (20) Ewkoéva 2. I& AUTEC TIG
Slepyaoiec éva oTpwo 0KAOVNG OTEPEOTIOLELTAL KOIL AVOTTANPWVETAL OTPWLA TIPOG OTPWHLA VLol

va oXNUatLoTel OAOKANPO TO UALKO.

23



1.4.1. MéBobdol E€wbnong YAlkou

Metafl twv dtadikaolwy ektunwong 3D pe e€wbnon, n Fused Deposition Modeling
(FDM) eival n mio cuxva xpnotormnoloupevn (14), (15). To UALkO TpododoTeital 0TOV EKTUTTWTH
WG OUVEXEG VA, To owpa Tou akpoduoiou Bepuaivetal ylo va ALWoELTo vipa ou e€wBeital
amo Ty Tieon mou dnpoupyeitat anod thv tpododocia Tou vipatog. Metd tnv e€wbnon Tou
VAUATOC, TO vApa PUXETOL KL OTEPEOTOLEITAL YIA VAL OXNHATIOEL (L. CUUTIAYT YEWUETPLA.
MepLKA oo Ta TILO KOLWVA UALKA EKTUTIWONG YLa TN LovTeEAomoinon ouvtnyuévng evanobeong
gival to moAuyalaktikd of0 (PLA), to akpulovitpillo Poutadlevikd otupévio (ABS), to
tepedpBaAko moAuvalbuAévio (PET) kat n BeppomAactikr) moAvoupeBavn (TPU). AlatiBevral
£MioNng VALKA umootApléng mou adalpolvTal KAaTd Tn SLAPKELD TNG META-EMEEEpyaTiog Kol
nepAapBavouv UALKA SLHAUTA oto vepd OmwCe TTOAUBWVUALK aAkoOAn (PVA), amoomaopéva
VALK Kot kepl. H amodoon Twv TUMTWHEVWY LEPWY £EQPTATAL OTTO TNV ETLAOYI UALKOU KOl TLG
Mapapétpouc ¢ Stadilkaoiag OmMwe To TAXOG TOU OTPWUOTOG, O TIPOCAVATOALGUOC
KOTAOKEUNC, N Ywvia paaotep, n mukvotnta mAnpwong (16). H Bepupokpaocia tou akpoduaciou
yevikd Slatnpeital og Alyoug Babuolg uPnAotepn amoé to onueio tENG TOu MOAUUEPOUC,
KaBwg n mepattépw avénon tTwv Bepuokpaclwy Tou akpoduaiou UMopel va emnpedcel TNV
anodoaon yla UALKA Omwg to PEEK kot to PEL. Exel avadepBel 6TL TO TOGOOTO EMUAKUVONG TIPLY
omo TNV ootoxia Kal n avroxn kpoluaong evog s€aptripatog PEl apyilel va pewwvetal otav n
Bepuokpacia avéavetal mépa and pla BEAtiotn Oepuokpoacia akpoduaiou (17). Ao tnv
GAAN TAELPA, oL xapnAotepeg Bepuokpaoies pmopel va odnynoouv os duokoAia e€wbnong
KOL KOKN TOLOTNTA EKTUMWONG AOYW TOU OXNUOTIOMOU TOPWOWY OYKWV UETAEU Twv
oTpwuatwy (17). EmutAéov, To HéyeBOG TOU OTPWHATOC TAPOUCLAlEL cUUPBLBAcOUG oTnv
avaAuon ektUMwong, TNV amodoon HEPWV KOl TNV TOXUTNTO €KTUTIWONG, EVW EXEL WG
anmotéAeopa HETABANTA TOOA avicOTpoTiag oTLG OLOTNTEG TeAWKOU €€APTHMOTOG TIOU
glodyovtal and tn SLopdpdwon TWV CTPWHATWY O KABOPLOUEVEG KATEUBUVOELG.

To BaoLKA& UALKA TTOU XPNOLUOTIOLOUVTAL YLO TNV EKTUTIWON GalvovTal 6TOV MapaKATW

mivaka. (23)
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Mivakac 2: YAtka Ektontwaonc FDM.

Oepuokpaoia
Ovopaoia 1510TNTEC OEFI’HOKPSOLQ ETLPAVELAC
éng (°C) ektUnwong (°C)
o Aoocpo MiKpEG
TAPOLLOPPWOELG
«  OWKo mpog to
niepBaArov
PLA . Xaunhéc 205+15 50+10
Beppuokpacieg
EKTUTIWONG
o AvBekTiKO 0N
Bepuotnta
ABS . MeydAn Mnxavikn 225£25 100+10
Avtoxn
« Avoxn oe pawvopeva
PET QIOKOAANGNG 24042 041
G « KatdAAnAo ya tpodiua 0£20 0+10
o ALOAUTO o€ AgpOVEVLO
HIPS . Napoépoleg pe autég tou 235415 95+5
ABS
o Y{ynAn avtoxn otn
Nylon $6opa 240120 90+10
. YUnAn ehaoctikotnTta

H daueon ypadn pehdvng, yvwoth Kal wg «direct ink writing», givat pa aAAn
Sladikaoia exktunmwong 3D pe e€wbnon mou anodelyel TI§ anattnoslg Béppavong tng FDM
KOLL EVATIOBETEL €va APALWUEVO LEWOOEAAOTIKO UALKO LECW £VOG akpoduaiou epappolovrag
efwtepikn Slatuntikn taon (18) (19) (20). Aebopévou OtL n Sladikacio emiTpEmnel TNV
eKTUTIWON o€ ouVBNKeG TtepBAAAOVTOG, elval LOaVIKN Yl EKTUTIWON LOAAKWY UALKWV. KaBwg
auavetal n SLATUNTLKA TAon, To LEWHEG TNG LEAAVNG LELWVETOL KL ETLTPETEL TNV €€wBnon
pHEow Tou akpoduciou. KabBwg to pelavt e€wbeltal, avaktd to IEwSEeC TOU yLa va oxnUaTiost
pla tplodlaotatn dopr. Ta vApata otolBalovral yla vo oxnpaticouv mpocdeta to TeEAKO
MEPOG. TO TUMMWHEVO HEPOC OKANpaivel ot SlapopeTikd MeplBAAOV cUUdPwvA HE TIG
QTALTAOELG TOU KABe UALKOU. H dpeon ypadr Pe HEAAQVL XpNOLUOTIOLELTAL YLO TNV EKTUTIWON
SlopopeTikwv UAKWY, cupmeplhappovopévwy Blopehaviwy (21), peAaviwv alwpoUUEVWY

wwv (18) (20), nAeKTPOVIKWV/UoyVNTIKWY HeEAavVIwV (22) kot peAoviwy TTOAAOTTAWY UALKWY
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(23). H wavotnta ektUTWoNG OLOPOPETIKWY UAKWV HE QUeon ypadn He HeAAVL €XeL
Kataotnoetl duvatn tnv moapaywyn oxeblwv yla dtadopeg epapuoysg (18) (20). Mepka ano
TO TIO EUPEWG XPNOLUOTIOLOUMEVO TIOAUMEPN Yl dpeon ypadrn He peAdvl eival to
noAudpuebulocihoavio (PDMS), ta OgpUOTTAQCTIKA Kol T ETOEELSIKA. OL KUPLOL TTAPAYOVTEC
mou kaBopilouv TNV KAvOTNTA EKTUTIWONG €ival to LEWSEC Kal N WBLOTNTA apaiwong Tou
UALKOU.

AvaAoya LLE TNV TEXVLKH, T LEAQVLA LITOPOoUV va evarotiBevtol wg vipata (pressure-
assisted DIW) 1 va Pekalovtal wg PLKpo- 1 vavo-otayoves (Drop-on-Demand kal Laser-

Assisted DIW). (29) (30)

TNV MPWTN TePIMTWOon, n omolo avrKEL OTNV KATNyopila TwV TEXVLKWY CUVEXOUEVNC
£€wOnonc UAKOUL, xpnoluomolouvtal peAdvia mou cuvABwe elval ToAupepn StoAUpaTa pe
KoAAoeldn alwpApata cwHoTiwy LPNAoOU LEWSOUC KAl PN VEUTWVLKA cupnepldopd. Autd
TO UALKA UTTOKELVTOL 0€ PALVOUEVO SLOTUNTIKAG AEMTTUVONG, TTOU ChUaivel OTL To LEWEEG Toug
UELWVETAL OTAV UTIOKELVTAL O SLATUNTIKEG TAOELS KATA TNV e€wBNon anod to akpoduaolo. Metd
™V evanobeon, avaoxnuatilovtal oL LoPLAKES EUTIAOKEG LETOEY TWV TTOAUHEPIKWY aAuaidwyv
Kol ylvetal autoouykpotnon uneppoplakwyv dopwv (self-assembly), avéavovrag to 1€wbdeC.
Me auTOV TOV TPOTIO ETITUYXAVETAL LEPLKI) OTEPEOTIONGCT TWV OTPWOEWY, N OTOLA UIMOPEL val
evioyuBel mepaltépw HEOW TNG ONULOUPYLOC XNMLKWV OTAUPOSECUWY HETALY TWV
TIOAUMEPIKWY OAUCLdWY. OL TEPLOOOTEPEG TEXVLKEG e peAavia Baoilovtal otnv avénon tou
LEWOoUG HEOw eAéyxou NG eEatuiong SltaAutwv N AAwv aAlaywv Kot Slaxwplopatog

$ACEWV TWV CUCTATLKWY TOU HeAOVLIOU, OTtwG aAAayEG ato PH kat tn Bepuokpaoia. (4)

1.4.2. MéBobol 2tepeoAiBoypadiac

H ZtepeoAiBoypadia, n omoia epeupéOnke amno tov Charles Hull to 1984, €xel we apxn
Aettoupylag Tov eAeyxOUEVO GWTOTMOAUUEPLOUO PEUCTWY PNTIVWV HECW SEoUNG AELlEp yLa TN
Snulovpylo twv Ttplodldotatwy avtikewévwy  (31) (23). H PBaowky Stadopd TG
otepeollBoypadioc, o ox€on He TG UTIOAOUTEG TEXVIKEG TPLOSLAOTATNG EKTUTIWONG Elval N
vPnAn avdluon sktimwong, n omola e€aptdtal amno tn Seopun Aélep mou Ba xpnotpomnotndet.
H néBobdog autr xpnotuomnolel wTomoAuEPEG UALKO EVTOG Lo SeEAEVC, TO omolo pmopet
va otepeonolnBel katd tnv £€kBeon Tou oe TNYH PWTOC OMWE AKTIVEG X, Y 1 TNV MAEov
ETUKPATEDTEPN aKTWVOoBoAla UV, n omola BonBad otnv dueon amoppodnon and tn pntivn Kat

oényel oe TayUtepo pwrtomoAupeplopd (32) (23)
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Upnide-Down (Invetted) SLA
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Ewkova 3: Atadikaoia 3D ektuntwaong tumou SLA (33).

H emudavela ektunwong Bubiletal otn de€apevn autr) o fabog (oo pe to emBupunto
TAXOC Kol o Kepohr AEWep CAPWVEL TIG KATAAMNAEG TEPLOXEC TNG ETLPAVELOG, OTIWG
opilovtal amo 1o oxedlo CAD. Itn cuvéxela, BuBiletal 660 To MAXOG TNG EMOUEVNG SLATOUNG
Ko autn n dtadikacia cuveyiletal pExpLg 6tou oAokANpwOEL To avTikeipevo, omwe dalvetal
OTNV €lkOvVaA. TEAOG, TO EKTUTIWHEVO AVTIKELUEVO UMaivel o€ BAaAapo MAUGONG Kal okAfpuvong.
To BepUOOKANPUVTLKA TIOAULEPT UALKA TTIOU Xpnotpomolouvtol kaAouvtal cuviOwg

PNTIVEC Kal Umopouv va XWwPLoToUV OTLG TOPOKATW Katnyopieg (34)

Mivakag 3 - — Eidn vAikwyv ZtepeoAiBoypapiog

Eido¢ Pntivng XpAon

TUTILKEG Fevikn xprion — Toxela mpotumonoinon

Otav urmdpxeL AVAyYKn YLOL CUYKEKPLLEVEG UNXOVLKES

MnxavoAoyikég KoLl OEPULKES LLOTNTES
O80VTLATPLKEC KoL |OTPLKES OpB0oSOoVTIKA HOVTEAQ KOlL TILOTOTIOLNOELG
BlooupBatdétnrag
Xuteloewg Meiwon mpoidovtwv kavong
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1.4.3. ErmumA€ov M€Bodbdol MpooBetikng Kataokeung ue Pntiveg

Ou Swadikaocieg tplodlactatng ektUmwong pntivng ekBétouv dwtoevaiobnta
LoVOoUEPN Ot eAeYXOLEVO UTEPLWEEG WG 1 AAAeC TNYEG dwTOg uPNnANG evépyetag (35). OL
Sladkaoleg wpipavong pntivng cuvnBwg emwderovlvtat and uPnAn avaAluon Kol TIOLOTIKO
dwiplopa efaptnuatwy oe olyKPLON Ue GAAEG HeEBOSOUG eKTUTIWONG O CUYKpLloLlla glpn
TIHwv. OL oTpatnyLkeS umeplwdoug okAnpuvong neptlapPfavouv tn otepsoAlboypadio pe
aueon ypadn ue Aélep, tnv enetepyacia Pndlrokol dwtog (DLP) (36) (37), tn ouvexn
napaywyn Stemadng vypou (CLIP) kat tn ouvexn mapaywyh dndlakol pwtog (CDLM) (38),
To omola £xouv OAeC TTOIKIAEG OTpaTNYLKEG €kBeONG Lag Se€apevng pntivng oto ¢wg yla va
oxnuatioouv €va pépo¢. H ektumwon otepeoAlBoypadiog pe apeon ypoadn He AEulep
nephapBavel pla de€apevy pntivng pla mnyn dwtog uPnAng evépyelag Kol Evav
aVOKAQOTIKO KaBpEdtn yla Tov £Aeyxo TG €kBeong TG pNntivng oe éva Aéwlep. H pntivn otn
Se€apevn ektiBetal o €va eAeyxOUEeVO Ao UTTOAOYLOTH AELIEP TIOU OTEPEOTOLEL TN pNTivn yLa
va oxnuatiost éva oteped otpwpa. Metd tnv €kBeon oe éva otpwpa, n TAatdopua
EKTUTIWONG LETOKLVELTOL KATAKOPUGA YLa TNV EKTUTIWON TOU EMOUEVOU OTPWHATOC (35). AdoU
EKTUTIWOOUV OAd TA OTPWLATO, TO TUAMO TTAEVETAL KAl WPLUATEL KATW oo UTIEPLWEESG DG
yla va evioxuBei n Soun, n omola mapéxel Aemtr pUBULON YLl CUYKEKPLUEVEC edapUOYES (39).
H &8udpkela tng wpipavong aAAAlel T UNXOVIKA TWV TUMWHEVWY £€apTnUATWY, yLa
napadelypa, étav cuykpivovtal e€optripata mov okAnpuvenkav UETA TV wpipavon ylo 30
WPEG Ue eKkelva OV Sev elxav LETATIOAUMEPLONO, N HUETOUTOAUMEPLOMO LE UTIEPLWOEG WG
fTov To amOSOTIKI XPOVIKA KOl UE BEATIWHUEVEG MNXOVIKEG LOLOTNTEG. OTIWC O CUVTIEAEOTNG
€EAAOTIKOTNTOC HLOG KOl EMKPATNOE N TPOAYWYN TNG OUOLOYEVELAG TOU UALKOU HECW
udnAotepou aplBuol otaupodecpwv (40). Av kal n ektunwon otepsoABoypadiog €xet
uPnAn avaiuon Kal TaxUTNTa €KTUTIWONG, OF YEVLKEG YPOUMEG, Oev €xel Suvatotnta
EKTUTIWONG TIOANATIAWVY UALKWV.

H ektomwon Polyjet (emiong yvwoth wg inkjet) sival pa evalhaktikn Stadikaoia
okAfpuvong pntivng mou xpnolpormolel éva akpodUoLo yla thv svamobeon otayovidiwv
UALKOU TIou wpLalouv apéows amo pa urteplwdn S£opun KoTd TNV evamobeon Toug yla va
oxnuotioouv éva otpwua (41). H ektimwon Polyjet €xel mAsovekTApaTa ylo tv taxsia
EKTUTIWON HOVTEAWV TIOAAATAWY UALKWV pE ektofsuon moAamAwv akpoduaciwy, n omoia
ETUTPENMEL €MIONG TNV EKTUMWON UE UALKA uTtootnpLeng (42) (43). H extumwon pelavng €xet
edaployEC 08 TOUELG TTOU KupaivovTal amo T SnuLoupyila mPpwToTUTIWV £WE TNV NAEKTPOVIKN
Kot Tn Broektunwon (41) (43), kol €xeL anodeyBel mpdodarta n xprion Toug o PLOLATPLKES

OUOKEUEG TIOU XPNOLUOTIOOUV HNXOVIKA aTOSOTIKEG SopEG TIAEyaToC (44). Ta MAgypata
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TUNWONKaV Xpnolhomolwvtag £va Oiktuo Sokwv pe Oldpetpo mepimou 400um, pe
EAATTWHATO KATOOKEUNG avaloya He To oXeSlaopd TnG tomoloylag Kol tnv kateuBuvon
KOTOOKEUNC. ATALTOUVTAL TTEPALTEPW UEAETEC yLa va kKaBoplotel edv n ektuTiwon Polyjet sivat
KOTAANAN ylo €POPUOYEC UNXOVIKAG LOTWY, HE TNV OVAYKN TIEPATEPW EMISELENG Twv
duvartotTwy TN HE TNV Ttapaywyr SoUwV PE SuvaTOTNTEG OMOPACG Kal TOAAOTTAQCLOGUOU
KuTttapwv (45). Qotdoo, n teXxvoloyila MapExeL Tn SuvatoTNTA YL TV TOXELD KATOOKEUN
peyalwv ocuvoAwv Sopwv TIOU €ival TTPOCOPUOCILUEG YL CUYKEKPLUEVOUG aoBeveilc oe

epapuoyEg Omwe o e€omALoUOC aodaleiog.

1.4.4. MéeBodocg WekaopoU ZuVOeTIKwY Meowv

Ot depyaociec ouvinéng okovng Bacilovtal otnv evandBeon oTPWOEWY OKOVNG TIOU
elte TKovTaL elte cuyKOAAOUVTOL YL TNV KOTAOKEUN £€apTnUATWY HE IPOaBeto tpomo. Avo
KOLWVEG TEXVIKEG oUVTINENG OKOVNG Yla TNV EKTUTIWON TOAUMEPWVY E€lval N EMIAEKTIKA
TIUPOCUCOWUATWON Ue AELEP KO N EKTOEEUON GUVSETIKOU UALKOU (46). OL apxEg Asttoupylag
NG EMIAEKTLKAC TIUPOCUCOWHUATWONG He Aéllep, n onoia Baciletal o éva andBepa okdvng
LoomeSWUEVO ylo va eTUTPEPEL TN cVVTNEN EVOC OTPWHATOC LECW TNG €KBeONG og va AéLlep
Tou akoAouBel pla kaBoplopévn Stadpour). MOALG ektuntwBOel éva otpwua, n MAatdopua
XapnAwvel kot n Stadikaoia enavalapBdavetal. Eva amd to KUPLO TIAEOVEKTAUATO TNG
ETUAEKTIKAG TIUPOCUCOWHATWONG He AEWlep €lval OTL n OKOVN TIOU €XEL QUTOUELVEL OTNV
TAQTPOpHA AEITOUPYEL WG OTAPLYHA KATA TN SLAPKELA TNG LEPLKAC KATAOKEUNG. EMopévwe, n
Sladkaola dev amattel ektumwon Eexwplotol UALKOU UTOOTHAPLENG KOL ETUTPEMEL TNV
KOTOOKEUN TIOAUTTAOKWV £€QPTNUATWY KoL cuvappoAoynong (20).

ITNV eKTUNTWON e eKTOEeuan ouvdeTikol UALKOU, €va UALKO pe ektogeuon Seopelel
TN oKOVN WG eVAAAOKTIKN AUon otnv THEN pe Aéwlep (46). H okdvn amlwvetal otnv mAatdopua
EKTUMWONG MECO O €va TPOKABOPLOUEVO TIAXOC KOl OTN CUVEXELD TO OUVOETIKO UAIKO
EYXEETAL YL VA OXNMOTIOEL £val GUYKOAANPEVO OTpwHO. H TeXVIKN eKTOEELONG CUVEETLKOU
UALKOU xpnaotpomolel moAamAd akpoduata yla tnv £yxuon Tou cuvSeTkol UALKOU, TO oToio
glvat Suvntika tayvtepo amd tnv THEN pe Aéwlep. H extd€euon ouvSeTIKOU UALKOU Eival YEVIKA
HLOL OTOTEAECUATIKA SladLlkaola LKOVA VO EKTUTTWVEL TIOAUXPWHA Kol AELTOUPYLKA UALKA pE
Slopabuioelg (47) (48). Asdopévou OTL TO OUVOETIKO UAIKO Aeltoupyel wg KOAA yla va
ouyKpatel Tn okovn pall kal vo oxnuatilel pla TUMWUEVN YEWUETPLA, oL LSLOTNTEG TWV

TUTIWHEVWY PEPWVY €apTwvTal ard To cUVEETIKO UALKO (49) (50) (51).
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1.5. Emwokonnon twv Fused Filament Fabrication, FFF

1.5.1. Fused Filament Fabrication

H Fused Filament Fabrication (FFF), emiong yvwotr wg Fused Deposition Modeling
(FDM), eival pia dnuodAng Stadikacio ektunmwong 3D mou XPNOLOTOLEITAL OTIC UNXOVLIKEG
KOL LOTPLKEG BLOMNXOVIEG YLOL TNV KATOOKEUN €EELOIKEVUEVWV AEITOUPYLIKWY EEAPTNHATWV.
Qot000, N KAtavonon TG UNXOVLKAG Kal TpLBOAOYLKN G cupmepLldopac SLAdopwV MOPAUETPWY
enefepyaciog, composite materials, e0wWTEPIKWY YEWUETPLWV Kol lattices pmopel va eivat
TepUMAOKN, QMOLTWVTOCG L0 EMLOKOTNGCN TG TtPEXouoag PBipAoypadiag kot €psuvag. H
texvoloyia rapid prototyping BonBa Tig Blopnyavieg vot GUVTOUEUCOUV TOV XPOVO QVATTTUENG
TPOIOVTWY Kal va eMITUXOUV TIo ypriyopn lcodo otnv ayopd. Ot mapapetpot tou FFF, omwg
to slicing, o mpooavatoAlopog Kal n Bepuokpacia, emnEEAlOUV CNUAVTIKA TIC UNXOVLKES
1610TNTEC. To MOCOOTO YEULONG KAl N KateuBuvon MpocavatoAlopol cupBAANOUY BETIKA OTLG

UNXOQVLKEG LOLOTNTEC TWV MPOTOVIWYV TIoU ekTuTIWvovTal pe 3D. (10).

1.5.2. MéBobol yla tnVv BeAtiotomoinon twv Mnxavikwy Kat
TptBoloyikwy 1dlotNTwV Twv E€aptnuatwy MoAvpepwy mou
Exktunwvovtal pe 3D

OL pnxavikég Kot TPLBOAOYIKEG LOLOTNTEG TWV EEQPTNUATWY TOAUMEPWY TIOU
ektuntwvovtal pe 3D Stadépouv. MéBodol dnwe to DOE (Design of Experiments), to Taguchi
method, to Box-Behnken Design kaL to ANOVA (Analysis of Variance) xpnotiuomnolouvtat yla
TN BEATIOTOMOLNGCN TWV UNXAVIKWY WOLOTATWY KoL yla TN MEAETN TWV OXECEWV ALTLOC Kol
enidpaong. Napdyovieg OMwG To AXOG TNG OTPWONC, O TPOCAVATOALOMOG, N Ywvia Tou raster,
TO MAATOG TOU raster KL TO air gap eMNPeAIOUV TIG LNXAVIKEG LOLOTNTECG TWV €EAPTNLATWY TIOU
EKTUTIWVOVTOL He 3D. Xpnolwomolwvtog TIG PEATIOTEG TMAPAUETPOUC €KTUTIWONG KoL
AapBavovtag umodn tn Beppokpacia Katl To xpwua tou filament, ot tptBoAoyIKES LBLOTNTEC
TWV €£apTNUATWY TIOAUUEPWV TIOU ekTUTIWVovTal pe 3D BeAtiwvovtatl. H $pBopd e€aptdtal

amod to ¢optio, TNV TOXUTNTA, TOV TPOCAVATOALCOHO KoL Th cUVBegon tou UALkoU (10).
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1.5.3. Znuaoia Twv E€aywvikwy 1 OpBoywvikwy AopwV Kot TwV
TptBoAoyikwy IdlotnTwv

O £€peuveg Selyvouv OTL oL e€aYWVLIKEG 1 0pBOYWVIKEG SOUEG EVIGXUOUV TLG LNXOVLKEC
LBLOTNTEG TWV £€aptnUATwWY TMoU ekturwvovtal pe 3D. MeAétn emiong umoypappilel tn
onuaoia tng Katavonong twv TpLPoloylkwy 8oTATwy, kKabwg n TeBn kat n ¢bopd
gfaptwvtal and mopAyovieg OMwE N TaxuTNTA oAloBnong, n PUBULOTIKA eMLdAVELD KAl TO
doprtio. H edpappoyn tpomomoljoswv emPAVELAG KAL N XPrON LOXUPWV UALKWY OTMwE To
Reinforced Carbon Fibers BeAtiwvouv TIg TPLBOAOYIKEG LOLOTNTEG TwV €EAPTNUATWY TIOU

ektunwvovtat pe 3D (10).

1.5.4. Yuumépaopa yla tn Znuacio Twv KatdAAnAwv MNapapétpwy
Awadikaotag yia Tnv Ektunwon 3D kat tnv KaAudn twv Mnxavikwy
ATautioewy

JUUTTEPAOUATIKA, N €AoY TWV KOTAAANAwWY TapopéTpwy Sladkaoiog yla tnv
ektUTIwonN 3D ennpedlel ONUOVTIKA TIC UNXOVIKEG KoL TPLBOAOYIKEG LOLOTNTEG TOU TEALKOU
npoiovtoc. Eival {wtikng onuaciag va katavonBel n oxéon HETOED TWV TMOPAUETPWY
enetepyaociag kal tng ouumnepldpopdg twv Composite Materials yia va avtamokplBouv oe
OUYKEKPLUEVEG INXOAVLKEC ATALTAOELG. AUTA TA EUPAATA TTAPEXOUV Evav 08LKO XApTn yLa TNV
BeAtiotomoinon twv Stadikactwy ektunwong 3D Kat Tov oXeSLAoUO UALKWY TTOU UIopPoUV val
oavté€ouv tpLPoloyikr évtaon. H UEANETN CUUTEPAIVEL OTL OL PNXOVLKEG Kol TPLRBOAOYLKEC
LOLOTNTEG TWV TIOAUEPWY TIOU EKTUTIWVOVTAL PE 3D UmopolV val LKOVOTIOL|OOUV TIG AVAYKEG

TWV XPNOTWV KAl TWV KATHOKELAOTWY otnVv TEtaptn Bliopnyavikn Emavaoctaon.

1.6. 20yKplon texvoloylwv MNpooBetikn ¢ Kataokeung — Avamtuén mpotunwy
Turonoinong

O mivakag mapéxel 6e60UEVO OXETIKA LE TNV ATIOS00N EUMOPIKWY CUOCTNUATWY
TApAywyng TPOCAPHUOCTIKNG Kataokeung (MK) mou mpoopilovial yla tn BLOUNXOVIKN
napaywyn Hkpwv moptibwv. H olykplon petafl Sladopetikwyv pebodwv MK, petaty
Sladopetikwy cuotnuatwy MK mou €xouv tnv 6la apyn Asttoupyiog, KoBwE Kol HE TLG
oUupBatikég pneBOSoug mapaywyng elval amaltntikr, KabBwg umApXouv ALYEG CUYKPLTLKEC
peAETeg yio tnv anodoon Stadopwv cuotnudtwy MK. EmumAéov, otnv ayopd mpoodEpovtot
Sladopol cuvbuaopoL UNXAVNUATWY, €EELOIKEVUEVWY TIPWTWV UAWV KAl AOYLOUIKWY oo

KAOe etatpeia. Eivol onuovtiko va onuelwBel 0tL N akpifela mou avadEpeTal oTov mivaka
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elval evlelkTikn Kot g€optdtal oe PeYGAo BaBUO amod Ta YEWMETPIKA XAPAKTNPLOTIKA TOU
OVTLKELUEVOU Kal TO UALKO Kataokeung. O mivakog Sev meplhapBavel kamola o npdéodata
cuothuata MK pe KOWVOTOHUEG KOL QVIAYWVLOTIKEG TexvoAoyieg, onwe n Continuous Liquid
Interface Production (CLIP) tn¢ etatpeiag Carbon3D, n texvoloyia Multi Jet Fusion tng Hewlett
Packard kat n texvohoyia NanoParticle Jetting tng etatpeiag Xlet, S10tL dev undpyouv akopa

enapkn 6edopéva yla tnv anddoaon kal aflomiotia Toug (4).

Mivakacg 3:30ykpton petaév eunopika Stadeotuwyv ocuotnuatwy K mou npoopilovtal yia Biounyavikn mapaywyn
UKWV TTapTidwv mpoiovtwy (4)oeA28.

Xapog MNéoog
R e -
(mm?) (mm)
Blopnyavixé
FFF (FOM®) :w: W‘llﬂ ‘ Mépia ands
ABS, ASA, Nylonlz xuunAb nbcux wm Aemropepuv
914x610x 0178~ "
lll Stsaces @ seads oy | 08 914 30 xpdowonemg  kanauknuéva
ULTEM napaywyis, erupavelaxs
unootipi§n 2 vhikav payUTa
KATAOKEVIS
Prolet 6000
Tebrnra
sia Kaopwpiva blascisman
VA oy
WOV v PR axpiBewa, Prolatpixég
ED] ABS, PC,M’ £0025- 250x250x  0.05- ebappoyés
Systems o 0.05 250 0.125 edappoyéc,
b Suvardta
obovru u
TPV
POV uetapoli g
i onaxis Sadavewag
Muxpr raxitma
KATOOKEUHG
M290 (~5 mm?/s),
anotpenuxd yla
SLS/SLm NoAd kahd axpiewa,
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1.7. OkovouLKa otolyeia - Baowka mAeovekTruata kot aduvauieg tng
Tapaywync LEow MpooBeTikr¢ Kataokeung

H mapaywyn péow MpooBetikng Koataokeung (MK) €xeL oONUOVIKA OLKOVOULKA
TIAEOVEKTAATA KoL TIPOOTITIKEG. Eva amd ta Baotkd odpEAn ival n SuvatotnTa MPocapUoyYnS
Kol e€atoulkeuong Twv TPOIOVIWY, TOU EMITPEMEL TNV KOTAOKEUN TPOIOVIWV TIOU
avtamnokpivovtal akplBwG OTLE ATTALTHOELS KOL TLG TIPOTLUAOELG TWV TEAATwV. AUTo dnpLloupyetl
gukalpieg yla e€atopikeuon twv mpoidvtwy, aufdavovtag Tnv MpooTBEuevn afia Kal tnv
kavoroinon twv meAatwyv. H MK emiong umopel va HEWWOEL Ta KOOTN omoBrkeuong Kot
Slavoung, KaBwe Ta AVTLKEIPEVA TIOU TTAPAYOVTOL UITOPOUV VA KATOOKELOOTOUV ameuBeiag
KOTA TopayyeAio. AUTO PELWVEL TNV QVAYKN yla Badlkn tapoywyr], omoBrnkeuon HeyaAwy
amoBepdtwy kot €€oda yla tn Slaxeipton amobnkng. Qotoco, n MK avtipetwrilel kot
OpPLOMEVEC TIPOKANCELC. OL apyIkEC eMeVOUCELG YLl TNV amOKTNON TG texvohoylag MK, tnv
oyopa €€OMALOUOU KOl TNV EKTIALSELON TOU TIpoowTilkol UTopel va givatl uPnAég. EmutAéoy,
TO KOOTN Agttoupyiag, CUUMEPIAOUPBAVOUEVWV TWV UAKWY KOL TNG EVEPYELOC, £lval ouxvd
okplpotepa amo Tig napadootakeg pebddouc mapaywyng. Autod UMopsl va emnpedocel To
KOOTOC mapaywyng tTwv mpotoviwy MK. Map' 6Aa autd, n MK £xel onUovtikd Suvaplkod yla
avantuén kat BeAtiotonoinon. Kabwg n texvoloyia e€ehiooetal, avapévetal va BeATLWOEL n
omoSoTKOTNTA Kal N olkovouLKA Blwolpotnta tng MK. Ta odEéAn TNG MPOCAPUOYAC KAl TNG
efatopikeuong tTwv mpoilovtwy, pall pe tn pelwon twv damoavwy yla amobrkeuon Kot

Stavopun, kaBlotouv tnv MK pa eAKUOTIKE €TAoY Yla TTOAAEG Blopnxavied.

O maykooulog emevSUTIKOG OyKoG kedohaiwv oe etalpeieg MpooOetikng Kataokeung
aufnbnke katd 36,7% etnolwg amo 389 ekatoppUpla SoAdpla to 2017 oe 1,853
Sloskatoppupla Sohdpla to 2022. H afloonueiwtn Suvoplkr mou amoktnBnke to 2021
ouveylotnke kal oto 2022 pe ermumAéov enevdloelg UPoug 514 ekatoppupiwv dolapiwv. H
AMT - H Evwon Texvoloyiag Kataokeung avayvwploe MEVTE eEALPETIKEG CUVOAAQYEG TIOU
OUVOALKA avépyovtal o 707 ekatoppupla SoAdpLa, HOLPOCHUEVA HETOEY OSOVILATPLKWY
edappoywv. Evw av€nbnkav acuvnBlota peyddeg peloPndikég emevluoelg, n katnyopia
KOTAOKEVAOTIKWV edappoywv Aappave 3,3 Popeg neploootepeg enevOUCEL O OXEON UE TO

2021, yivovtag n deutepn peyalltepn katnyopia to 2022, pe 21 cuvalhayEg (53).

H woxupn amoéboon ywa ebopUoyeG o OSOVILATPLKNA, LOTPLKH, OEPOSLAOTNULKN,
KOTAVOAWTLKA ayoBd kol autokivnta urtodnAwVeL OTL oL eMeVOUTEG £0TLALOUV ETUTEAOUG OTNV
e€eldlkeUON KAl TIC EVKALPLEG TIPOCAPUOCUEVWY TIPOIOVTWV YLo CUYKEKPLUEVEC ayopEC. OL

KOTOOKEUAOTEG UALKOU OVTIKOTOMTPI{ouV autdv Tov TPOmo okEPNG ota TpoodepPOUEVA
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TPOLOVTA TOUC, OTOXEVOVTAG CUYKEKPLUEVEG EGAPUOYEC, Lot SLakpLTh aAAayr Og OXEoN LE TOV
Blopnxavikd kavovo Omou €va HOVIEAO EKTUTIWTH KAAUTITEL OAeC TIC epaAPUOYEG O MLl
OUYKEKPLUEVN Katnyopla peyeBouc. OL emevlUOELC YKAUA TEXVOAOYLWV KOl UTINPEGCLEG
napapévouv uPnAég, e 38 ouvaAlayEg Kal cuveyn eotiacn otn PeAtiwon, Thv ToxvTnTA

Kot/r) TN HElwon TOU KOOTOUC TOU UALKOU TIPOOBETIKAC KATAOKEUNC.

H péon emévéuon av€nbnke oe véo uPnAo enimedo Twv 26,9 ekatoppupiwy Solapiwy yia
10 2022, augnuévn katd oxedov 40% Aoyw HeyaAwv enevdUoswv o€ Alyeg ETALPELEG, OTWG N
Vulcan Forms, n Divergent, n Fictiv, n Prismlab kat n Sprintray. H peyaAutepn péon enévéuon
umoSnAWVEL emiong avénon twv yupwv XpNUATodOTNoNG O TILO TIPOXWPNUEVA oTddla ot
oUyKpLon e TponyoUleva £tr. MNMapoAo Tou auTo eival BeTIKO yLa eTalpeieg mou €xouv AN
ONUOVTIKA ayopd, n XopnAdtepn Xpnuatodotnon oe peoaleg Katnyopieg Snuioupyet
aUOTNPOTEPEG OUVONKEG yla etalpeieg mou emBupolv va avamtuéouv Mo €EEALYUEVEC

texvoloylieg (53).

AM Investments by Region
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Ewkova 4: Enevéuoeig oe texvoloyiec MpooVetiknc Kataokeung (53).
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Ta emépeva xpovia Ba epneplexouv avaudifora neploootepeg enevoUOELS O €TALPELEC
TIOU OVATTUOO0UV UALKA TeEXVOAoyLag, TapOXoUC UTINPECLWY Kol edpapUoyES. Tuvdualovtag
£va SUVALKO £TOC eMeVOUOEWVY KAl TNV MPOOTITIKN Heiwong Tng afePfatdotntag otic aluoibeg
edodlaopol, avaudifora Ba emitayuvBel n avdmtuén tng TeEXVOAOylOg KAl N TIEPALTEPW
ULOBETNON TNG OTLC EYXWPLEC ayopEG. Me To evlladépov Twv emevduTwy va PeTatomniletal
TPOG TIC EPAPUOYEG WG EVA ONUOVTIKO CUUTTANPWLA TWV ETALPELWV EVTAoNnC TeExvoloylag, N
TIPONYMEVN KOTOOKEUN UIMOPEL va BPELTILO aOSOTIKA TN OWOTH EPapUOYH TWV TPOIOVTWY TNC

KO, TEALKA, va BPEL TEPLOCOTEPOUG TPOTIOUG YLOL VOL TIPAYLATOTIOLOEL TLG UTIOOXECELG TNG.
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2. YAk& Ektumwong

2.1. Tevika

Ymapxel pla eupeia YKAUO TIOAUPEPWY UAIKWV yla TPLOSLACTATN €KTUMWON, UE
SuvaTOTNTEG TTOU OXeTi{ovTal amod Tn HopLoK Toug Soun, e ToAuepr Tou enefepydlovral
pe SladopeTikoug Tpomoug yia kabe Sladikaoia ektunwong. It Stadkaocieg eEwbnong, Ta
BeppomAaoTIKA Ypnolpomolouvtal ocuviABwe yla TpLodldotatn £KTUTTWON OTOU ALWVOUV
énetta e§wOouvTal Kol oTtnV CUVEXELDL YiveTOol OKANpuvon HPETA tnv evanoBeon (54). MNa
napadelypua, to akpulovitpidlo Boutadiévio otupévio (ABS) eival éva Kovo BepOTAAOTIKO
TIOU TTOPOUGLALEL EVVOIKN AVTOXA 0TNV Kpouaohn Kot BEATIWHEVN XNILKA OVTOXN O GUYKPLON
UE To KaBapo moAuatupévio (55). Ot 1bLdtnTeg Tou ABS pumopouv va mpoadloplotouv Pe Baon
TNV avaAoyia Twv TPLWV HOVOUEPWY TOU, yla TIAPASELYUA, N TIUKVOTNTA TOU Wmopsl va
kupaivetat and 1,05 [mg/m3] éwg 1,07 [mg/m3] pe mpokUntovieg ouvieAeoTéC ePEAKUOHOU
and 2,5 [GPa] €wc 2,7 [GPa]. To axkpuAikd akpulovitpillo otupévio (ASA) eival pla
evaAAoKTLKr AUon oto ABS pe BeATlwpEVn avtoyn otn Bgppdtnta Kal ealpeTikn otabepotnTa
otnv uTteplwdn aktwoBolia (56), evw o MoAuyalaktiko ofU (PLA) sival éva dA\o dnpodAég
BepuomAaotiko pe Bloocuppatotnta aAld xaunAotepn Bepuokpacio LOAWSOUC HETATTTWONG.

Oplopéva amd ta BepuomAaoTikd UALKA TTou elval Slabéoia oTnv ayopd yla xprion
otn UéBodo FFF avadeépovial Mapakdtw. ZUXVA, autd Ta UAKA cuvbualovial pe GAAa
TIOAUMEPT WG UiypaTa, elte wg BAon yla cUVOeTa Kol vavooUvBeTa UALKA yia tn BeAtiwon Twv
6LotNTwy Tout. EmumAéov, moAAd uAka (PLA, ABS, PETG, PA, PEEK) elval evioxupéva He Lveg
yuaAloU f avBpaka pikpol prikoug (chopped CFs), mou mpootiBevtal oe mocooto nepinou 20
[wt%]. Mo @GAAN katnyopia elval Ta UALKA TTOU pouvTal tnv ogn kot tTnv udn PetdAlou,
EUAou Kal mETpag, pe pooBeTa XaAkou, olérpou, unpoutlou, opeixalkou, GUTIKEG Lveg KL
aAeopévo EUAO (lveg pmaurmou, mevkou, peAloddpou Behavidiag), ite pe okdvn KILwALG Kot
OAWV METPWUATWY, Ot Wiypo pe Baon to PLA, og ouvbuaopo pe TAOOTLKOMOLNTEG Kol
ocuppatomolntég (compatibilizers) (4). 2tov mapakdtw mivoka mapotiBetal faoikr) oclyKpLon

TWV v AOyWw UALKWV OTtwC ta £xeL KataypaPet n ko Nkatplou.
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Mivakoag 4: Baoikd YAwka yia xprion o€ FFF katepyaoia (4)oeA75.
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2.2. MoAvyalaktiko-0O&L (PLA)

To PLA eivatl éva Blompoepyouevo BepUomAaoTikO TTOAUPEPEG TTOU cuvtiBetal and
YOAOKTIKO ofU Tou AopPdvetal and KoAapmokl, {oxopokdAapo kot aAAn Blopala. Eivo
eniong éva 100% Blodlaomwpevo TOAUUEPEG e uPNAN avtoyn og ebeAkuopO. To PLA pmopel
va ovakUKAwBEeL £wg kal 8 GpopEc Kal lval KOUMOOTOMOLOLUO OTo TEAOC TNG {wN¢ Tou (54)
(55). O kUKAoG TwnG Tou PLA dalvetal oTo IXNUa TTAPAKATW.

(6]
(8] -0
(o]

Lactic acid Lactide

/ / [y Polymerization
[ Cc02, H20,
— L/ b Biomass

A—

e

B COmpoé'é’il

Ewoéva 5. KukAog {wn¢ tou PLA.

PLA

Processing

To PLA cuvtiBetat arnd to yaAakTIKO o€V e TPELG TPOTIOUC — AUECH TTIOAUGUUITUKVWON TOU
yaAaktwoU o€og (LA), aleotporikr adudatikh CUUTUKVWGON Kol TIOAULEPLOUOC LE AVOLYUO
Saktuliou (ROP) tou Aaktidiou. H ROP eivat n o cuyva xpnotomnoloVpevn uEBodog kabwg
amobidel PLA unAoul poplakol Bapoug kot amattel xapunA£g Bepuokpacieg Kol cUVTOUOUG
Xpovoug avtidpaong (56) (57). ApxXKa, Ta oAlyouepn xapnAoU poplakoU Bapoug mapdyovtol
and TN ouvexn aviidpaon cUMMUKVWONG uSatikol YOAAKTIKOU OEEOG. ITNV OUVEXELA, TO
OALYOUEPEC N TIPOTIOAUMEPEG METATPEMETAL KATOAUTIKA O KUKAWKO Aaktibio. Auth n
napaywyr KUkALkoU Aaktidiou €xel wg anotéAeopa Tpelg popdeg: D,D-Aaktidio (D-Aaktisio),
L L-Aaktidlo (L-Aaktido) kat L,D- 3 D,L-Aaktiblo (pecolaktidio) onweg dailvetal otnv
TIAPAKATW £KOva (58). To emopevo Bripa elval n anootaén, 6nou adalpouvrtal ol akabapoieg
Ko Staxwpiletal to pecolaktidio. To TeAko Brpa neptappavel to ROP twv Aaktidiwy yla tn

AN Stadopetikwy mototrtwy PLA.
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Ewkova 6.5tepeoioouepn Aaktidiouv (59).

H otepeoxnutkn dour tou PLA umopel va eheyxBel eAéyxovtag To pelypa Twv Loopepwy L-
N D- yia va AndBouv SladopeTikéC avaloyieg KPpUOTAAALKWY Kol apopdwv ddacswv. O
TLOAUUEPLOMOC Tou L-AakTidiou mapayel toAu (L-Aaxtidio) (PLLA), To D-AaktiSlo mapdyel moAu
(D-Aaktiblo) (PDLA) kot Tto pakepiko (50% L- kat 50% D-) mapayet moAu (DL-Aaktidio ) (PDLLA).
To PLLA kat to PDLA eivat omtika kaBapd moAUAaKTISLO Kot eivol KpUOTOAALKA, Evw To PDLLA
gival dpopdo. To PLA pmopel va amotkoSounBet pe amir udpoAucn xwplg tn xpron vl pwv
yla tnv kataAvaon tng udpoluong (56).

OL BepULKEC, UNXOAVIKEG KOl BLOAMOKOSOUNTIKEG LOLOTNTEG TOou PLA g€aptwvtal amno
TNV KOTOVOUN TWV OTEPEOICOUEPWV OTLG TIOAUMEPELC aAuaidec. To PLA pe meplocodtepo amo
90% meplekTikOTNTA O PLLA glval e€apeTikA KpUOTAAALKO Kal €va XapnAdtepo moocooto PLLA
anodidel mepLocotepo aupopdo PLA. H Beppokpacia t™eng (Tm) kat n Bepuokpacia
MeTantwaong ualou (Tg) Tou PLA au€davovtal Le TV avénon tng MePLEKTIKOTNTAG OE L-loopepn

KoL TN pelwon TG mepLeKTIKOTNTAS O LoopePEG D (58).

To PLA €ival emiong KAtdAANAo yla mepaLTEPW TUTIOUC SLASLKACLWY EKTUTIWONG, OTIWG
n okAnpuvon pntivng pe otepeoAlboypadia (63), n omola EMITPENMEL TNV KOATAOKEUN TULO
TeEPUTAOKWY QPXITEKTOVIKWY HEPWV omd O,TL eival yevikd duvatd pe TG Sladikooieg
g€wOnonc. Av kot to PLA eival BlooupBatd, umapyel KAmoLo avnouxia yla Toflkotnta oto
TUTIWEVO PLA pe otepeohiBoypadio Aoyw tne mpoabrkng dwtomoAuuepwy oTo SLAAUUA TNG
pntivng, to omoio sival amapaitnto ywa TN SLACTAUPOUHEVN OUVOECN LOVOUEPWVY yLa
OXNUOTIOMO TIOAUHEPWY Tapouoia uTeplwdouc pwtdg. QoTOC0, OTOV EKTUTTIWVOVTAL CWOTA

KoL urtoBaAAovtal oe peTayevéoTepn emefepyaocia, ol Sladlkaoleg okApuvong pe pntivn
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gxouv amodelxbel aodaleic yla LOTPIKEG £DOpPUOYEG, QVAAOYQ HE TOV OUYKEKPLUEVO

OUVSUAOUO XNULKWV CUCTOTIKWY (64).

‘Exel mpaypatomolnBel apketn) €peuva OXETIKA HE TNV edapuoyn Stadopwv
TIAQLOTIKOTIOLNTWY TIOU €MNPEAIOUV TNV TIOAUMEPLKI UATPA UECW SLAUOPLOKWY SUVAUEWV,
TPOTIOTOLWVTOG TNV KIvnon Twv aAucibwv Kot Tov eEAeUBepOo XWwpo avAaPesd Toug. Auto odnyetl
oe M avénon TNG TEPLOXNG TNG TAACTIKAG Slapopdwong Tou UALKOU, Helwon Ttng
Bepuokpaciag yudAwng petapaong, Slapdpdwon TOU TOGOOTOU KPUOTAAALKOTNTOC KOl
BeAtiwon tng enefepyaocudtnrog. Bloouppatd oAlyopepny Onmwcg moAualBuAsvoyAukoAn,
£0TEPEC KLTPLKOU 0€£0C, YAUKEPOAN KL TO (610 TO YAAOKTIKO 0EU £XOUV SOKILUAOTEL ETITUXWC,
UE TNV emibpacr) Toug otn BepuiLkn cuumepLdopd KoL TNV KPUOTAAALKOTNTA va TtapouctaleTal
otov Mivaka. 18laitepa, Ta oAlyopueph TnC MOAUALBUAEVOYAUKOANG UTTOPOUV VO ETINPEACOUV
EVTUTIWOLOKA TNV LKOVOTNTA ETILUAKUVONG TOU UALKOU, OV KOl QUTO UIMOPEL val EMNPeEACEL
OPVNTLKA TNV EAAOTIKOTNTA KL TV avtoxn otnv Tdon. H mpooBrkn 10% PEG200 og eumoplkd
PLA al&noe tnv péylotn emuunkuveon amnod 5.4 og 413.1 %, HELWVOVTAG OUWE CUYXPOVWE TNV

£\OLOTIKOTATA KAL TV QVTOXI) OTNV TAON KATA TEPUTOU 64%.

Mivakac 5: Enidpaon biagopwv mAactikomointwy otn  Jepuokpaocioa vaAwdoug uetaBaong, Yuxpns
kpuoTdAAwong kat téng, kaBwc KatL aTo MocooTo KpUOTAAAKOTNTAG ToU PLA (4) ogA 99.

Material T, T. T, Crystallinity
C) (O (C) (%)

Pure PLA 58 - 152 1

PLA/10% glycerol 54 114 142 243

PLA20% glycerol 53 110 141 254

PLA/10% citrate ester 51 - 144 12

PLA/20% citrate ester 46 - 142 20

PLA/10% polyethylene glycol 34 94 148 22
monolaurate

PLA/20% polyethylene glycol 21 75 146 24
monolaurate

PLA/10% polyethylene glycol 30 82 147 26

PLA/20% polyethylene glycol 12 67 143 29

PLA/10% oligomeric lactic acid 37 108 144 2]

PLA/10% oligomeric lactic acid 18 76 132 24
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2.3, Tplodlaotatn ektunwon FDM ocuvBeTtwyv VALKwY PLA
LLE eVIOXUOELC BLOAOYLIKNC TIpOEAELONC

Otav oL evioXUoell cwHatdiwy, Wwv [ VIPASWY EVOWHOTWVOVTAL O £Va UALKO
MUATPOC, TO UALKO ToU Ttapdyetal opiletal w¢ ouvOeto. Ta meplocdtepa cUVOETA UALKA UE
Bdon moAupepn £xouv 60% £wg 70% TIOAULEPT] WG UATPO KAL TO EVICXUTIKO UALKO amoteAel
niepinou 1o 30% €wg 40% (76). O omMALOMOG Bewpeltal To KUPLO CUCTATLKO OE €va oUVOETO
ouotnua, Ye kOpLa Asttoupyla tn BeATiwon TwV LNXOVIKWVY LBLOTATWY Tou cUVBETOU UALKOU
(77). Ze autiv TtV avaokomnon, o OMALOMOC OplleTOl WG TO CUCTOTIKO TIOU PBeATLWVEL
TOUAQ(LOTOV TO METPO Young TOU TIPOKUTTOVTIOG CUVOETOU UAIKOU OTav TpootiBetal oto
TIOAUMEPEG. OL evioXUOoEeL BLOAOYIKNG TIPOEAEUGNG TIOU XPNOLUOTOLOUVTAL OTNV EKTUTWON
FDM 3D pmnopouv va talvounBouv os evioxVoelg pikpoU (100 [um] éwg 100 [nm]) kot vavo
(100 [nm] £wg 1 [nm]) mou talvopoUvToL MEPALTEPW OF (VEG KOl CWHATLOLAKEG EVIOYXVUOELG UE
Bdon To oxnua KaLTo péyeboOG Touc, OMwE paiveTal oTo MapakaTtw oxnua. Auth ntaflvounon
Baoiletal otic popdEC omMALOUOU TTOU XpnoLlomolouvtal and thv anoyn tng ensfepyaociag
UAkOU. OL popdég evioxuong HIKpoOlVvWV TIOU Tipopxovtal amd PBloAoylkd Tpolovia
ToflvopoUVTOL TIEPALTEPW OE QCUVEXEIC KoL OUVEXELG, OTOU OL LEUOVWHUEVEG (VEG Kal ol
Seopibeg TepoylOpéVWY VWV elvol aocuvexeic popdEc evioyuong Kal oL amAég (veg Tmou
neplotpedovtal oe vhpato eival popdég cuvexolg evioxuong(78). Ou vavoomAlopol

TOELVOUOUVTOL OE VAVO-LVEG KoL VOVO-CWUOTLOLAKEC EVIOXUOELS (79).

Bio-derived
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Ewkova 7: Tumot onAtopwv BLoAoyikr¢ mpoEAguanc mou xpnaotuomnotouvral oe oUVIeTa UALka FDM.
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Ol UIKpOIVEG TTIOU TIpOEPXOVTAL amo PLOAOYIKA TPoidVTA €lval O TILO KOLWVOG TUTIOC
EVIOYUOEWV KaL Ol TINYEC TOUG UMopel va elval GUCLKEG Kal avBpwroyevelc, omweg daivetat
OoTo OXNUo. Evw ol evioxUoelg GUCIKWY VWV £XOUV XpnoljomolnBel eupéwg yla tnv
tpLodlaotatn ektuniwaon FDM tou PLA, oL texvnTteg tveg Sev £xouv SlepeuvnBel HEXPL OTLYUAG
yla epappoyég FDM. Ot duoikég iveg mephapBavouv GuUTIKES, TWIKEC Kal OPUKTES iveg (80).
OL d¢utikég (veg amotelouvtal amd Kuttapivn, nuUwKuttapivn kot  Awvivn kot
Katnyoplomolouvtal o€ iveg E0Aou, pAotou, pUANWY, Axupou, XOPToU Kol oTIOPWV. OL TWIKEG
lvec amoteAouvtal and MPWTEivN Kal TaflvopouvTol o TPIXeG Kot PETAEL. Ol OPUKTEC (veg
QVAKOUV OTNV OUASO OPUKTWV AULAVTOU Kal SV TPOTIHWVTOL AOYW TNG KAPKLVOyovou dpuong
Ttouc (81). OL avBpwroyeveic 1 avayevwnuéveg veg kuttapivng taflvopouvtol oe lyocell,
viscose kaL modal (82). H mapaywyr ovaysvwnUEVWY VWV KUTTAPIVNG TUTILKA TiepAoPBAvEL
npokatepyacia Kuttapivng pe SLaAUTN yla tn SLOYKwon Twv Hoplwv KUTTapivng Kot tv
MpokAnon xaAdpwong tg alucibag, akohouBolpevn amd pa Stadikacio meptdivhong. H
Sladikaola BLokolng esival n molalotepn HEOB0SOGC TMOPAYWYNC OVOYEVVNHEVWV VWV
KUTTAPLVNG, OTIOU N TAPAYWYOTOLNGN XPNOLUOTIOLELTOL YLo TNV TPOTOMOoLNoN NG KuTtapivng,
okohouBoUpevn and Sdidduaon. H Stadwkaocia yio t Andn wwv modal eival mapdpola pe ™
Blokoln, pe tn Sladopd OtL ol iveg urtoBaAAovtal os enetepyooia PHeTd yia va BeAtiwbel n
poplakn euBuypappLon avéavovtag £ToL TV avto) Twv wwv. Ot iveg Lyocell amoé tnv GAAn
TAEUPA TtapdyovTol PE Apeon SLAAucn Kuttaplvng XPNOLUOTOLWVTOC LOVTIIKA uypd f N-
pebulopopdoAivn-o&eibio (NMMO). H Stadikaoia Lyocell eival oxetika véa kal Bewpeitat
dWKN Tpog To MepLBAMAOV o cUYKpLON HE TG Slepyaoieg PLokdlng Kol POVIAA AOyw TNnG

LKOVOTNTOG AVAKTNONG Avw Tou 90% Ttwv SLaAuTwy Tou xpnotomnolovvral (83).

Bio-derived micro

fibres
I
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Ewova 8. Taévounaon nnywv Utkpoivwy rou poépyovral amtd Blodoyika mpoiovra (80).
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To Awvapt kat n kavvapn €xouv tnv uPnAoTepn avtoxn os epeAKUCHO Kal LETpo Young
METAEL TWV PUOKWV WVWV. OL TWIKEG LVEC £XOUV XAUNAEG UNXAVIKEG LOLOTNTEG O OUYKPLON e
AAAEG Lveg BLOAOYIKNG TIPOEAEUONG EKTOC QMO TO PETAEL. QOTO00, TO PeTAL lval akplBo Kat
£XEL XapnAotepn akapia oe cUykplon He AAAeG (veg. OL LOLOTNTEG TWV PBLOAOYIKWY VWV
TAOXOUV amo HeTaPANTOTNTA,. AUTO cupBaivel emeldr ol WOLOTNTEG Hlag BLOAOYLKAG Lvag
gfaptwvtatl and tov TUTo Tou PUTOU, TNV TTEPLOYXH, TOV TUTIO eKXUALONG, TNV NALKIO TWV VWV
KoL TG peBddoug enefepyaoiag (84). Ektdg and tn petafAnToTnTA, N XPrRon Wwv BLOAOYLKNAG
TPOEAEUONG €XEL emiong MPOKANOELS OMwE N uPnAn amoppodnon uypaociog, n xaunAn
Bepuikn otabepotnTa Kal n Kakr avtiotaon otn ¢wtld. H emtAoyn Tou TUTOU OMALGUOU TTOU
TIPOEPXETAL ATO BLOAOYIKA TIPOTOVTA SLadpaUATI{EL OUCLAOTIKO POAO OTNV EMITEVEN EMAPKWV
TG O0EWV KOL OTNV UTIEPPOON TWV MEPLOPLOUWY AOYW TNG LETAPANTOTNTAC TWV LOLOTATWV yLa
ornotadnnote edappoyn. H katavonon tng cuVOeoN TwWV OMALOUWY BLOAOYLKAC TIPOEAELGNG
KOL N CUUPOAN TOUG OTLC LOLOTNTEG TOU UALKOU ETUTPEMEL TNV EMIAOYH TOU OWOTOU TUTIOU
omAtopoU. MNa mopddelypa, oL LSLOTNTEG TwV GUOLKWV VWV SLETIOVTAL ATO TNV TIEPLEKTIKOTNTA
oe Kuttapivn, tn MKPoividikn ywvia (MFA) kol tnv KpuoTaAAKOTnTo TG KuTTtapivng.
MpoTdTal XapnAoTepn MEPLEKTIKOTNTA o€ MFA Kot UPNAN TIEPLEKTIKOTNTA O€ KUTTAPivN yLa
v enitevén vPnAnc avroxng kot akappiag. Qotdoo, yla va enttevxBel vPnAn oAkipdTnTa,
npotipatal upnAdtepo MFA (85) (86). Itnv MePIMTWON TWV TEXVNTWY VWV KUTTAPIvNG, N
Sladlkaoia mou XpNOLOTOLELTAL YLa TNV TTApAywyr] TWV VWV eNnPealel eniong TG LOLOTNTES
Toug, emnpealoviag tov PBabBpd KPUOTOAALKOTNTOG, TO MNKOG TOU HIKPOKEVOU KAl TOV
TMPOCOVATOALIOMO TwV KPUOTAAAwvV. OL avBpwroyevelc (ve¢ TOU TMopAyovial amo Tn
Swadkaoia lyocell, ylia mapdadetypa, €xouv uPnAn KpUOTAAKOTNTA KAl ULKPOTEPO HUAKN

kevwy (87).

Ol evioyUoeLg BLOAOYLKNG TIPOEAEUON G UITOPOUV €MioNG va TaglvounBouv avaioya pe
TO UEyeBOC KAl To oxAua toug. MNa mapadelypa, oL eVioXUOELG OKOVNG TIOU TIPOEPXOVTAL ATIO
BroAoyika mpoidvta mep\apBdvouv HkpokpuoTtaAAkn kuttapivn (MCC), okdvn pmaumnou,
Koviomolnpévn kavvapn kot aAAeg (55). Ou vavokpuotaAlot kuttapivng (CNCs) kot ot
vavoiveg kuttapivng (CNFs) eival mapadeiypata BLo-mpoepXOUeEVWY vavo-evioxUoewv (88).
Ot akOAouBeg evotnTeg culnToUV TNV TAPAYWYN KOL TLG LBLOTNTEG TWV cUVOETWY UALKWY PLA

Tunwpévwy FDM 3D pe evioxUoelg BloAoyLkAg pogAeuong.
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2.4, Acuvexelc eVIOXUOELC LLKPOTIVWV BLOAOYLKNC
TIPOEAEVONC

BlooUvBeta vnuatia eVIoXUHEVA LE 0loUVEXELC DUOIKEC iveg yia FDM mopdyovtal e
OVAUELEN TIOAUMEPWY, VWV KOL OE OPLOUEVEC TEPLTTWOELS TIPOCOETWYV péow ouvBeong
TNYHOToG mou akoAouBeitat and e€wBnon. Ol dUGCLKEC (veg, OTwG n Kavvapn, To Unapmnouv, To

AvapL kat aAAeg, £xouv epeuvnBel yla tnv mapaywyr vapudatwy PLA (78).

H ekdva ouykpivel tnv avtoxn oe edpeAKUCHO Kol TO METPO Young acuvexoug
evioyuonc Blo-mpospxopevwy amnod veg/olvBeta UAIkd PLA mou kataokeualovral yia FDM,
pEow xUTeUoNG He €yxuaon (IM) kat xUteuon pe cuprieon (CM). To IM kat to CM eivat oL Lo
ouXVA XpnolomnoloUpeveg mapadootakég péBodol mapaywyng yLa thv napaywyn cuvOeTwv
UALKWV EVIOXUMEVWVY HE [veg Bloloylkng mpogAeuong. Itn XUTEUon WE oupmison, n
tpododooia UAkoU TtomoBeteitol o Wl avolkThy Beppalvopevn Kootnta KalouTiou,
kAelvetal pe éva Gvw BUCUO Kol CUMTTLEZETAL JE pLa USPAUALKN TIpECQ YLOL VOL oTEpEOTIOLN Ol
TO UAKO. O YOUNAOGTEPOG XpOVOG KUKAOU Kal n HeyaAUTeEpN avamapaywyluotnta sival ta
KUpLO TIAEOVEKTAMATA OUTAG TG HeBOdou (89) (90). Amd tnv AGAAn mAeupd, to IM
nepAapBavel TNV THEN NS MPWTNG UANC UALKOU Kal TNV wbnor] TN o €va KAELOTO KaAoUTIL
yla va AndBei To avtikeipevo Tou emBupnTol oXAUATOG Kol StaoTtAcswv. To IM emitpémnel T

podikn Tapaywyn e€aptnuatwy e uPnAn akpipela olkovoulka (17) .
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Ewova 9. Avtoyri o€ eeAkuoud evavtt tou ouvtedeatr Young aiouvexoUS evioxuong
Blompoepyxouevwy amo ivec/ouvieta UAika PLA (31).
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OL UNXOVLIKEG LOLOTNTEG TWV TUTWHEVWY BlooUvBeTtwyv LAIKwY FDM &gival ouykpLTIKA
XOUNAOTEPEC amd Ta OUMPATIKA Katookeuaopéva ouvBeta (55). MoMol mopdyovteg
OUUBAGAOUV Ot QuUTO, cupmeplAauBavopévng thg aoBevolg mpdoduong UETALY TwvV
OTPWUATWY, TNG XOUUNANG TIEPLEKTIKOTNTOG O (veg ota vipata FDM, tng xapnAng avaioylog

oY ewvV TWV VWV BLOAOYLKNG TIPOEAEUONC KL TOU TOPWSOUE TWV TUTTWHEVWY TIPolovTwy (78)

2.5. 2UVEXELC EVIOYXVOELC UIKPOIVWVY BLOAOYLKNG
TPOEAELONC

H xpnon ouvexwv evioxVoswv amod GUCLKEG veg Ba pmopouoe va mpoodEpeL Thv
gukalpia va emteuxBolv uPnNAOTEPEG PNXAVIKEC LOLOTNTEG. Ta TIEPLOCOTEPA EUMOPLKA
SlaBéotpa vipata tplodldotatng ektunwaong FDM pe cuveyeic evioxUosLg XpnoLponolouv
ouveyeic lveg dvBpaka kal iveg kEBAap. Mpoodata, oL EpeUVNTEG AVEMTUEQY TIPOCOPLLOCHEVEC
pneBOS0oUG Yl TNV apaywyr cUVOETWVY VAUATWY E CUVEXELG EVIOYUOELC Ao GUGCLKEC LVEG
(79). Meléteg Seiyvouv OTL oUvVBeTa UAIKA pe ouvexelg evioxVoeLg, Omwe youta/PLA Kot
Avapl/PLA, €xouv umepPel TIG PNXAVIKEC LOLOTNTEC TWV CUVOETWV UAIKWVY LE ACUVEXEIG
gvioxvoelc (78). OL ektunwtég 3D FDM Ttou XpnoomoloUvTaL yla TV KOTOOKEU oUVOETWY
UALKWV e OUVEXELG eVIOYUOELC TpOTIOTOLOUVTAL WOTE va TepAapuBdavouv SUo pounBeLeg

UALKWV — TO BEPUOTAQCTIKO TIOAUMEPEG KL TN CUVEXN va.

2.6. 2WHATLOLAKEC EVIOYXUOELC

O evioyUoelg cwUaTSiwY Tou Ttpogpxovtal amd Blodoykd mpoidvta oe clvOeTa
UALKG tapéxouv Alydtepn evioxuon omod TLG (VEG KAl YEVIKA XPNOLLOTIOLOUVTAL OE TIOAUUEPEIS
UNTPEC yla tn BeAtiwon tou cuvteleoth Young (91). Ta meplocOTEPA EUMOPLKA SltabBEotpa
vAuata PLA FDM pe cwpatidia Blohoyikng mpoéleuong Bacilovtal og okdvn E0Aou (39). Av
KoL TIOAAGQL BLOAOYLKGA CWUOTIOLA £XOUV HEAETNOEL EKTEVWC YLA TNV TPLOSLACTATN £KTUTWON
(78), poévo Alya uAkd, cupmepapBavopévwy Twv MCC, Tng oKOVNG KAVVARNG KOL TNG OKOVNG
Mmoo, €xouv emiSeil€el evioxutiko anotéAeopa otav cuvdualovtal pe PLA yla ektunwon

FDM 3D.
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3. Mé€tpnon Tpaxutntag

3.1. TpoxuTnTO

H tpayxutnta (roughness, R) eival évag Seiktng mou avadelkvUeL TIC EMLPAVELAKEC
LOLOTNTEG €VOG UALKOU Of HOKPOOKOTIKO emimedo, kobBwg eival amapaitntn ywa tnv
afloAOyNoN TNG MOLOTNTAG TWV eMIGAVELWY TwV UALKWV. Auth n L8LOTNTO UTIOKELTAL OF
TPOTIOTOLNOELG ATIO UNXOVIKEG KAl XNMLKEG SLaSLKAOLeG TTOU €XOUV eMNPeAoEL TNV emidAVELD

TOU UALKOU.

H tpaxutnta, otav Kabopiletal pnxavikd, sival pia LeTproLin TR mou e€optdtol
KUPLWG artd Tt Sopr TwV KPUOTOAALTWY ToU UALKOU, aAAG Kal ard GAAOUG TAPAYOVTEC OTIWG
n napoucio Sladopwv eMPAVELAKWY ATEAELWV TIOU UIMOPEL va pokUPouV amod XNUWKES A

MNXaVIKEG Sladikaoied.

H tpaxltnta tng emudpavelag amotelel évav Seiktn ™ udng tng embavelag. Ma
enefepyacpévn emipavela pnopel va mapouctdlel diddopeg avwpaAieg (OMWG €00XEC,
gfoxég, amodlolwoelg, pwyHEG KATL), Kal to eminmedo tpayxvtnrag efaptatal oamd tTn
Sladikaoia enefepyaoiag mov umnpée n emipaveta. H tpayltnta umoAoyiletal pue Baon tTig

KABETEG MOKALOELG TNG TPAYLLATLKNAG EMLAVELAG ATO TNV LOAVIKH Lopdr TNG.

H tpaxltnTa tng empAVELAG €XEL ONUAVTIKA EMiSpacn oTov TPOTO Tou €va UALKO
oAANAeTLE P& pe TO TtepBAANOV TOU. H LEAETN TNG TPAXUTNTAG EVOC LETAAAOU (VAL CNUAVTLKN
KoOw¢ autn emnpedletl TOAEG BAOLKEG LOLOTNTEG TWV HETAAAWY, OTIWE N OVAKAQOTIKOTNTA, N
$0Bopad, 0 B6pUPOC TWV KIVOUUEVWY HEPWV TWV HUNXAVNUATWY, AAAQ KOL TNV LKAVOTNTA TOUG
va AELTOUpyoUV WG ETLKOAUTITIKA N NAEKTPIKA péoca emadng. OL HETPAOELS TpaXUTNTAG
avanoplotavral Ke Tig TWESG Rz (néon Tpayutnta), Rt (Léylotn Tpayutnta) Kat Ra (oA péon

TpaxuTNTA).
3.2. Edapuoyec Tpaxupetpnong

H tpoxutnta mailel évav onuaviikd poho otov TPOMO TOoU £va TIPOYUATLKO
ovtikeipevo aMnAemidpd pe to meptBdiiov tou. Ot avwpaleg emidaveleg pBeipovral mo
ypnyopa kot £xouv LPNAOTEPOUC CUVTEAEOTEG TPLRNAC Ao TIC Asieg emuddveleg. H tpoxvtnTa
OUXVA OVTAVOKAQ TNV amodoon evog eCapTAUATOC pnxavng, kabwg ol avwuaAieg otnv
eTLPAVELA UOPEL VO SNLOUPYICOUV TIEPLOXEG EVAAWTEG O PWYUEC N SLaPfpwon. Ao tnv

AGAAN mAeupd, uPnAdtepn TpaxvTnTa cuvhBwg odnyel oe kKaAUtepn pdaduon. Mapodio mou
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n tpaxutnta ouvnbwg Beswpeital avemBUUNTn, eivar dVokolo kal damavnpd va Thv
eA€éyEouE KATA TNV KATAOKEUT eVO¢ e€aptipatog. H pelwon tng tpaxutntag tng embavelag
£VOC QVTIKELUEVOU oUVRBWC 0dnyel og ekBETIKN AUENON TOU KOOTOUC KATAOKEUNC TOU. AUTO
ouxva amnotelel évav cupPLBacpo Petafl ToUu KOOTOUC Tapaywyrng eVOg OTOLXELOU Kal TNG

o800 Tou ot pia epappoyn.

Ewkova 10: Métpnon Tpaxutntog

3.3. Apxn Aeltoupylac Tou TPAYUUETPOU

H tpayVtnta emnpedlel onupavilkd T OLOTNTEG Twv emipavelwy, OMwe n
ovakAaotikotnta, n StaPpwaon, n avtoxn otnv KOmwaon, n NAEKTPLKN avtiotaon, n Bepuikn
oAAnAemtidpaon, n $Bopd kat GAAec mapopoleg. Otav n emipavela sival avwpain Aoyw tng
tpaxlTNTag, Mmopel va TpokaAéosl AavOoopéva  TELPAPATIKO OTMOoTEAECpATA KOl
mapavonoeLC. Mo Tov Adyo auTo, gival anapaitnTto va eneepyacToUE TIG EMLPAVELEG LECW

Aelavong Kat oTIABWONG, TPOKELUEVOU Va Yivouv Aeleg Kol OLOAEG.

MNa tn pétpnon tng tPaxUTNTAC XPNOLUOTIOLOUVTAL TPOXUHUETPA, YVWOTA KOl WC
TPODAOUETPO. AUTEC OL OUOKEUEC SLOBETOUV pLor okKANPR Kal Asmtr akiba mou Kuveital
opllovTia Tavw amo TNV endAveLd TOU UALKOU Kol aviXVeVEL TIG eMLPAVELAKEG AVWHAALEG.
Katd t Sdpkela TG HETPNONG, O LETPNTNG TomoBeteital otnv emdAVELD KAl N UNXOVIKA
povada Kiveltal opolopopda KATA HAKOG TG emipavelag. O WETPNTAG QVIXVEUEL TNV
TPaxVTNTA TNG E€MIPAVELNG HEOW TOU OUXUNPOU EVOWHATWUEVOU alodntripa, ouxva
KOTOOKEVAOHEVOU Ao Stopdvtl. H tpayutnta tng enudpavelag mpokaAel petatonioslg otov
alobntnpa, TPOKAAWVTOC TNV EUPAVION EMAYWYLIKAG TAONC OTo Tnvio mou Ppiloketal oto
E0WTEPLKO TOU UEeTPNTH. EMeLta, To onfpa UnoBAAAeTaL o €vav avopbwth yla tn Sopbwon

™¢ daong tou. Me auth t Stadkacia, N LNXAVIKA Kivnon LETATPENETAL O VOl NAEKTPLKO
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OVOAOYLKO GHLO TIOU OVTLTIPOCWIEVEL TNV TPAXUTNTA TNG eMLdAVELOC. TEAOG, O EMEEEPYAOTNG
onpatog DSP tng cuoKeunG UTTOAOYITEL TLG ETUAEYHUEVEG TTOPOUETPOUG HETPNONG KAl pdavilel
To amotédecpa otnv 08ovn LCD. Ou kopud£g Kal ol Kolhadeg mou koataypddovral

UETATPETOVTAL OE LA YVWOTH TLUH YL LA CUYKEKPLUEVN TTOPAUETPO.

pevreois
obnyog S
—— ypadiba
cAicBnon
crudaveia pEpnens
! . YpPida
cruddavela avadopds

crPAVELR HETPNOTS

Ewova 11: MedoboAoyia Metpnong Tpaxutntac.
To mpotuna mou Tmeplypddouv Tov TPOMO UTOAOYLOHOU TNG TPaXUTNTAG HLAG
eTULPAVELAG KAl OTA omoia cuppopdwvovTal Ta TpaxUUeTpa eival to ISO 4287:1997, JIS

B0601:2001, DIN kat to ISO 12085:1998.
3.4, MapAUETPOL TPAXVTNTOG

H tpayUtnta emipavelag anoteAel pia LETPNON TWV OVW LLOALWY TIOU TTAPOUGCLATEL La
emudpavela. Mnopel va urtoAoyLotel eite o popodn npodid, SnAadr oe pla ypappn, ite o
popdn eppadoul, SnAadn os pa emipavela. H TR Tng TpayUTNTOG TPOKUTITEL MO TOV
oLUVOUAOUO TWV AVWHAALWY TIOU €XOUV OXETIKA ULKPO Aoyo I/H (<50), avtiBeta mpog Tig
KU LLOTWOELG TTOU avTLotolyoUv og Adyoug |/H peta€d 50 kot 1000. Otav o Adyog I/H umepBaivet

T0 1000, toTE aVTIHETWTI{OUIE LOKPO-ATIOKALOELG HOPPNG.

To UP0oG TWV AVWHOALWY KUMAIVETAL aTO £va KAGOUA ToU 1 HIKPOUETPOU £WG Ko
MAvw amo 1 XIALooTo Tou HETPOU. H popdr Twv avwHaALWY gival emiong onuUavtikn. Av ot
KOPUDEC Kal oL KOWAASEG eival "putepeég”, Tote N pépouaa emdAVELD LELWVETAL KOL TO UALKO
UTIOKELTAL O€ ypnyopotepn KOmwaon. Fevikd, otav n tpaxltnta enidAavelag Kat oL KUPATWoN

givat pukpég, ouvnbwe cuvdéovtal pe o akplPn Stadikacio enefepyaoiag.
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3.5, Baokol oplopol yla tnv peTtpnon tne TpaxvuTnTag

NpodiA tpaxvTnTag. AutH £ival n KaumuAn mpodiA petd ano éva ¢idtpo vPnnepatod
(uAko¢ kOpatog amokomng Ac) epapuoletal otnv KUPLO KAUTUAN KAl TO PEYAAQ HUAKN
KOpatog amokAgiovtal. OL MapAPETPOL TTOU UToAoyilovtal armd TNV KOUUAN TPaxUTnTag
ovopalovtal «TopAPETPOL TPAXUTNTAC» KAl TO CUUPBOAO TWV MAPAUETPWY AUTWV Elvarl «R».
Mapakdtw Sivovral oL oplopol Twv 1o kowwv (Ra, Rg, Rt, Rz, Rp, Rv) mou cuvavtwvtot

OTOUG HETPNTEC TPAXUTNTAG ETULPAVELAG.

Mapdpetpog tpaxvtntag: «Ra» opiletal wg o apLBUNTIKOG LEGOG OPOG TNG TPAXUTNTOG
KoL elvat e0KOAO va PeTpnBel, Kat eival TTOAU OMOTEAECUATLIKY) OTNV LETPNON TNG TPAXUTNTAG
pLag empavelag. Ymapxouv Kol GAAEC TIOPAMETPOL TIOU UITOPEL va €lvol TIEPLOCOTEPO
OUYKEKPLUEVEG KOL XPNOLUEG, OvVAAOyQ HE TIG QIMOLTAOELS TG KABe sdapuoyng, Omwe n
TETPOYWVLIKA HEON TR, «Rg» Kal To péyloto UPog Tpoaxutntag, «Rt». MapotL oL mapdpeTpol
tpaxutntag mpodih (Ra, Rg, Rt) elval oL mo cuyvad XPNOLLOTOLOUUEVEG Ao TV AAAN ol
mapapeTpol Tpayvutntag enwdaveiag (Sa, Sq, St) Sivouv mio onuavtikég afiec. H avaluon tng
TpaxLTNTAC eiBLoTaL va yiveTal o Slodildotateg SoUEC Kal ekdppaleTal HEow TwV TLUWV Rz, Rt,

Ra, onou:

e Rzelvaln péon tpaxutnta Kal eKPpAleL ToV aplBUNTIKO PECO TWV LECWV ATIOKALOEWY
(2).

e Rt elval n péylotn tpoxVTNTA Kal eKPpalel Tn UEYLOTN amoOkAlon (zmax), n omola
adopd oto cUVOALKS Stavuodpevo pRkog (It) Tng akidag, kat

e Ra eival n oAk péon tpaxutnta Kal ekppdalel Tov oAlkd HEao Opo NG eMLPAVELAG
TIou Teplypadetal and Ti§ anmokAioelc Tng akidag wg mpog pia ypappun avadopdg

KOTA Tt pétpnon tou (It).

YuvnOéotata ypnowomoleital n apOuntikn péon amokAion Ra amo tn «péon
YPOUUN» TNG TP AVELAG HEoa o€ Eéva UAKog avadopdg |. omou y(x) to mpodil tng emidpavelag
KOLL TIPOOEYYLOTIKA E Xpron SLaKpLTWV TIUWV avti Tng oAokAnpwaong. Méon ypaupn: eppadod
Ko\G@dwv = gupadov kopudwv. H tpaxlvtnta g emipavelag Twy UETAAwY ekdpdletol

ouvnBwg amd tnv T Ra kabwg Bewpeital n mAéov aflomiotn.
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3.6. Méetpnon Tpaxvutntoag emdpaveloc — RRMS

H tpayutnta emidavelag emiong LETpATAL KAl WG T RMS, dnAadn :
Eéiowon 1: Tpaxutnta Emipaveiag.

n 2
Zi—l y?
n

Rrys =
Métpnon Tpaxutntog emdavelag — Rmax:
* Rmax — n anootaon and thv PnAotepn kopudr €wc tn Pablitepn kohada.

® Rz — n péon TN Twv 10 Kat' armdAuTh TN LEYLIOTWY ATTOKAICEWV PEGQ OTO KOG

avadopdg 5 kopudwv Kal 5 KotAadwv.

Anewovion «tonoypadiag» emidpavelag:
* Sm — n péon andotacn Twv AVWHAALWY TPAXUTNTAC
¢ S—n péon anodotacn Twv Kopudwv

e tp — TO OXETIKO PUNKOG TOU TPOodIA TNG emLpAVELOC OE OXECN E TO UAKOG 0vadpOPAg

Eéiowan 2: SXETIKO UNKOG TPOPIA emLpaveiag.

1 n
tp:TZbi

i=1
TIUEC:
® JUVNOLOUEVEG TLUEC VLA T TTOPOTTAVW UEYEDN gival :
¢ Ra=0.008-100 um,
e Rz kat Rmax=0.025-1600 um,
® Sm kot $=0.002-12.5 mm Kot
o tp=10-90%

e unkog avadopag 1=0.01-25 mm.

MNpodil kupatiopol. Auth gival n KapmUAn Hetd thv edappoyn evog {wvorepatol ¢iltpou
amokomn¢ (T amokomng Af / Ac) otnv kOpta kapumOAn. H twun amokomnng AMf amokAeiel to
TUAMO LEYGAOU PAKOUC KUUATOC, EVW N TLUN OTOKOTTNG AC ATIOKAELEL TO TUAMA KIKPOU UAKOUG
KUpatog. Ol mapApeTpol Mou umoAoyilovtal amo TNV KAUMUAN KUMATIOPOU ovopdlovtol

«TOPAUETPOL KULATOELSOUGY.

50



MNAKOG KUMATOG OMOKOMNG. TO LNKOG KUUOTOC QITOKOTHG €ival To onpeio StakAadwong
METAEY TWV CUVIOCTWOWV TPAXUTNTAG KOL TWV CUVIOTWOWV KUMOTIOHOU OTw¢ daivetal otnv

TIAPAKATW ELKOVA.

Npodik tpayvmrag Npodil xupariopol

100% N\

§0% [+ =+ = Jmymem L

Nocooto Tou pHETpou G
cuv@pnong prradopdc

0% Wi

X 5 . - 24 Mdne b
. TUf) CLTEOKOTUG o 1 Mirog kOpatog A

Ataypauua: 2 To UETPO TNG CUVAPTNONG UETAPOPAC CUVAPTIOEL TOU UNKOUG KUUOATOC.

MnAkog SewypatoAnyiag. To otabepd pAKOG TOU  SelypoTiletol amd TNV KAUTUAN
erudpavelakol mMpodiA yla va UTIOAOYLOTOUV TO XOPOKTNPLOTIKA TNG emidpavelag. AuTo
ovopaletal prikog dstypatohnyiag. Ta pnkn dstypatoAndiog tou mpodil tpaxvtnTag Kat tou

Tpod i KUPATOELSOUC elval Ta iSLa e TIG AVTIOTOLYEC TIUEG QTTOKOTIAG.

Npwtebov mpodil. Auth elval n KapumUAn mpodih peTd TtV edoppoyn XopnAomepatol
diAtpou (TN amokomng As) otnv KapmuAn podiA emidpavelag LETPNONG KAL TO TUALA HLKPOU
punkoug KUpatog amokAeietat. OL MapAPeTpoL Tou umoAoyilovtal and tnv KUPLA KAUTTUAN

ovopAaovtal «KUPLEG TAPAUETPOL TTPOGA».

MnAkog afloAdynong. Ta XapakTnpLoTKA TNG KapmuAng mpodih unohoyilovtol os otabepd
UnKog mou mepAapBAavel ToUAaxLoToV Eva pnkog detypotoAniog. Autod To HRKOC OVOUAleToL
punkog afloAoynong. Q¢ mpoTumo, TO HNKOG 0€LoAdOyNnong opiletal os éEvte GOPEG TO UNKOG

SelypatoAnyiag.
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3.7. TpomoL HETPNONC

Apeoa — pe podAopeTpa (MALov kat dopnta) yia TpaxvTnta oo 0.02 éwg 5 um. Me
apxn Aeltoupylag : onua TAONG avaAoyo TG KOTOKOPUGNG UETATOMIONG Hlag PeAovag
Slapavtiou, n omolo Slatpexel To MPOdIA— HE OMTIKOUG OVOAUTEC (ULKPOOKOTIO) yla
TpoxutTnTa petagy 0.8-80 [um].

Eupeoca — pe Paocn mpolmdapyxouca Pabuovounon OmMou yilvetal oUykplon e
mAakiSLa Turtonotnuévng SeSopévng TpaxUTNTAC, LETPNON TaXUTNTAC TOU a€pa TTou SLEPYETAL
oo KAtaAnAo SLAKEVO 1} LETPNON TNG XWPNTLKOTNTAG TTUKVWTH), TOU OTOLoU 0 £€vag OMALOUOC
glval n petpolipevn emdavela . LETPNON TG £VIAGCNE TOU AVAKAWEVOU Qo TNV emidaveLa

dwTtode.

-
L Smi | 5
5 l
LA TTAL _Anl | A | I 8
mfl JONS N VN 7°t |
kil v
RS « AR
| < i) el
'S & £ <

Ewkova 12:Mpo@iA - Mop@oAoyLka xapaKTnpLOTIKA ETLPAVELAS

H tpayUtnta amoteAsital amd emidpavelakeS OVWHAALEG TTOU TTPOKUTITOUV Ao
¢ Sladopec Sladikaoieg katepyaocioc. AutéC oL oavwpaAieg ocuvdudalovtol ylo vo
oxnuotioouv udn tng endavelog.

*  Yyog Tpayitntag:
Elval to UPog Twv aVWUAALWY O OXEON UE pila ypopun avadopds. Metplétal ot
XWALooTa 1 fkpd. Elval emiong yvwot wg to UPog tng avopolopopdiac.
* MAdrog Tpaxutntog:
To mMAATog TpayUTNTOC lval n amootach mapAAANAQ TPOC TNV OVOLLACTLKH EMLAVELD
METAEL Sladoxikwv Kopudwv N KOPUDOYPAUUWY TIOU amoteAoUV To Kupiapxo Motifo

TpaxLTNTAC. METPLETAL KAL AUTO O€ XIALOOTA 1 HLIKPA.
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*  MAdtog Tpayxvutntag Cut off:
To MAdtog tpayutntog Cut off elval n peyaAltepn anoctaon LETALY TWV OVTLOTOLXWV
ETUPAVELAKWY OVWHOALWY TOU oupmeplAapyfavovtal otn PETpnon Tou pécou UYoug
TpaxLTNTAC. Oa MPEMEL MAVTA Va glval LeyoAUTEPO Ao TO TTAATOC TPAXUTNTAC, TIPOKELUEVOU

va emttevxBel To ouvohikd UPog TpaxUTNTAC.

Mivakoag 6:50uBoAa kot ovouaoia OAWV TwV MAPAUETPWV TPAXUTNTAG.
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3.8. MeAETn erudavelaknc Tpaxutntag otn dlebvn
BiBAloypadia (State of the Art)

3.8.1. Alepelvnon tng akpiBetag Staotdoswy Kot TNG
TPOXUTNTOC ETULPAVELOC VLA TPLOSLACTATA EKTUTIWHEVA
LEPN HE Xprnon exktunwtr Multi-jet Printer

H akpifela plag emidpavelag eival onuavtiki ya tv tppn petafd dSuo emidpavelwy,
TV mapopopdwon emadng, T BEPULKA KAl NAEKTPOVIKN QYWYLHOTNTO TOU PEUUATOC, TN
OTEYAVOTNTA TWV APPWV ENAdNC KoL Thv akpifela Béong tng emudavelag. To SR (emipavelakn
TpaxVTNTA amoTeAsl OVTIKEiPEVO TElpapaTikAG Kat Bswpntikng £pesuvag (92) (93). O
mapapeTpol SR umopolV va UTOAOYLOTOUV OTou¢ Topeic Twv Slodldotatwy (2D) kal Twv
tpwodldotatwy (3D). MNa meploodtepo amd TO HWO alwwva, n avaluon mpodih 2D

XPNOLUOTIOLELTOL VL0 LNXOWVLKEG KOLL ETILOTNOVIKES edappoyES (94) (95).

INUAVTIK €PEUVNTIKN OUVEloPopAd €XeL YIVEL ylo Tn OUYKPLTIKA afloAoynon
Stadpopwv dadikactwv AM. Ot Singh K.a. og auto to Aaiolo Slepevvnoayv tnv enibpoaon Twv
napapétpwyv NG Stabdikaciog FDM otnv TpaxUtnNTa TWV TMOPAYOUEVWY €EQPTNUATWV.
E€€taocav Tov OYKO, TNV UKVOTNTA Kal £vav oplBpd emikaAUPewv oto enevSUTIKO XUTEUON
(IC). Mpotewvav pla evoAAakTik pEBOSO yla tnv avamtuén valthov-6 amd amoPAnta Kot
TIPOCOPUOCUEVEG LOLOTNTEG YLoL cUVOETO UALKO pATpag aloupwviou (AMC). Ot Beniak k.a. (96)
Bewpnoav otL n Stadikacia FDM yvwpilel tnv enidpacn Tou MAXOUG TOU CTPWHATOC KAL TNG
Bepuokpaociag ekTUMWONG OTO OYAMA KAl TNV TPAXUTNTA TWV KOTOOKEUAOUEVWY
efaptnuatwy. KatéAnfav oto ocuumépacpa OTL N Bepuokpacio eKTUMwWONG ATAV TUO
ONUOVTLKA YLO TOV EAEYX0 TWV SLOKUPAVOEWY 0TO oxAUa Kal Tig Staotaocelg. Ot Hyndhavi k.a.
(93) peAétnoav tnv enibpacn Twv Napapétpwy Slepyaciag (Maxog oTPWHATOC, ywvia pAoTep
KOL TIPOCOVOTOALOMOC KOTOOKEUNG) Kol TNV OAANAemiSpacrn toug otnv TpayUTNnTa TOU
Selypatog mou KataoKeudotnke HEow tng Sladkaciag FDM pe UAkd akpulovitplhiou
Boutadleviou otupeviou (ABS) kat toAuyalaktikol oféog (PLA). Eddpuocav tn péBodo Gray
Relational Analysis (GRA) yia tn BeAtiotonoinon tTwv Mapapétpwy, n onola anedwoe pa
g\dylotn mocootiaia oAAayr) 0To PHAKOC, TO MAGTOG KoL TO TIAX0G Twv e€aptnudtwv. O Kozak
K.0. (94) e€taoe tn Sladikacior EMIAEKTIKAC TTUPOCUCOWUATWONG HE AP / ETUAEKTIKAG
™MENg Aéwlep (SLS/SLM) yia tn Stepelivnon TN eMidpaong Twv mapapeTpwy diepyaciog (Loxug
AéWlep, SLapetpog knALdag kal xpdvoc £kBeonc) oTo oxUa KAl Ty TPaXUTNTA KAL TNV TOLOTNTA

™G EMLPAVELNG TWV KATACKEUAOUEVWV EEQPTNUATWY. AvartuxBnke €va véo Bep KO LLOVTEAO
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SlOOTACEWY yla TNV eKTIUNON TwV TIOPAUETPWY TNG Sladkaocioag pall pe pa avaiuon
guaodnoiag ya tnv emkKUpwon Twv anoteAeoudtwy. O Sahu k.a. (95) mapouciooe pia
aocadn Aoyikn Andng anoddcswv oe evomoinon e t LEBodo Taguchi yia tn BeAtiwon tng
okpiPelag dlaotdoewyv Twv enefepyacpévwy pe FDM e€aptnudtwy ABS. OL TOPAUETPOL TNG
Sladlkaoiag Tou xpnowdomowBnkav oe auTH TN HUEAETN NTAV: TIAXOC OTPWUATOC,
TIPOCAVATOALOMOC, YwVia pAoTEP, TTAATOC PAOCTEP KoL SLAKEVO A£pOl yla TNV MapaATHpnon
SlakVpavong otig SL0OTACELS TOU PNKOUG, TOU TTAATOUG KOl TOU TIAXOUG TWV £EQPTNLATWV.
AvadEpBnke OTL n cuppikvwon ATav Kuplapxn otLg KATEUBUVOELC LAKOUG Kal TTAATOUG, aAAd
oL Slootaoelg enmektabnkav otnv kateuBuvon tou maxouc. O Noriega k.o TPOTEWVE TNV
TIPOCEYYLON VEUPWVIKOU SIKTUOU yla TN MElwon tou oPpAAROTOG SLAOTACEWV yla TNV
napdAAnAn odn tou mplopatikol TURpatog ABS mou katackeudotnke oe FDM. H péBodocg
auénoe TNV akpifela Twv Kataokevaopevwy e€aptnuatwy. O Tronvoll k.a. (96) diepelivnoe
TNV TPpaXUTNTA TOU VALATOC TOU KATAOKEVAOTNKE PEow TG Stadikaciog FDM. Mpotevay tn
oTévwon Twv TpodiA vudtwy mou avénoe Thv anddoon Twv TUTIWHEVWY vApdtwy. O Mou
K.o. (97) etftaoe tpelg Slodopetikeég Sladikaoiec mpoobetikng Kataokeung yua tnv
KOTOOKEUN £€QPTNUATWY e TIPOeEEXoLOoEeC emipAvVeLeG (OTwC OTEG, eminedec emibAveLEG,
VEUPWOELG ULKPOKALOKAG KL LaKPLA KOVAALD). Xpnotpomoinoav pebodoug xwplc emadn yia
va kataypadouv tnv tpaxutnta tng emidavelag. Ataniotwbnke otL n dtadikacia FDM ntav n
Alyotepo akpBnig ocov adopd TNV TpAXUTNTA TNG emudpdavelag, evw to MIM (mou
xpnoluomnoltnke o Tplodldotatog ektunwtng Prolet MJP 3600) mapriyaye Ta 1o oakplpn
efaptuata. O Garg k.a. (98) Bewpnoe tn Stadikacio FDM yia va SlepeuvrosL Tnv enidpaon
™G evamnobeong BAceL MpooavatoAlopoU oto dviplopa TnG emdpAvELOC KAl oTnV akpifela
Twv Olootdoswv. H peta-enefepyacio €ywve pe enefepyacioa Puxpol atpou Kot
SlepeuvnBnke. AvadepOnke OtL mapatnpnBnkav eAAXLOTEC SLAKUUAVOELG OTNV akpiBela Twv
Slootdoswv. OL Yang k.a. (99) Siepelvnoe TPELG OUASEC TPLOSLACTATWY EKTUTIWHEVWV
LKPLWHIATWY TIOU EKTUTIWONKAYV PE £vav PWTOTUTIO ekTuntwtr FDM Ultimaker. To emileyuévo
UALKO Ntav kaBapo PLAL, PLA2 kot cuvBetog PLA/udpotuamnatitng (HAp). H popdoloyia tng
eTLPAVELAG HEAETAONKE YPNOLUOTOLWVTAG TEXVIKEG SEM, micro-CT kat umépBeong. Ta
anoteAéopata mPoTevay OtL to UPog Tou oTpwpatog tou PLAL Stédepe eplocOTEPO, EVW TO
PLA/(10% HAp) mou eKTUMWONKE HE TNV KATOOKEUN oUVInYUéEVOU vAuatog (FFF) mapayel

KoAUTepn akpifela o ouykplon pe to kabapo PLA (PLAL i PLA2).

Ao tn 81eBvn) BLBAloypadia TTPOKUTITEL OTL, HEPLIKA OTTO T ONMOVTLKA CnUEela ival
to akoAouBa. Exet yivel TMOAMA HEALTN OXETWKA UE TNV EemMibpoon TNG TMAPAUETPLKAG

Slokvpavong, twv Sladdpwv UAKWY, Twv SLadOpPETIKWY CUVOUACUWY UALKWV KoL TWV
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TIPOCOVATOAIOUWY KOTAOKEUNG OTNV OTOKALON OlOOTACEWV Kol TN oUPmepldopd TNG

emupavelag Twyv e€aptnudtwy FDM.

3.8.2. H enidpaon Tou UPoUC TOU OTPWHATOC OTNV
Tpaxutnta TG eridpavelag o 3D Printed Polylactic
Acid (PLA) pe xpyon FDM 3D printing

AuTn T oTyun, n tplodlactatn ektuniwon FDM ayopdletal kot mwAsital otnv ayopd
AOYW TOU GUUTTAYOUG LNXAVILOTOG KAL TWV TIPOCLTWV TLUWY ToU KUpLou UALKOU. H texvoloyia
TPLOSLACTATNG EKTUMIWONG £XEL £DOPUOOTEL OTOUG TOUEIC TWV HUNXOVIKWY, NAEKTPLKWY,
ooTkwY (12) Kol Xepoupylkwv emMepPfdcewv ootwv (13). Emopévwg, oL UTIAPYOUOEC
TMAPAPETPOL TPEMEL va BeAtiotonolnbouv MPoKeWEVOU va HelwBel To KOOTOG Mapaywyng
(14). H doun kaL n akpifela twv SlLACTACEWV HEASTWVTIAL £TioNG ot e€opTAMATA TIOU
xpnowomololv UAIKO ABS kal PLA. MA£ov, n €psuva yla Ta epeAkuoTikd doptia €xel
TipaypatonolnBel oe MOAUPEPN UALKA Yyl va TIPOoSLOPLOTOUV OL PNXOVLKEG TOUG LOLOTNTES

(61).

H emiSpaon tou ULYPOUC TOU OTPWHATOC KOL O TIPOCAVOATOALOUOC TNG KALONG TNG
eKTUTIWONG €Xouv SlepeuvnBel yla va mpoodloplotel n avtoxn ebeAKUCHOU TOU CUVEETHIOU
(100). EmutAéov, n OGoKufl oupmieong kot KApyng €xel mpaypatonownBesl emiong oe
TPLOSLACTATO EKTUTWHEVO LOVTEAO YlAL TOV TPOOCSIOPLOUO TWV UNXOVIKWY LOLOTATWY TOU
Sokupiou (56) kat e§akoAouBel va uTtdpyeL KATIOLOG KIivOUVOG KOl TIPOKANGN HE TN XPrion g
texvoloylag tplodidotatng ektumwong (18). AAAeg peAéteg PeAtioTomolouv emiong tnv
KateLBUVON TNG EKTUMWONG QUEAVOVTAG TNV TOLOTNTA TNG EMLPAVELOG OTO TPLOSLAOTATO
EKTUTIWHEVO HOVTENO. H épeuva Snuoupyel évav alyoplBuo yla tn daipeon TUNUATWY TOou

TPLOSLACTATOU HOVTEAOU pe BACN TOV TTPOCOVATOALOUO TOU OVTIKELUEVOU Sokiung (101).

Ye mpoodatn LeAETn Twy Bintara k.a., eixe otoxo tn Slepelivnon TNG TPAXUTNTAC TG
eTLPAVELAG KAl TNG XPOovoBopag eKTUMWONG 0 UALKO PLA xpnolpomolwvtag Tplodlaotatn
ektunwon FDM oe dladopég oto UPoG Tou OTpWHOTOG. Eva pnyxdvnuo tplodldototou
ektunwtr, to Creality Ender 3 OUMUETEIXE OTNV KATOOKeUr Tou Oelypatog. EmumAéov,
Sokipaoav pe tn cuokeun SurftestSJ-301 Mitutoyo yila va tpoadlopicouv tnv tpaxUtnTa Tou

OVTLKELPEVOU TNE eTiLdAvELAG. To UPOG TOU OTPWHATOC TOU SelyaTog SOKLUAC KUUALVETO Ao
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0,05 [mm] €wg 0,25 [mm] pe avénon 0,5 [mm] yia kKaBe petafoln, evw n ywvia otpwong
Slatnpoutav otabepr) o pndév Pabuo (0°). H tpaxvtnta tng smidpAvelag Kol o Xpovog
eKTUMWONG avoAlOnkav yla va kaboplotouv ol KaAUTEPEG TapapéTpou oxediaong. Ta
anoteAéopata Thg SoKLUNG delxvouv OTL 660 PeyaAUTepo ival To UPOG TOU OTPWHATOC TOCO
IO Tpa)LA elval N emidavela. EmmAéov, o xpovog eKTUTIWONG elval avtloTpodwe avaloyog Ue
™V TpaxUTNTA TNG ETLPAveLaG. H pkpotepn Tpaxutnta entdavelag epdaviletal ota 0,05 mm
OPoug oTpWHATOG, eVW N HIKPOTEPN epdaviletal ota 0,25 [mm] UPou¢ oTPWUATOC.
ErtutAéov, n mapapetpog BeAtiotonoinong epdaviletal o UPog otpwpartog 0,15 [mm] kat 0,2
[mm], to omoio n TpaxlTnTa emidpavelag Katl o Ypovog ektunwong eivat 9,11 [um] kat 158
Aemtd avtiotowya (Lh 0,15 [mm]), evw to UPog otpwong 0,20 [mm] yia 120 Aemta kot 10,48

[um].
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-}Vzvan etal, {2014)— Slidingspeed affects friction more than orientation at a fxed load.
| i | | ASSwas found to havea higher COF {0.35p) than the Nyloné-Fe
DOE Gargatal, (2015) composite(0.264)
— Nora;nulzzt’al,( Layer height significantly affected the COF and wear rate.
—  FfProcess H Hanonetal, | | Dynamicfriction coefficient resuitsof the ABS specimen {0.27) were
(2019) lower than the PLA specimen at all three temperature ranges.
| | Amiruddinetal, | | 3D-printed ABS had higher COF values, wear ratesand hadan
(2019) absorption rate that was two to four times greater than moulded ABS.
— Manual —
Da"(g:g;m' — Mzin mechanism of wearingin polymersis abrasive wear,
— Kato et al., (2001) — Ploughing takes place during the sliding process.
Tribological | |
Propesties | pawisk, (2018) |— PLA had 2 higher wearrate and COF; 15.2um/km and 0.492 compared to 50% PLA-graphite
’ {15.2um/km 2nd 0.288}, respectively.
| Garget al, [2015) |— ABS was found to have 2 higher COF {0.35¢) than the Nylon6-Fe compasite {0.26u). It was akso
rgetal, noted that the y decreased asthe load increased.
 icneretal, (2010 higher absorptionrate will facifitate rpiuo-elastohydm#mamic fubrication (EHL) aswell as
tushion bearingcapacity.
Composite/
| | Remforcement// || |- | .
Carbon/Intemal Tahiret al., {2018) Lowest wear rate (6.5x 10 mm®/Nm) was found in inner structures Hole A {2mm)
Structure
| | Murashimaetal., | | Presence of internalstructures produces a smal and apparentof Young's modulus which
(2017} increases the contact area,
Abdollahetal, | [onditions of 58.68 N and 800 rpm, pins with a triangular flip internal structure had 2 minimumi
(2020} COF value and wear rate,
| | Noranietal, | |Layerheightaf 0.10mm, anozletemperatureof 234°C, and using a triangie pattern were the
(2020} most optimal parameters to minimise COF and wear rate.

Ewova 13: Xaptng Epeuvag yia tptBoloyika xapaktnplotika (63).
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4. Epyaotnplako Mepocg
4.1. Atadikaoia

4.1.1. AvaAuon

AOYW NG HEIWONG TWV TIUWV TWV HNXOVNUATWY TIPOCOETIKNAG KATAOKEUNG KAl TNG
aufavopevng Texvoyvwoliag otov Topéa, £xel kotaotel {wTkng onpoaoiag n eé€taon Kot
a€LOAOYNON TWV UNXAVNUOATWY XapnAoU KOOTOUG Tou eivatl SLaBEoiua ylo EUMopLKn Xpron.
AV Kdl oL UNXaVvEC XapnAol KOOTOUG XPNOLUOTOLOUVTOL EUPEWG YLoL OKOTOUC Taxelog
TPOTUTIONOLNGNG KOl TIELPAUATIONOU, cuxva UToAeimovtal 6cov adopd TNV mapaywyn
gfaptnuatwyv vPnAng molwdtntog Kol thv emiteuén otabepng emoavaAnPuotntag. Auto

amobidetal kupiwg oTo XaunAnNg moldTNTOG UALKO TOUG KAl oTo Un BEATLOTO AOYLOULKO TOUG.

‘Exovtog autd KoTd VOU, 0 TIPWTAPXLIKOS 0TOXO0G eival n Sleaywyr) MEPAUATWY LIE TN
xpnon evoc tplodidotatou ektunwtr FDM (Fused Deposition Modeling) xapunAoU k6otoug Kot
gvocg unAou KOoToug Kal N afloAdynon TnG eridavelakn TPAXUTNTAC TWV EKTUTTWHEVWVY
£€0PTNUATWY OXETIKA LE TOV TIPOCOVATOALCUO TOUG O OXEON HUE TNV €6pa ektUTtwong. Qg
UALKO eKTUTIWONG €XEL ETUAEYEL TO TOAUYOAQKTLKO OEL (PLA) KalL n emipaveLlakr) TpaxlTNTA TWV
EKTUTIWHEVWYV g€apTnudTwy Ba petpnBel oclpudwva pe to mpdtumo I1ISO ASTM 52902-2021. H
aflohoynon tng empavelakng tpaxutntag Oa Paclotel ot TpéG Ra kat Rz kat Ba
XPNoLomolnBel oTaTIOTIKA avAAuon yla Ty e€aywyr CNUOVTLKWY CUUTEPACHATWY OXETIKA

JLE TOV IPOCAVATOALOHO EKTUTIWONG KOLL TNG TTOLOTNTAG TNG EMLDAVELAC.

Z16x0¢ TG Melpapatikng Stadkaoiag eival va kataypadouv kat va avaluBolv ot
TIAPAUETPOL TPAXUTNTAG TTOU TIPOKUTITOUV TIAVW OE EKTUTIWHEVO TEUAXLO TIOU QMOTEAELTAL ATIO
UALKO PLA, e TN xprion 2 S1apopeTIKWY EKTUTTIWTWY TPLOSLAOTATNG EKTUNWONG. ZUYKEKPLUEVA,
Aappavovrtag umoyn to mpotuno ASTM 5290:2021 cUpdwva e TO OMOLO €YLVE N EKTUTIWON
SoKluiwv HETPRBNKe N TPAXUTNTA TOUG OTNV EMAVW KOL OTNV KATW EMLPAVELA LE YVWLOVA TLG
SL0POPETIKEG YWVIEG EKTUTIWONG. IKOMOC ATV VA TPOoSLOPLoTOUV UECO QMO OTATLOTIKN
OVAAUGCN KoL OTOMOKPUVOVTAG TO EVOEXOUEVO OTATIOTIKOU odpAApatog, 6o adopd TLC
UETPAOELC, N TTOLOTNTA EKTUTIWONG TOU KABE eKTUTIWTH Ot SLOPOPETIKEC YWVIEC EKTUTIWONG.
TéAog, Oa yivel pla cuykevtpwtikn afloAdynon twv 800 EKTUTIWTWY WG TPOG TNV MoLOTNTA
EKTUTIWONG. JUVOMTIKA, Ot EPEUVACOUUE TNV EMISPACH TWV TTAPAUETPWY EKTUTIWONG OTNV

TOLOTNTA KOl OKPIPELA TWV AVTLKELEVWV TIOU TIOPAYOVTOL.
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TNV HEXPL TIPOTIVOC BLBALoypadLK avacKOTINGN TIOU TIPAYLLATOTIOONKE TO Heydlo
BApog OXETIKA e TNV €peuva Kal TNV Suvatotnta eKTUNWONG £XeL emboBel otnv elpeon Tou
BEATLOTOU TPOTOU EKTUTWONG KOl AVTIOTOLXA O UTTOAOYLOUOC TNG AVTOXNG TWV EKTUTIWHEVWY
Soklpiwv. Me tnv avénon g mapaywyng Kol TG Xpnong twv 3D eKTuMwTtwv otnv
kaBnuepwvotnta mpémnel va Ppebel kol €va povtédo Tou va aflohoyel Tnv moldtnTa Twv
EMPAVELWY TWV TEAKKWYV TIOPAYOUEVWY Tepaxiwv. JuvnBwg, META TNV eKTUTIWON
akoAouBouvtal GAAeC eTLPAVELOKEG KOTEPYAOIEG TEAKNG Slapdpdwong, OUWE AUTEG O€
padikn mapaywyn i péon mapoywyrn Bswpolvral OTL aufAvouv TO KOOTOG KAl OOLTOUV

EMUMPO0BeTOUC TOPOUC TTou KabloTolv tnv Xprion 3D ektunwtwyv acuudopn.

4.1.2. [ToloTko Mpotumo MeTprioewy

To mpotumo ASTM 52902-2021 avodépetol otn HETPNON TNG TPOXUTNTOC TNG
ETUPAVELAG EKTUTIWHUEVWY QVTIKELLEVWY UE XPron Tng ektUmwong 3D. Autd To TPOTUTO
TIOPEXEL KATEVOBUVTNPLEC YPOLUEC YLOL TN LETPNON TNG TPOXUTNTOC 0 S1ADOPEC LETPLKEC, OTIWS

n tn Ra kat n tun Rz.

H T Ra avtutpoownelel to péco UPoG Twv Kopudwv Kal Twv Koadwv otnv
gmupavela, evw n TR Rz avtmpoowneVeLl To GUVOALKO UPOG TwV KopUPwV KAl TwV KOAASwWV.
AUTEG OL LETPNOELG IPOOHEPOUV TANPODOPLEC YLA TNV TPAXUTNTA TNG ETLPAVELAC KAL LTTOPOUV
va xpnotponotnBouv yla tnv afloAdynaon tTng moLoTNTAG KAl TNG aKPIBELOG TWV EKTUTIWOEWV

3D.

To mpotuno ASTM 52902-2021 opilel Tig pebddouc yla TV mpaypatonoinon twv
METpoewy, Tt e€pyaleia Tou amattouvtal kot Ti¢ Sladlkaoieg ywa tnv avaiuon Twv
anoteAeopdtwy. H cuppopdwon pe autd 1o mpotuno efacdaAilel Tnv ouolopopdn Kot
QaLOTILOTN METPNON TNG TPOXUTNTOG TNG €MLPAVELAG O EKTUTIWOELG 3D, emitpémovtag TN
oUYKPLON TWV OTOTEAECUATWY OVAUECH Ot SLAPOPA EKTUTIWTIKA CUOCTAMATO KOL UALKA.
ErutAéov, To mpdTUTo TtapEXEL CadEL 0ONYLEC YLO TNV ATIOTUNWON TWV UETPHOEWV KOL TNV

avadopd TWV ATTOTEAECUATWV.

Me tn Xprion tou mpotumou ASTM 52902-2021, oL EPEUVNTEG KAL OL ETTOYYEALATIES
OTOV TOMEA TNG eKTUTIWONG 3D €xouv éva Kowo TAaiolo avadopdg yia tnv agloAdynaon tng
TOLOTNTAG TNG EMLPAVELAG TWV EKTUTIWUEVWV OVTIKELMEVWY. AUTO SLEUKOAUVEL TN CUYKpPLON

METAEL SLadopETIKWY PEAETWV KoL TV avtaAAayr TTANPodopLwy KAl EUPNHATWY OTOV TOUEQ.
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ZUVOALKA, To tpoTuTto ASTM 52902-2021 cupBAAAeL otnv powBNnon TNG MoLOTNTOC
Kol tng akpifelag tng ektumwong 3D péow tNG oploBetnong UeBOdwv pETPNONG TNG
tpaxlTnTag emidpavelag. Amotedel €va aflomoto epyaleio ywa tnv afloAdynon Kol Tt
BeAtiwon TWV EKTUTIWHEVWY OVTLKELUEVWY, SUMPBAANovTAG oTnv e€EALEN KaL TNV emLTu)ia TNG
EKTUTIWTLKAG TexvoAoyia 3D pe moAupepr UAKA. MEow TnG edpappoyng tou mpotuniou ASTM
52902-2021, oL XPHOTEG MUMOPOUV VA EKTIUACOUV TNV TOLOTNTA TNG EMIPAVELNG TWV
EKTUTIWHEVWV OVTLKELLEVWVY KoL va TtpoBoUV 0 GUYKPLOELG avapeoa og Stddopa UAIKA Kol

EKTUTIWTLKA CUOTHLATAL.

ErutAéov, To mpotumo mapéxel kaBodnynon yla T cwotr Sladlkaocio PETpNoNG Kot
avadopd¢ Twv TIHWY Tpaxvtntag enipavelac, s€aopaiiloviag opoopopdn TTPAKTIKN Kol

afloTLoTa AOTEAECATAL.

4.1.3. MNapouoiaon Ektunwtr) Low Cost — RED

O ektunwrtnc Creality 3D Ender-3 sival €vag aflomotog Kol TPOGCLTOC OLKOVOULKA
EKTUTIWTAG 3D mou mpoodépel e€alpeTiKA AMOTEAEOUOTA EKTUMWONG. XPNOLUOTIOLEL TNV
texvoloyia Fused Filament Fabrication (FFF) yia tnv ektUmwon avTikelpévwy 3D. AlaBEtel pLa
HEYAAN TMAaTdOppa ekTUTIWONG He Staotaoelg 220 x 220 x 250 XIA\lOOTA, eMLTPEMOVTOC TV

EKTUTIWON LECALIWV EWC LEYAAWY AVTIKELUEVWV.

Wasrhouse S

Ty Ay 2 P

€160.00 EUR ¢

Mo See

Flash Sale ows v [l 08

Ewkova 14: Ektunwtri¢c RED (www.google.com)
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O Creality 3D Ender-3 8laB£tel emiong €va otaBepd Kal avOEKTLKO OKEAETO, TOU
efaodalilel otabepry KATOOKEUN KOl akpifela OTIG eKTUTIWOELS. EmutAfov, SlaBitel
Beppuoatvopevn MAAKa KTUTIWONG, TTou BonBa otn BeAtiwon tng mpododuong Tou UALKOU Katd
™ SLapKeLa TG ekTUTIWONG. Yootnpilel Stddopa UAKA ekTUNTwONG, Ontwe PLA, ABS, TPU kot
aM\a, poodépovrag suelifia otnv emloyn UAKKOU avaAoya UE T AVAYKEG TOU XpoTn.
EmutAéov, €xel eUKOAN XPHon Kal gykotaotoon, Pe GLAKO Tpog Tov Xprnothn Aoylopiko. Ot
PUBUIOELC TOU EKTUMWTH MUTOPOUV VO TPOCOPUOOTOUV PEow TNG 08ovng LCD kal tou
EVOWHOTWUEVOU Slakomtn eAéyxou. O eKTUMWTAC eival cupBatog pe diadopa AOYLOUKA
EKTUTIWONG, TpoodEPOVTAG TIPONYUEVEC €TIIAOYEG OTOUG Xprotes. Eival yvwotog ywo tnv
aflomiotia Tou Kot tnv anddoaot] Tou og TOAU KaAn TLun. Elval £évag l8avikog EKTUTIWTHG YL
opxapLoug xpnoteg mou B€houv va e€gpeuvricoUV TOV KOO0 TNG eKTUTIWoNG 3D, KaBwg Kot

ylo TIpOXWPNHEVOUG XPNOTEC Tou avalntouv £vav aflOTLoTo EKTUTWTN yla Stddopeg

edappoyEg.

JuvoAlkad, o Creality 3D Ender-3 mpoodépel uPnAn moldTNTO EKTUTTWONG, EUKOAN
Xprnon Kot ToAAEC emAoyEG mpooapuoynG. Elval évag ektumwtr¢ 3D mou KOVOTIOLEL TIG
OVAYKEC TOOO TWV OPXAPLWY OCO KOL TWV TILO TIPOXWPNHEVWVY XpNoTwv. AlaBEtel apKeTd
XOPAKTNPLOTIKA TIOU TOV KaBLoToUV €AKUCTLKA £MIAOYH Yla XPOTeG Tou avalntolv évav

0ELOTILOTO KOLL OLKOVORLKO eKTUTIWTH 3D. MopoaKATW mopaTiBevTal Ta XoUpaKTNPLOTIKA TOU:

1. ZtaBepn kataokeur: O Creality 3D Ender-3 €xel éva oTlBapo HETOAAIKO OKEAETO
TIOU TOU TIOPEXEL oTaBepOTNTA KO OKpBELA KATA TN SLAPKEL TNG EKTUTIWONC.

2. MeyadAn tpanela ektunwong: H tpanela ektumwong tou Creality 3D Ender-3 €xet
Slootdoelc 220 x 220 x 250 XALOOTA, TAPEXOVTOC APKETO XWPO YLO TNV EKTUTIWON HECALWY
UEYEDWV QVTIKELLEVWV.

3. EUKkoAn ouvappoAoynon: O Creality 3D Ender-3 mapéxetol os popdn kit kot
nephapBavel Asmtopepeic obnyiec ocuvappoldynong, kablotwvtog Ttov eUKOAO OTnv
EYKATAOTAON KAL TN Xpron.

4. Ogpualvopevn MAAGKaA ekTUMWOoNG: O ekTUTWTAC Slabétel Beppalvopevn MAGKA,
ToU BeATLWVEL TNV POOPUON TOU UALKOU KOTA TN SLAPKELX TNG EKTUTIWONG KOL LELWVEL TOV
kivéuvo amokoAAnong.

5. YAka ektomwong: O eKTUMWTAC €ival cupPatog pe Stadopa UAKA ekTUTIWONG,
omw¢ PLA, ABS, TPU kot moAAG& dAAa. Auto apéxet euehiélo otnv emdoyr) UALKoU avaAoya pe
TLG OVAYKEG KL TLG TIPOTLUNOELG TOU XPNoTN.

6. AkpiBelo ektvmwong: O Creality 3D Ender-3 mpoodépsl vPnAn okpifela
eKTUTIWONG, He avaAuon mou ¢tdvel €wg Kot 0,1 XIALooTA. AUTO EMLTPEMEL TNV TAPAYWYH
AEMTOUEPWV KAl AKPLBWY EKTUTIWOEWV.
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7. EUKoAN xpnon: O ektunwtng Stabétel PpLAtko mpog Tov xpriotn Aoylouiko, To Cura,
TIOU IPOOHEPEL EUKOALQ OTNV TIPOETOLUACI TWV LOVTEAWV YLO EKTUTIWAN.

8. Owovouikn emthoyn: O Creality 3D Ender-3 mpoodépel efalpetiky molotnTa
EKTUTIWONG OE HLO. TIPOOLTA TIUN, KaBlotwvtag tov daviky €emAoyn ylo XPHROTEC UE
TLEPLOPLOUEVO TIPOUTIOAOYLOO.

O Creality 3D Ender-3 eival évag a&lomiotog, eUKOAOG OTN XPHON KAl OLKOVOULKOG
ekTUTWTNCG 3D ou poodEpel UPNAN TToLoTNTA EKTUTIWONG. Eival Ltdavikog yla apxaploug Kot
TIPOXWPNHEVOU XPNOTEG TTou MmLBUpOUV va e€epeuvioouV TNV TeEXVoAoyia tng ektumwong 3D
1 va SNULOUPYNCOUV TIPWTOTUTIA KOL LKPOU UeYEBOUC avTikeipeva. H alomiotn anodoaon, n
€UKOAla otn Xpnon kat n ToAupnxaviki otabepotnta tou Ender-3 tov kablotoluv pla
a€Lomiotn emloyn ya dtadopeg ebapUOYES, OTIWG N EKTIALSEVON, N TIPWTOTUTIN AVATTTUEN Kol

N mMapaywyr UKPWY CELPWYV TIPOTOVIWV.

H xprion tou ektunwtn Creality 3D Ender-3 pe uAwo PLA cuviotdrtal wdlaitepa.

YTapxouv apkeTol AGyoL ylo QUTO:

1. Npooappoyn: O Creality 3D Ender-3 taBétel Beppatvopevn mMAAKa KTUTIWGONG, N
orola BeAtiwvel TV mpdoduon tou PLA otnv emidavela ektimwong. Autod e€aodalilet otLto
UVALKO Ba mapapeivel otaBepo kal dev Ba amokoAANBel katd T SLApKELA TNEG EKTUTTWONCG.

2. Aoddlela: To PLA sival évag BloSloomwuevog Kal pn To€lkog UALKOG. AuTo To
KaOLota aodpalég yla Xprion O ECWTEPLKOUG XWPOUC Xwpig va aneleuBepwvel emiPAofeig
agpla n amopAnta.

3. EukoAia xpniong: To PLA eival éva UAKO Tou eival eUKOAO va ekTUTtWOEL. Exel
xapnAn Oepuokpaocia e€wbnong kot dev amottel e€elbikeupéveg puBULoELS 1 HeYAAEG
Bepuokpaocieg ektumwon .

4. AloBntikn: To PLA mpoodépel éva eupl GACUO XPWHATWY, EMLTPEMOVIAG 0AC VA
SNULOUPYNOETE EKTUTIWOELG e AoV oL Kol {wvTavd XpwHoTa.

YuvoAikad, o ektuntwtng Creality 3D Ender-3 givatl cupBatog pe UAKO PLA kol mopExeL
0€LOTLOTN eKTUTTWON HE AUTO To UALKO. Eival pia KaAr emidoyn yla xpnoteg mou BéAouv va
EKTUTIWOOUV TIPOGLTA Kall EUKOAQ avTIKeipeva Ue PLA. O ekTunwtn SLaBETeL TIC amapaitnTeg
puBuloelg yla TNV ektUTwon pe PLA kot n Ogppatvopsvn mAdko ektimwong tou Bonda otnv

KOAR pocduch Tou UALKOU.

Me tn xprion tou PLA, pmopei va emuteuxBel aflodoyn moldtnto eKTUMWONG UE
Aemtopepeic kot opalég emupdveleg. To PLA eival emiong yvwotd ywa thv XapnAn tdon

cuormaong kotda tnv Yuén, mpoodEpovrag otabepdTNTA KAl AVTOXH OTLG TEALKEC EKTUTIWOELC.

ErumAéov, n sukoAia xpnong kot n ¢uitkdotnta tou PLA mpocg to meplBdAiov To

KoOLoToUV KATGAAANAO yLa Xproteg AWV Twv eMLMES WV EUTELpiag.
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JUuvoAlKd, n xprnon tou PLA pe tov ektunwtr Creality 3D Ender-3 eival pia kaAn

gTAoyn yla Xprion Ke UALKO PLA AOyw TwV MOPpOmAvw TTAEOVEKTNUATWV.
OL texvikég mpodlaypadeg tou Creality 3D Ender-3 neptdapfavouv:

1. Kataokeun:
- YAwo mhatoiou: Ahoupivio V-Slot
- Kataokeun mAatdopuoac: AKpUALKNA
- OepuaLvopevn MAAGKa ektUTIwonG: Nat
2. Alaotaoslg:
- Méyloto péyebog ektimwong: 220 x 220 x 250 yhootd
- EAdyoto O Pog otpwpatog: 0,1 xthloota
3. Ogpuokpaoctia:
- Méylotn Bepuokpaocia mAdkag ektumwong: 110°C
4. uvbeootnta:
- USB: Nau
- SD kapta: Nat
5. AOYLOUIKO:
- Yoot p&n Aoylopikou ektunwong: Cura, Simplify3D, Repetier-Host k.d.
- YnootnpEn apxeiwv ektonwong: STL, OBJ, AMF
6. Alacuvdeon:
- Ynootnpén Asttoupylag offline: Nat
- 066vn adng: OxL
7. HAekTpIKEG TIpOSLOYPOPEG:
- Tpododooia: 110-240V AC, 50/60Hz,

-loxug: 270W

4.1.4. Mapouoiaon Extunwtr High Cost - Green

O ektunwtng FlashForge Creator3 sival éva mponypévo clotnua ektunwong 3D mou
napéxel vPpnAn okpifela kot moldtnTo ekTUMWONG. Xpnotpomolel thv texvoloyia Fused
Filament Fabrication (FFF) yla tnv ektUmwon ovtikelpévwy. AlaBétel SUo avefaptnteg

EKTUTIWTIKEC KEDOAAEG, TIOU EMITPEMOUV TNV ektUTwon e Sddopo UAKA A xpwpaTa

64



Tautoxpova. Auth n Suvatotnta mapexel euehiEia Kal emTpénel Tn Snuoupyia olvBeTwY

OVTLKELUEVWY LE SLadOPETIKEG LOLOTNTEG.

FlashForge Creator 3 Professional 3D
Printer Industrial Independent
Extruders

A Lot iem avallatie

FLASHFORGE
3D PRINTER

¢

Plazntorge 30 Printer (2195
C7.8% poaithve  Seliecs other tems - Contact selise

US $3,199.00

peroximataly EUR 29845

> Condition: New

Quamiey: | LestOne/sclg

Buy It Now

Ewkova 15:Ektunwtrc Green (www.google.com)

O FlashForge Creator3 SlaBétel peydAo xwpo eKTUNMWONG He SLaoTAoELS £wg Kat 300
X 250 x 200 XI\lOOTA, EMUTPEMOVTAG TNV EKTUTIWON HEYAAWY Kol TIOAUTTAOKWY QVTLKELUEVWV.
ErutAéov, o ektunwtng Stabétel Bepuatvopevn MAAKO eKTUTIWONG, Tou BonBad otn BeAtiwon
™¢ mpdoduong Tou UALKOU Kal TV amoduyr omokAICEWV KOTd Tn SLAPKELA TNG EKTUTIWONG.
Yrnootnpilel moA\@ £i6n VAkwy, cupmeplopPfavopévwy tou PLA, ABS, PETG Kol mMOAAWV
GAWV. AUTO TtapéXel eMIAOYEC OTOUG XPNoTeg Vo eMAEEOUV TO KATAAANAO UALKO yla TLg
EKTUTIWOELG TOUG, aVAAOYd HE TIG OTMALTHOELG TOUG O avOeKTIKOTNTA, ukopia i GAAEG
LOLOTNTEG. AlaBETeL emiong mponypévn Texvoloyia eMMESwWY UTIOOTHPLENG KAL ATTOUAKPUVONG,
TIOU SLEUKOAUVEL TNV EKTUTIWON QVTIKELUEVWY PE TIOAUTIAOKEG SOUEC Kal umootnpilel tnv

OVTLUETWITLON TNG UTLEPEKBEDNC KAl TNG QMOTUTIWONG.

ErumAéov, S1a0€tel ebxpnoto Aoylopiko FlashPrint, mou mapéxel euEAKTEG eMIAOYEG
oxXe6looNg Kol TIPOETOLUACILOG VLol TIC EKTUTIWOELG. TO AOYLOULKO TTpoodEPEL EUKOALD Xpriong
KOl ETUTPEMEL OTOUC XPNOTEG VA TIPOCAPUOCOUV TIG puBUioELg ekTUNWONG CUMdWVA HE TLG
OVAYKEC TOUC. ZUVOALKA, O EKTUTIWTAG TPOOhEPEL ECALPETIKN TIOLOTNTA EKTUTIWONG, VEALELa

oTNV €MAOYH UALKWY Kol TIOAAEG TPONYUEVEG SuvATOTNTEC. ATtOTEAEL [l KaAR €TAOYH Yl
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ETIAYYEALATLKA XPrON Kal yla XPAOTEG Tou avalntolv uPnAn molotnTa eKTUTIWONG KoL
okpiPfela ota avtikeipeva touc. Eival bavikog yla Snuloupyio mpwtotlnwy, Tapaywyn
AEMTOUEPWV LOVTEAWV KL ETIAYYEALATLKN Xprion o€ 8Ladopoug TOUELS, OTwG N unxavoAoyia,

N APXLTEKTOVLKN, N LATPLKN Kal n ekmaibsuon.

JuvioTaTal ylo Th xpnon Ue VAo PLA. To PLA eival éva amo ta o SnuodiAn UAKa
yla TNV ektumiwon 3D AOyw TWwV EVKOALWV OTN XPron Kol TwV €VVOTKWV LBLOTATWY Tou. Eival
Bodlaomwpevo, pn toflkd kot Slabéoo oe peydAn molklia Xxpwpdtwv. Mapéxel Tig
KOTAANAEG puBUioELG KaL SuVATOTNTEG yLa TNV eKTUNTWON e PLA. Me Tn Beppuatvopevn mAdaka
EKTUTIWONG KoL Tov akpLPr EAeyyo Bepuokpaaciag, e€aodaliletal n katdAAnAn ntpoéoduaon Tou
PLA katd tn Sldpkelo NG ektunwong. Emiong, o FlashForge Creator3 SlaB&tel apketn
akpiBela kot avaluon yla va avadel&el TIG ASTITOUEPELEG KOL TNV OUAAOTNTA TWV EKTUTIWOEWV

ue PLA.

Elval pa e€atpetikry emthoyn mou Ba mopexel aflOmoteg kKot uPnAng molotnTag
EKTUTIWOELG. O EKTUTIWTNG €lval 8avikog yla xprion He UALKO PLA yia apketol¢ Adyoug.
Katapyxac, o Creator3 Siwobétel Beppalvopevn mAdka ektUmMwong, n omoia Bonbda otn
BeAtiwon g mpooduong tou PLA otnv emidpavela ektunwong. Auto e€aocdalilel otL to PLA
Ba mopapeivel otaBepo Katd TN SLApKELA TNC EKTUTIWONG Kol dev Ba amokoAANBel amnod tn
Baon. Mpoodépel apKETA TMAEOVEKTAATO OTNV ekTUTwon We PLA. H uPnAn akpifela kot
avaAuon Tou ekTunwtr e€acdaAllouv AeMTOUEPELG KAL OPAAEG EKTUTIWOELG, EVW N otabepn
Soun Tou PELwvVEL ToV Kivouvo mapapdpdwong Twv avtlkelpévwy. Autd eival Wblaitepa
ONUAVTIKG yla To PLA, kaBw¢ autd to UAWKO pmopel va eival suaicBnto os uvPnAgg

Bepuokpacieg KAl LNXAVLKEC TILECELC.

TéMAog, o FlashForge Creator3 mapéxetl eVEAKTEG ETUAOYEG PUBLLONG YL TOV EAEYXO TNG
Bepuokpaciag KoL TwV TAXUTATWY EKTUTIWONG, TToU gival LOavikEG yia to PLA. AuTO emuTpEmet
OTOUC XPNOTEG VA TPOCAPUOOOUV TIG PUBUICELS cUPPWVA PE TIC OVAYKEG TOUG KOl TLG
TPOTLUNOEL Toug. MrmopoUv va pubBuicouv tn Beppokpacio €€wBnong, tnv TaxvtnTa
EKTUTIWONG Kol OAAEG TOPAUETPOUG, TipoadEépovtag Tn duvatotnta yla efatopikeuon Kot
BeAtiotomoinon Twv anoteAecudtwy ekTUMWONG. Eivol 8avikog yia Tt xprion He VALkd PLA
AOYW TWV LOYUPWV XOPAKTNPLOTIKWY KOL TWV TIPONYUEVWY Suvatotntwy Tou. EEaodalilel
aflomiotn mpooduaon, akpiBela KoL opaAr EKTUTTWON, EVW TIAPEXEL ETUAOYEC TIPOCAPOYAG VLo

VO OVTOTTOKPLOEL OTLG AVAYKEG KAL TLC TIPOTLUOELG TWV XPNOTWV.

Oplopéva arod Ta TEXVIKA XapaKTnPLoTIkA Tou ektumwth FlashForge Creator3 mepthappfavouv:
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. Texvohoylia ektunwong: Fused Filament Fabrication (FFF)

. Alaotaoelg ektumwong: 300 x 250 x 200 x\oota

. YAlKa extUnwong: PLA, ABS, PETG kal aAAa

. Alapetpog vAaparog: 1,75 xhootd

. AkpiBela extunwonc: + 0,1 x\loota

. Ogppalvopevn mAdka ektuTiwong: Nat

. AplBUOC eKTUNWTIKWYV KEDAAWV: AUO aveEAPTNTEG EKTUTTIWTLKEG KEPAAEG
. Méylotn Bepuokpacia ektunwaong: 300 [°C]

. Zuvbeowotnta: USB, Ethernet, Wi-Fi

10. EUxpnoto Aoylopiko: FlashPrint

11. 086vn: Eyxpwpn 086vn adng 5 vtowv

12. Ynootnpwlopeva Asttoupyikd cuotnpato: Windows, macOS, Linux

O 00N O UL B WN -

AuTa eival pepkd amd Ta KUPLA TEXVLKA XOPOKTNPLOTIKA Tou ektunwtr FlashForge
Creator3. To cuyKekpLUEVO HoVTENO ipoadépel uPnAn akpifela, eveliia kal alomiotia yla

TIG ekTUTIWOELS 3D.

4.1.5. YuvOnKkecg ektuMwonc SoKLUlwy

Mo TNV eKTUMWON TWV SOKLULWVY XpNOLUOTIONBNKAV KOLWVEG TTOPAUETPOL EKTUTIWONG LE KOLVO

UALKO PLA e TIG LOLOTNTEG TOU va avadEépovtal otov Mivaka.

Mivakac 7:1610tnteg PLA ko TEYVIKEG TPOSLAYPAPES

1616tNnTeC PLA — tpodiaypadég
Blopnxovog Mpaypatikd viua
mn A 0 i
ponu’w’uevn EpUOKpOOia | 205 1
BepproU AKPOU TOU KATAOKEUAOTH
OL KATOOKEVAOTES TIPOTLMOU OOV
T Beppokpacia tou kpePatiol 40 [°C]
Béppavong
E61k0 Bdpog 1,24 [gr/cm2]
EbeAkuoWS 16 kp?i (KOL'[El’)el’JV(Jr] pnxaviuotog, MD) / 21 [kpsi]
(katevBuvon SiéAevong, TD)
Erupunkuvon Bpadong 160% (MD) 100% (TD)
Métpo eperkuopol 480 [Mpa] (MD) 560 [Mpa] (TD)
Avtoxn o€ kpouon 2,51
Oepuokpacia TENG 210[o C] +/-8[° C]
Inueio ™éng 145-160 [°C]
Oepuokpaoia paidkuvong Vicat 60 [°C]

OL Baatkég puBuloelg Ttou xpnaotpomotnénkov mopouctdlovtal otov Mivaka.
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Mivakag 8:Kuptec mapauetpot 3D ektunwaong

K0OpLeg mapApETPOL EKTUTIWONG
3D
Layer Height 0,27 [mm]
Wall Line Count 2
Infill Density 15.0%
Printing Temperature 220 [°C]
Print Speed 60 [mm/sec]
Retraction Evepyomotnpévn
Build Plate Adhesion Type Brim

ITIG MOPOKATW ELKOVEG AMELKOVIETAL AVOAUTLKA OL TIOPALETPOL TIOU XpNoLUoTolnonkav yla

yivouv ol avtioToleg EKTUNTWOELG.

& wxe ¥
Dirrmnslonal Adjustmmot

Prir
Enable Adjustments No v

Gersral 7 } ) ) Save Configuration
Extorrs! Companiatiorn 1 D0y
Internal Compensatior 11 Oeruer
Z Compernatior 100 e

Z WD
Z Hop Made Always Diabie . Saw M New
Additions

7 Hop Haight .20
£ L]
Z Hop Minimum Distance 1.00mr
Ak | - =
Vause At Layer
Otrsér Pause Layer +

Sequential Hinting

Enabie Sequential Printing No v

(<]
.

Ewova 16: PoSuion Mapauctpwv Ektunwong. [Qwrto}
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Printet Supparts Type Urear v
Genarsl Spead s ~
Space to Modei (X/Y) 0.35mm s
neils
Space to Mode! {) 020mm :
)i
Space to Raft ) 0,55mm .
I Sunperts
Path Stape Polytire v
Raft
Path Space 2 s —
Additions = “ s
Suppart | hickness 9% -
Cosling Top Solid Layers 0 :
Advanced Path Angie 45° —
Oners Top Sciid Density 1005 :
Horfzomtat Exparsicn 00mm =
Ewova 17: PuSBuion Mapauetpwy Ektunwong. [@wto}
€ S
Qveriap Permetsr 15% H
Pringer
Ve Maode No v
General
Speec
Shels Soilid Speed % . Restore Defaults
Supporns Dpo
Maximum Solid Combine 1 H
Raft
Maxirmum Sparse Combine P .
Save
Additions
Combine Area Threshold 150mm* 2 H
Cociing Strength Infill
Inteoval Layers 0 H
Adancad aoval Layer [
Solid Layen 1 .
Uthers
infill Density Control V]
+

Ewkova 18: Puduion Mapaustpwv Ektunwong. [@wto}
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€ e X
Printer Machine Type
- Materiat Type LA 1.75mm .
General
Slice Profie Standard v
Extruder Temperature 220C S
Temperature Controt List (V]
Conmrod Module Hight Extruder v
Raft +
. -
Additions Start Layer Temperature
Caoling
Ativanced
Others
Ewkova 19: PUSuton Mapauetpwy Ektunwong. [Qwto}
‘ e x
Printer Wall
; Enabie Wa No b - -
Stiell Count 2 :
Shels > Restare Defaults
Magn 25mm H ;
nfi impoit
Speed G0mmys v e
Suppoets opont
Generate Wall inside hoes Yes v
fan 2
Beim
Addlitions Enable Brim Yes v
Coclirg Magn 50mm .
Advanked Brim Layers ' v
Speeq a0mmys v
Others
Generate Sim inside holes Yes M
Wiping Tower

Ewkova 20: Puduion Mapaustpwy Ektunwong. [@wto}
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& =

Printer

General

Supperts

Fod
B
=5

Agditicns

Coaling

Advancad

Layer Height

Layer Height Mode
Layer Height

Frst Layer Height

Base Print Sgead

Travel Speed

Minimum Speed

First Layer Maximum Spasd

First Layer Maximum Travel Speed
Siow Doan First Few Layess

First Few Layers Max Speed
Retraction

Retraction Length

S0mmys

Blmm/s

Smmys

10mem/s

T0mm/'s

Ammys

13mm

RESIOME s

New

Ewkova 21: PuBuion Mapauetpwy Ektunwong. [@wto}

Printes

Generad

e

infill

Raft

Additions

l Caciing

Advanced

Others

erate/Delay For Rlament Cooling

Deceteration Area Threshald
Delay Area Threshold

Mazimum Delzy Time

S0mm*2

Omm*2

1.5

i

Configuration
Restore Defaatty

Impont

Save As New

Ewkova 22: Puuton Mapauetpwy Ektunwong. [Qwto}
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& e

Frintet Shefl Thickness .
General Overlap Perimeter 30% 4
Shels 7 .
Exerlor Speed 50% .
nfill ) . R
Exterlor Mamum Speed Amm/s v
Suppons Visibie Interior Speed 0% .
Ratt Visitie Interior Max Speed 2000mys —
Additiors Inwisible interior Spead 100% H
Cooling Iewisitile teror Max Speed 200y :
Start Polnts
AMvarcsd
Moags thosest to specific location v
"
Oehen
X 00 Dmim H
¥ -100.0mm H
Permit optimize start points Yes v Slice
Ewkova 23: PuSButon Mapauetpwy Ektunwong. [Qwto}
¢ S %
Sndge
Prines o
Enablz Aridge Yes .
Bricdge Area Theeshod 15memA2 v
Shells - Festore Oetaults
Speed 0% S
Infil Extrusion Ratio
Extrushon Ratio 1095 :
Suppons Extrusion Rat 09%
First Layer Exainasion Ratio 109% H
Raft
#ath
Adtions Path Width 040mm s
Coofing Path Frecision 0.10mm :
Advanced voning
Enzblz roning Na v
Others
Fuzzy Skin
Enzble Fuzzy Skin No .
Fuzzy Skin Outside Only Nao v

Ewkova 24: PuBuion Mapauetpwy Ektunwong. [Qwto}
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¢ G X
General
Printss
Top Solid Layers 3 v
General
Battom Scild Layers 3 .
Shels
Fill Density 15% .
infill IR
| il il Pattern Héxpgon A
Supports Overlap Perimeter 3% -
Ratt Vase Mode No v
A s New
-
Agditions
Sold Speed 0% .
Cooling
Spase Speed 100% $
'an -
Advanced Combine Inf
Cthens Maximum Solid Combine 1 .
Maximum Sparse Combine z H
Combine Ares Theeshold 150mm*2 v

Ewkova 25: PuButon Mapauetpwy Ektunwong. [Qwto}

‘ Shee x®
Thickness
Prires
Shell Count 2 .
Geners
Shell Thicknress H
Shelly . fAestore Defa
Owveslap Penmetes 0% .
< Exterior Spee: 0% . £xpal
Exterior Maymum Speed Mmmys .
faft
Additons
Wisible Interior Max Speed 200mm/s .
Coaling
Invksinle Interor Spead 100% .
Advanced
|rwisiie Intetior Max Speed 200mm/s -
Otteny Start Points
Maoce closest 10 speciti locatian v
X - 10000 0mm : “

Ewkova 26: Puduion Mapaustpwy Ektunwong. [@wto}
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€ e %
Printet First Layes Heigt 027 men —
Speed
Generyl
Bae Print Speed Almmys .
Shells Restore Defaults
Travel Speed Blmmy's v
Ini - .
Minimum Speed Smmys .
Sppors First Layer Maximum Speed 1Ommys :
Rafy Flest Layer Maximum Travel Speed Tmnys -
Additians Stow Down First Few Lagers 0 .
Cooling Fust Few Layers Mas Speed J0mmy's .
Retraction
Acvanced
Retraction Length 1.3mm .
hers
Retract Speed 30mmds s
Extrude Speed J0mmys .
Sxra festart Length (0mm . “

Ewkova 27: PUSButon Mapauetpwy Ektunwong. [Qwto}

€ Gue X
Pre-exanusion
Printey
Inabile Pre-extrusior Yeu .
Deneral
Margin SOmen -
Srwly . . Restone Defaiity
Path Length 1 20mm -
Wi A Impon
peeq 20mmys -
Supports Wall
Tnabie Wall No -
Ratt
Shdl Coumt P H
Additiore
Margin 25mem :
Coaling
Speed H0mm/s =
Advancest
Geperate Wall inside holes Yes v
l'Fy|t4| Bien
Enatile S4Am ho .

Ewkova 28: Pubuion Mapauétpwy Ektunwong. [@wto}

Ot petpnoetg eAndOnoav Kat otig U0 TAEUPEG TWV SOKILAOTIKWY EKTUTIWOEWY, UE
QUTEG TG MAEUPEC va ovopadlovtal "UP" - <FRONT> kat "DOWN"- <BACK> avtiotoiya. Ma tig
METPROELG TpaxUTnTOg emibavelag, xpnowdonolibnke éva mpodlopetpo Taylor Hobson
Surtronic 3+. Me Bdon to ISO ASTM 52902-2021, oe kaBe mAeupd Selypatog eAndnoav &

(6) UETPHOELS TPaYUTNTAC OE SLaPOPETIKEC Toodsoisc o kade Seiyua, os kateLOuUvon
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KABeTn mpog TNV TonmoBETnon T udng (SnA. Katd pnkog tou length Twv Setypdtwy). To LAKOG

aflohoynong opiotnke ota 12,5 mm kot to pnkog detypatoAnyiag (Ac) ota 2,5 mm.

JUUbWVA LLE TO TTPOTUTIO TTOU XpNOLUOTIORONKE N popdr Tou SokLpiou Empene va €xel

TNV MapaKATw popdn:

Dimensions in mm

|

W,
® (‘)\'
v
30

20

Ewkova 29: Moppoloyia ektuntwaong (ASTM52902-2021).

Me to népag TnG ekTUMWaONG AfidOnKe To MapakATw SOKipLO armd KABe EKTUMWTH:

. ‘.-—-*~
L LRt RN S SN

LS -_—-—-—.-'-..u
WMWY LSS WY TR A W

WA AMere BTV e Gemt et

Etkova 30: TeAtko Armotédeoua Ektunwong [Qwtoypapia].

O npotelvousvoc aptdudc deyudtwy yia auth tn Sokiun givat révie (5) cuudwva

pe To AS ISO ASTM 52902-2021. Ot LETPOUMEVEG TLUEG €lval N aplOUNTLKA HEOH QmOKALON TOU

alohoynuévou apxelou mou eival yvwotd wg Ra kot n péon amootacn MeTald TNg
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vPNAOTEPNG KOPUDNC KaL TNS XAUNAOTEPNG KOWNASaG oe KABe pnkog SetypatoAndiog yvwoto

w¢ Rz, ol omoleg umoAoyilovtal pe TIG MopoKATW eELOWOELS :

Eéiowon 3: YroAoylouog tpaxutntag Ra

1l
A=t [0l

orou Ir gival to punkog 6mou AapBavovral ol HeTPOELS, X ivatl o afovag prikouc kat Z sivat

10 UYoC armo TI§ KONASEG £WG TIC KOPUPEG.

Ewova 31:Taylor Hobson Surtronic 3+ lpo@AoueTpo

Eéiowon 4: YmoAoyloudg tpayutntac Rz

1 3
RE P i-1 REI'
OmoU s eival 0 aplBpog Twv unkwv detypatoAniog kat Rti eivat Rt o toviootol Selypatog. H
EKTIUNON TNG TPa)UTNTAG TNG eMLdAVELOC YiveTal pe BAon TIG Léoeg TIHEC R a kal Rz ylo kaBe
vwvia, kabBwe kol Tov avtiotolyo cuvteleotr Stakvpovonc. O cuvteleotrg StokLUAvong

AapBavel umtoPn tn PEon TLUA KOL TNV TUTIKA omOKALoN, Kal uttoAoyileTal amo:

Eéiowan 5:YmoAoylouog SuvteAeath Atakuuavong

c,.=—
Yo

OOV C €lval N TUTILKN armOKALON KL L 0 LECOG OPOG ToU delyatog.
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4.2. AvaAuon ATTOTEAEOUATWY

4.2.1. ALoypAUOTO ZUOXETLONC

Ra [pum] vs Angle [In degrees]
40

35
30
25
20
13

10

0 15 30 45 60 75 90

Ra Red Back

Ra Green Back
Awaypauua: 3 Ra vs Angle yia Back mAeupd twv 500 eKTUTWTWY

ATIO TIG TTAPATIAVW HETPNOELS TIOpATNPELTAL OTL N TpaxUTNTA Ra [um] Kat yia toug Suo
EKTUTIWTECG KOABWE auAveL n ywvia ektUTIwon BEATIWVETAL ONUAVTIKA artd ywvieg 15 [°] uéxpt
kot ywvia 90 [°]. T tnv emninedn ektUMwWoN n TMOw TAEUPA TOU TPACLVOU EKTUTIWTA
napoucLalel ocadpwc moAU KAAUTEPN — XOUNAOTEPN TPAXUTNTO OE OXECN E QUTH TOU KOKKLVOU

EKTUTIWTN.

Cv Ra vs Angle

0,450
0,400
0,350
0,300
0,250
0,200
0,150
0,100
0,050

0,000
0 15 30 45 50 75 50

e Oy Red Back sy Green Back

Awaypauua: 4 Cv vs Angle yia Back mAeupad twv 500 eKTUNTWTWY

77



2to Suaypappa Cv Ra-Angle, 6cov ¢popd T0 KATW HEPOC, PAEmoupe OTL To Cv
0KOAOUBEL pLa KaBoSiKkr Topeia yLa Tov MPACLVO EKTUTIWTH, HE pia kopudr (peak) otig 60
polpeg. ZUVOALKA, oL XOUNAEG TléC Tou Cv yla Tov MPACLWVO eKTUTWTH s€aodalilouv
aflomiotia Twv PETPNOoewV. ATO TNV GAAN, OTOV KOKKWVO EKTUTIWTH TIAPATNPELTAL LA TILO
akavoviotn ropeia (moAAamAd spikes) pe Tnv avénon Twv HoLpwVv. ZeEKVWVTOG KOBoSIKA amo
0 poipeg, ol YapnAoTepeC TIUEG TOU Cv gival otig 15 kal 45 poipeg (He xaunAotepn autrn Twy
15 polpwv), evw ot uPnAotepeg onuewwvovtal otig 0,30 kat 60 poipeg (ue vPnAoTepn autn

Twv 0 polpwv). Zupnepacpatikd o RED — Low Cost Sev mapouotdlet afLomioTia LETPHOEWV.

Ra [um] vs Angle [In degrees]
40

35
30
25

20

v} 15 30 45 &0 75 20

w3 Red Back  ==Pa Red Fromt

Awaypappa: 5 Ra vs Angle yia Suo mAeupécg tou RED ektunwtr).

210 Sudypappa Ra-Angle yia tov RED- Low Cost eKTuTwTr, ylot TO EMAVW KoL KATW
MEPOG TOU SOKLULWVY TOU KOKKLVOU EKTUTIWTI TTAPATNPELTAL LOL OXETLKN Opolopopdia Katd TNV
auENon TWV HolpwV. YITAPXEL Kia Kopudr yla KABe kapumUAn yupw oTig 15 poipeg kat ota 35
[um] tpaxVTNTOC. TN CUVEXELA OL KAUTMUAEG akoAouBolv kaBodLk mopela, YE HLO JUKPN
Sladopormoinon tg tpaxlTnTag otig 45 polpeg Omou n TN €ival peyaAlTepn yla TO EMAVW
pépog (Red Front). H mopeia tng KomUANG yLa To KATW PEPOC Ttapapével KaBodLkn, evw yla
TO TAVW UEPOC Ttapatnpeital mtwon (drop) otig 75 poipeg Kal otn cuvéxela avodoc tng
TPaxVTNTAC. JUVOALKA, SEV UTTAPXOUV ONUOVTIKEG Sladopeg oTtnv TPaxUTNTA TOU EMAVW Kol

KOTW PEPOUC YLOL TOV KOKKIVO EKTUTTWTH).
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Cv Ra vs Angle

0,050

0,000
o 15 30 as &0 75 o0

Cw Red Back

Cw Red Fromt

Ataypauua: 6 Cv vs Angle yia U0 nideupécg tou RED ektunwtr).

1o Slaypappa Cv Ra-Angle, 6cov $dopd TO €MAVW KOl KATW HEPOG TOU KOKKLVOU
EKTUTIWTI), TOPATNPOUE OTL N KAUTTUAN TOU KATW HEPOUG aKOAOUBEL pLa akavoviotn mopela,
ue peaks otig 0,30 kat 60 poipeg omwce avadépOnke Kal pv. H KapmUAn Tou EMAvw HEPOUG
apoucLAlel mtwon oTic 15 polpeg Kal pia LeyaAUTEPN TTTWON OTLC 75 HOLPEG, EVW UTTAPYXEL
povadikd peak otig 30 poipeg yia Tnv TR Twv nepimou 0,330. Daivetatl OtL ot TIpES Twv Cv
Yyl TO EMAVW HEPOC TIAPOHEVOUV XOUNAOTEPEG AMO QUTEC yla TO KATW HEPOC. Emiong,

gudavitouv ENeln emavanPuotntog Kkat aglomotiog.

Ra [um] vs Angle [In degrees]
a5

40

20
15

10

0 15 30 45 60 75 90

RaGreen Back  =———=RaGreen Front

Awaypappa: 7 Ra vs Angle yia 500 niAeupéc tou GREEN ektunwty.

Y10 Siaypappa Ra-Angle yla Tov mPAcLVo EKTUTIWTH, UTtAPXEL Eva EekdBapo peak oTLg

15 poipeg yla TNV KAumuAn tou emdvw pépouc (Green Front) Kol 0T GUVEXELX OL TLEG
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TMEDTOUV, UE PLa TTOAU LILKPH AVOS0 HETA TIG 75 HoipeG. Mo To KATW UEPOC N TTopEia TWV TLUWV
elval mapopola, pe tn Stadopd otL untdpyouv Suo, xapnAdtepa and nply, peaks otig 15 kat
30 poipec. ITo onueio Twv 75 HOLpWV OL TIHEC TNC TPOXUTNTOC YLO TO EMAVW KoL KATW UEPOG

dalvovtal va gival mapa moAU Kovtd.

Cwv Ra vs Angle
0,300

0,250

0,200

o 15 30 45 &0 75 S0

Cv Green Back

Cv Green Front

Awaypapua: 8 Cv vs Angle yia 500 nAeupéc tou GREEN ektunwty).

210 Staypappa Cv Ra-Angle yla Tov MTPAGLVO EKTUTIWTH, OL KOUTTUAEG Twv Green Front
kot Green Back onuetwvouv kaBodikn opeia péxpt T 30 poipeg, 6mou n T tou Cv yla To
EMAVW HEPOG AUEAVEL ONUAVIIKA O OXEON HME TO KATW. H KOUMUAN TOU €MAVW HEPOUG
napouctalel Suo peaks otig 45 kal 60 polpeg kAl otn ouvéxela médTtel otig 75 poipeg. H
KOUTTUAN TOU KATW HEPOUC £XEL Eva epdavee peak otic 60 polpeg Kal MOPOUOLWE Ol TUUEG
TEDTOUV UEXPL TIG 75 polpeg. MeTd TG 75 poipeg oL Tipég twv Cv aveBaivouv Eavd Kal yLa TLg
600 KapmUAeg. Ot SU0 KOUMUAEC pailveTal vo £X0UV OUOLOTNTEG, XWPIC ONUAVTIKEG SLtadopEg

OTLG TIHEG TwV Cv.
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Ra [um] vs Angle [In degrees]
45

40

v} 15 30 45 &0 75 =10]

— F.a Red Front

Ra Green Front

Ataypauua: 9 Ra vs Angle yia FRONT nmAgupa Twv SU0 EKTUNWTWVY

Y10 Slaypappa Ra-Angle yla to emGvw HEPOC 0TOUC SUO EKTUTIWTEC UTIAPXEL LEYAAN
opolopopodia. Yrapyouv SVo peaks otig 15 poipeg yia Toug SUO EKTUTIWTEC, LE TOV TPACLVO
va €XeL auEnuévn TpaxuTnTa oe ekeivn T ywvio. XTn cuVvEXEL N Topeia eival kaBodLknA Kal
yla TG 800 KOUMUAEG, Pe pa pikpr Stakvpaven otig 45 polpeg omou n tpaxltnta sival
uPNAOTEPN YLa TOV KOKKLVO EKTUTIWTH. TN yWVio Twv 75 HOlpWV oL TIHEG TNG TPaxUTNTAS
apxilouv va au€davovtal Kal yLa Toug SU0 EKTUTIWTEC. 2 KABE MepimTwon o€ PLKPEG LOLPEG Kall

oL 8U0 Tapouctdlouv AlyOTEPO LKAVOTIOLNTIKEG LLETPIOELG O€ ULKPEG LOIPEG EKTUTIWONG.
Cv Ra vs Angle
0,350
0,300

0,250

0 15 30 45 60 75 S0

Cw Red Front

Cv Green Front

Ataypapua: 10 Cvvs Angle yia FRONT rmiAgupd twv SU0 EKTUNMTWTWV
210 Slaypappa Cv Ra-Angle yla 1o emdvw HEPOG OTOUC SUO EKTUTWTECG UTIAPXEL
onpavtikn Sltadopd. Nepvwvtag To onpelo Twv 15 popwv PAENouue éva EekdBapo peak otnv

KOUTTUAN TOU KOKKLVOU €KTUTIWTA OTLG 30 Hoipeg Tou GTAVEL LEXPLTNV TLUN TwV Iepimou 0,330.
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ATo TNV GAAn, n Tun tou Cv nédtel kovra oto 0,025 otn ywvia twv 30 potpwv. Ot duo
KOUTTUAEG TEUVOVTAL KOVIA OTL 55 HOIPEC KOL Ol TLUEG HELWVOVTAL TOUTOXPOVA £WG TIG 75
poipeg, omou apyilouv kat aveBaivouv Eava. EmifePfatlwvetol OTL OL LETPICELG TOU KOKKLVOU

EKTUTIWTN OE ULKPEC Holpeg Sokipiwv Sev mapouaotdlouy emavalnyuotnra.

Rz [um] vs Angle [In degrees]
120

100 .

BO

40

20

o 15 30 45 60 75 90

— Rz Red Back Rz Green Back

Awaypapua: 11 Rz vs Angle yia Back mAeupd twv U0 EKTUNWTWV

210 Sldypappa Rz-Angle yla to KAtw PEPOC 0TOUC SU0 EKTUTTWTEC OL KAUTTUAEG £XOUV
KATOLEC HLKPEC Sladopec. H mopeia Twv Tiuwv Rz eivatl avodikn €éwg Tig 15 polipeg, omou ot
TILEG TOU TIPACLVOU EKTUTIWTH MELWVOVTOL OUVEXWCG €WC Kal TIG 75 poipeg, amd omou
napatnpeltal pa apeAnTéa avénon. OL TLUEG TOU KOKKLVOU EKTUTIWTI LELWVOVTOL LEXPLTIC 45
poipeg, amo omou auvfdvovtal shdylota UEXPL Tic 60 poipeg kat n dla Stadopomoinon
napatnpeital Eavd oto evpog 60 £wg 90 polpw. TUVOALKA, ival epdaveg OTL oL TIUEG Tou Rz
TIAPAPEVOUV XAUNAOTEPEC E TOV TIPACLVO EKTUTIWTH, UE e€ailpeon TIG TIHEC KovTd oto peak

Twv 15 potpwv.
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Cv Rz vs Angle
0.5

0,4
0,3

0.2

o 15 30 45 &0 75 20

Cw Red Back Cv Green Back

Ataypauua: 12 Cv Rz vs Angle yia Back mAeupd twv U0 eKTUNWTWY

1o Siaypappa Cv Rz-Angle yla 10 KATw HEPOC OTOUG SUO EKTUTIWTEG UMAPYXOUV
StadopEc. H KapmuAn Tou mpAcLvoU eKTUNTWTA apouadtalet péyloto peak otig 30 poipeg, evw
OTN CUVEXELQ OL TUEC TRAQVTEVUOVTOL KATW amo 0,2. H KapmUAn TOU KOKKLVOU EKTUTIWTH €lvail
TILO AKOVOVLOTH, HE MEYLOTEG TLUEC oTL¢ 30 Kat 60 poipeg kat eAaylotn otic 15 poipec. OL TIHEG

tou Cv dpalvetal va TTApOUEVOUV XOUNAOTEPEG UE TOV KOKKLVO EKTUTIWTH).

Rz [um] vs Angle [In degrees]

120
100

B0

40

20

] 15 30 45 60 75 50

— 7 Red Front =Rz Green Front

Awaypoappa: 13 Rz vs Angle yia FRONT mAgupd twv 600 EKTUNTWTWV

Y10 Staypappo Rz-Angle yia to emdvw HEPOC, oL KAUTMUAEG TwV SU0 EKTUNWTWV gival
TmapopoLeg. Metd amd ta peaks otig 15 poipeg ot Tipég Twv Rz apxilouv Kol HELWVOVTOL £WG
TIG 75 polipeg, omou Eekivael av€non Twv Tpwy. Eival epdavég otL ot Tipég Rz yia tov mpdaoivo
EKTUTIWTN TIOPOUEVOUV XOUNAOTEPEC (YivovTtal To TOAD (0EG LE QUTEG TOU KOKKLVOU O€ YWVIEG

0, 30 kat 60 polpwv).
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Cv Rz vs Angle
0,4

0,35
0,3

0,25

0,05

4] 15 30 45 60 75 a0

"y Red Front Cv Green Front

Awaypapua: 14 Cv Rz vs Angle yta FRONT mAgupd twv SU0 EKTUNMTWTWY

210 Staypappa Cv Rz-Angle yla To eMavw HEPOC, OL KOUTTUAEG L0 TOUC SUO EKTUTIWTEG
£xouv epdaveic Sladpopeg. TNV KOUMUAN TOU KOKKLVOU EKTUTIWTH Ttapatnpeital EAAXLOTO OTLG
15 poipeg pe Tun kovtd oto 0,05 Kat péyloto otig 30 poipeg pe T Kovtd oto 0,3. Metd to
HEYLOTO OL TIUEG £XouVv KaBoSLIKA Mopeia. ITNV KAUmUAN TOU TPACLVOU EKTUTTWTI UTIAPXOUV
moAAamAd péyiota otig 0, 30, 60 kal 90 poipeg kat eAdylota otig 15, 45 kal 75 poipeg, pe to
televtaio va malpvel tnv xapnAdtepn T, kovtd oto 0,03. Ot SU0 EKTUTIWTEC aipvouv TtV

16La T otn ywvia twv 90 potpwv.

Rz [um] vs Angle [In degrees]

120
100

B0

40

20

] 15 30 45 60 75 50

e Pz Red Back =Rz Red Front

Awaypoappa: 15 Rz vs Angle yia RED ektunwtn

210 Slaypappa Rz-Angle yla Tov KOKKLVO €KTUTIWTH, Ol KAUTTUAEG yla TO €MAVW Kol

KATW pépoc mopouctdlouv peak otig 15 poipec. ITic 60 HOipEC UTIAPXEL LEYLOTO YLOL TO KOATW
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MEPOG KOLL LETA TIC 75 HOLPEC OL TWEG LELWVOVTAL, EVW YLa TO EMAVW UEPOC UTTAPXEL EAAXLOTO

KOLL LETA TLG 75 poipeg oL TIHEC auEavovTal.

Rz [um] vs Angle [In degrees]
120

100

B0

40

20

] 15 30 45 60 75 50

Rz Green Back =Rz Green Front

Awaypauua: 16 Rz vs Angle yia GREEN ektunwti)

210 Siaypappa Rz-Angle ylo Tov MPAGCLVO EKTUTIWTK OL KAUTTUAEC eival Opoleg. Meta
ta peaks otig 15 poipeg akolouBeil kaBodog Twv TIHwVY. ITo eVpog and 30 €wg nepinou 75
HUOIPEC, Ol TIMEG TOU KATW UEPOUG TTOPALEVOUV OXETIKA XOUNAOTEPEG QMO QUTEC TOU TTAVW

uEpouc. Anto 75 €wg 90 poipeg ol TIHEG TauTi{ovTal O KATIoLa onEla.

Cv Rz vs Angle

0,4
0,35
0,3

0,25

0,05

a 15 30 45 60 75 S0

Ty Red Back s Cy Red Front

Awaypappa: 17 Cv Rz vs Angle yta RED ektunwth

Y10 Staypappa Cv Rz-Angle yLa Tov KOKKLVO EKTUTTWTH UTIAPXEL LEYAAN OUOLOTNTA OTLG
KOUITUAEG £WG TN Ywvia Twv 45 polpwv, pe EAAXLOTEG TIUEG OTIG 15 poipeg Kal péyloteg otig 30

poipeg. Meta Tig 45 poipeg, N KomUAn Tou KATW HEPOUG TOPOUGCLATEL KL GAAO pHEYLOTO oTLC 60
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poipeg kal otn ouvéxela katePfaivel. Ao Tnv GAAN, N KAUMUAN TOU EMAVW UEPOUC apxilel va

TMEDTEL OPOAA KATW ard to 0,1 Kal ONUELWVEL JLa apleAnTéa Avodo HETA TIG 75 Hoipsed.

Cv Rz vs Angle
0,6

0,4
0,3

0,2

o 15 30 45 60 75 S0

Cv Green Back — sCy Green Front

Ataypouua: 18 Rz vs Angle yia GREEN ektunwth

Y10 Staypappa Cv Rz-Angle yla tov mpAoLvo EKTUTWTH Ttapatnpeitat peyain dtadopd
OTLG TIMEC TOU EMAVW KOl KATW HEPOUC, UE TIC TIUEC TOU EMAVW HEPOUG VO TIOPAUEVOUV
XOUNAOTEPEC. H KAUTTUAN TOU KATW PEPOUC Ttapouatalel éva epdavig peak otig 30 poipeg, pe
T Alyo mavw amoé 0,5. Kovtd otn ywvia twv 45 polpwv médtel katw amod 0,1 kot otn
ouveéxela avePaivel péxpl tig 60 poipeg, omou Eekvael kal katefaivel Eava. AvtiBeta, n
KOUTTUAN TOU eMavw pépouc Sev Ttalpvel TIUEC TTavw amod 0,2 kot £xeL pkpd peaks otig 30 kot

60 poipeg. H pkpdtepn Tun napatnpeital otig 75 poipeg (katw amnd 0,05).

4.2.2. 2TOTLOTIKA onpovTka dedopéva

4.2.2.1. Tukey Method

H pébodoc Tukey, yvwotn emiong wg dokwrn evpouc Tukey i wg Tukey's honest
significant difference (HSD), eivat pla ototiotiki péBodog mou XxpnoLUomoLEiTaL cuxva atnv
ovaAuon dedopévwy Kat otov £deyxo umoBéoswv. Elval Wblaitepa xprioLln o MEPUTTWOELS
omou Xpelaletal va yivouv moAmA£EG cuykpioelg {euywv HECWV Twv opddwy. H pébodog
Tukey BonBa va eviomiotolV ONUAVTIKEG SLapopeC HETAED TWV UECWV TWV OUASWY EVW
eAéyxetal 0 puBUOG OPAAUATOC TN OLKOYEVELAC TWV UTIoBEoewy. H Stadikaoia mepthappavel
TOV UTIOAOYLOMO TOU OTATLOTIKOU EUPOUG, TToU elvat n amoAutn Stadopd HETAEY TWV PHECWV
TwV KABe lelyoug OMAdWY. ZUYKPIVOVIAC QUTEG TIG TLMEG €UPOUC HME MO KPLOLN TLUA

(Baolopévn oto €MIMESO ONUAVIIKOTNTAG KAl OTov oplOpd twv opddwv), umopel va
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KoBoplotel mola péca Twv opadwy SladEpouv onUavTKA HeTafl toug. H péBodog Tukey
TapEXEL Evav amAd TPOMo epunVelag Kal mopousiaong TwWY oMOTEAECUATWY, CUXVA HE TN
popdn SLAoTNUATWY EUMLOTOOUVNG | OpAdwV ypappdtwy. Kabe opudda avtiotolxel og éva
VPOUUO, KOL OL OMASEC UE ETMLKOAUTITOMEVA YPAUUATO UTOSNAWVOUV OTL 6ev UTAPXEL
onuavtiky Sladopd, evw OL YN EMKAAUTITOUEVEG OMASEG UTOSNAWVOUV CNUAVILKES
Sladopec. Me tn xprion tng pebodou Tukey, mapouotdlovtal MOPAKATW TO AMOTEAECLATA

OXETLKA UE TO TMELPAUATIKA SeSopéva pag.

Grouping Information Using the Tukey Method and 95% Confidence

Ci N Mean Grouping
GREEN_Front_15 5 40,31 A

RED_Front_15 536092 AB

RED_Back_15 5 3544ABC

GREEMN_Back_15 5 3393 ABCD
GREEM_Back_30 532564 ABCDE

RED_Back_30 5 2780 BCDEF
RED_Front_30 5 2717 BCDEF
GREEM_Front 30 526887 BCDEF
RED_Front_90 5 2597 CDEFG
RED_Front_45 5 2443 DEFGH
RED_Back_0 5 23,18 EFGH"
RED_Back_45 3 21,7 EFGHIJ
RED_Back_60 5 21,07 FGH"J
GREEM_Front_45 5 20,51 FGH!]J
RED_Front_60 5 1857 FGH"'J
RED_Back_75 5 1846 FGHJ
GREEM_Back_45 5 18,342 FGH'J
GREEM_Front_60 5 16,88 GH'JK
GREEM_Back 60 5 15,50 H!JK
RED_Back_90 5 15,12 HiJKL
RED_Front_75 5 14,544 IJKL
GREEN_Front_90 5 13,851 KL
GREEMN_Back_90 513,324 TJKL
GREEM_Back_75 5 12,957 JKL
GREEM_Front_75 5 12,572 JKL
GREEM_Front.0 5 8,346 KL
RED_Front_0 5 7,902 KL
GREEM_Back_ 0 5 5487 L

Means that do not share a letter are significantly different.

Awaypappa: 19 Statiotika onpavtika pe Tukey Method.

4.2.2.2. Fisher Method
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H nébodog Fisher (ANOVA) eival pLa oTOTLOTLKE TEXVLKH TIOU XPNOLUOTIOLELTAL Yo TNV
afLOAOYNON TWV OTATIOTIKWY Sladopwy HETALY TWV HECWVY TUIWV TPLWV I TIEPLOCOTEPWV
opadwv. Baoiletat otnv avaAuon tng Stakupavonc, dnAadr tng petoPAnTOTNTAG, LETAEL TWV
opadwy Kol TNG HETOPANTOTNTAG EVIOG TWV opdadwv. Me tnv Xprion tng pebodou Fisher,
UTTOPOUUE VA 0ELOAOYNCOULE aV Ol LECEC TIUEG TWV OUASWV ElVOL OTATLOTIKA SLOPOPETIKEG
oxL. Amo tnv @AAn mAeupa, n uEBodog Tukey (Tukey's range test) eival pia ototioTikr pEBodog
TIOU XPNOLUOTIOLE(TAL YLl TNV TPAYUATONOLNGN TIOAAXTMAWY GUYKPIoEWV PETAED TWV HECWV
TIHWV SLapopwv opadwv. H péBodog Tukey Baaoiletal otov umtoAoylopd twv Stadopwyv Twv
MECWV TIHWV OAwV Twv Suvatwv {euywv OUAdwWY KalL otov €Aeyxo Tng amdppudng i un
anoppng Twv undevikwv umobéoswv. H péBodocg Tukey emutpénmel tnv aviyveuon Twv

OUASWVY IOV £XOUV OTATLOTIKA CNUAVTIKEG SLadopEg HeTOEL TOUG.

Kat ot 800 péBodol ival GNUAVTIKEC OTATIOTLKEG TEXVIKEG TTOU XPNOLLOTIOLOUVTAL YL
Vv avixveuon Stadopwv PeTAED opddwy, aAAA pe SLadOpPETIKEC Tpooeyyioels. H néBodog
Fisher gotialel otn ouvolikn afloAoynon twv dlodopwv PETAEU OAWV TWV OUAdWY, EVW N
uéBodog Tukey eotidlel otnV AViXVEUCH TWV CUYKEKPLUEVWVY (EUYWV OUASWY TIOU €XOUV
OTATLOTIKA ONUAVTIKEG SladopEg. Avaloya LE TO €PEUVNTIKO EPWTINUA KAl TOV OTOXO TNG
UeAETNG, umopel va emileyel n kataAnAn péBodog yla tnv avaluaon Kot Thv gpunveia Twy

OMOTEAECUATWV.
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Grouping Information Using the Fisher LSD Method and 95% Confidence

C1 N Mean Grouping
GREEN_Front_15 5 40,31 A

RED_Front_15 536,092 AB

RED_Back_15 5 3544 AB

GREEN_Back_15 5 3393 B

GREEN_Back_30 532,564 BC

RED_Back_30 5 27,80 cD

RED_Front_30 5 2717 DE

GREEN_Front_30 5 26,887 DE

RED_Front_80 5 2597 DEF

RED_Front_45 5 2449 DEFG

RED_Back_0 5 23,18 DEFGH

RED_Back_45 3 21,71 EFGHI

RED_Back_&0 5 21,07 FGHI
GREEMN_Front_45 5 20,51 GHIJ
RED_Front_60 5 1857 HIJK
RED_Back_75 5 1846 HIJKL
GREEN_Back_45 5 18,342 HIJKL
GREEN_Front 60 5 16,88 [ JKLM
GREEN_Back_60 5 15,50 JKLM
RED_Back_90 5 1512 KLM
RED_Front_75 514,544 KLM
GREEN_Front_20 5 13,851 KLM
GREEN_Back 90 5 13,324 LMMN
GREEN_Back_75 5 12,957 MNO
GREEN_Front_75 5 12,572 MMNO
GREEN_Front. 0 5 8,346 NOP
RED_Front_0 5 7,902 oPp
GREEN_Back 0 5 5487 p

Means that do not share a letter are significantly different.

Awaypoppo: 20 SNUQVTIKA OTATIOTIKA UE Fisher Method.
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Individual Value Plot of Rz vs C1
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5. Zuumnepaopata

O KOKKIVOG €EKTUTIWTAC TApouolalel OSLOKUUAVOELG OTnV  amodocon Tou o€
SLadOpETIKEC YWVIEG, VW oL amtodooelg ato front kat back elvat mapopoleg, pe Aiyo kaAUTepn
auty tou front (Adyw xapnAdtepng tpaxvtntacg). Ot tpég tou Cv Ra mapoucialouv
aUEOUELWOELC 0 SLOPOPETIKEC ywvieg kal ev poodépouv otabepd CUUMEPATUA VLA TLG

UETPNOELC. AUTO onpaivel OTL Sev UTIAPXEL LeYAAN EMOVAANPLLOTNTO TWV LETPNOEWV.

21OV MPAcLVo ekTUTIWTH oL Stadopeg petalL front kat back eival Aydtepo EekaBapeg,
pe eAdyxlota KoAuTtepn amodoon va €xeL to front (xapnAo Cv Rz). O mpAoLvog EKTUTIWTIG EXEL
pLa o otaBepr) oupTieplPopa o€ SLAPOPETIKEC YWVIESG, KABWE uTtapXouV epudavr HEyLloTa

KOlL EAAXLOTO XWPLG CUVEXOUEVEG TAAQVTEUOCELG TWV TLHWV.

O KOKKLVOG €KTUTIWTAG dalveTal va €XEL HEYOAUTEPN TPOXUTNTA OO TOV TPAGCLVO,
KaOwg oL TIHEG ota Slaypdppata mapapévouv uPnAotepeg kabwg auédvetal n ywvia.

Emopévwe n emidavela Tou mpacivou ival o Asia.

OpolotnTeg yla toug SUo ektunwteg dpaivovtal ota Staypappoto Ra-Angle front kat
back, Rz-Angle front kat back. Qotoco ota Cv Staypappota gpoivovral EVTovo oL SLOKUUAVOELS
TWV TIHWYV KoBwg aAlkalel n ywvia. Ol HETPACELS YLl TOV MIPACLVO EKTUNTWTA ¢oaivovral
OUVOALKA TTLo a€LOTILOTES, KABWCE OL TIUEG TwV Cv TTOPAUEVOUV APKETA XAUNAOTEPEG OE OXEDN

LE TOV KOKKLVO EKTUTIWTH.

ot TOV KOKKLVO EKTUTIWTI GOLVETOL TWE OE YEVLKEG YPAUUEG OL TLLEC TNG TPAXUTNTAG
OTO KATW HEPOC HELWVOVTOL 600 auEavetal n ywvia oe polpeg. ZUvenwC, 600 Peyalutepn n
ywvia, t6o0 kaAutepn anddoon o6oov adopd TNV emipavela. H péylotn TR TpoxUTNTOC
napatnpeital yta to Rz otig 15 poipeg, evw n eAdxlotn yla to Ra otig 75 poipec. EmutAéov, ot
TIHEG paiveTal va ival xapnAotepeg 6cov adopd TO EMAVW PEPOG KAL APA TO ANOTEAECHATA
elval kalUtepa. OL péoeg TwéEG tpaxutntag dev eudavilouv onUovtikég Sladopég, Ue
vPnAotepn auth tou Rz otig 15 poipeg (dmwce Kal 0To KATW UEPOG) Kal XOUNAOTEPN AUTH TOU

Ra yia tic O poipec.

‘Opola He TpLy, yLa ToV MPACLVO EKTUTIWTH OL HUEYLOTEG TIUEG TPAXUTNTAG OTO EMAVW
KoL KATW péEPOG mapatnpouvtal yia to Rz otig 15 poipeg. Ou eAdyLoteg TIHEG eivat Tou Ra kot

Rp otig 0 poipeg avtiotolya.

‘Eva unxavnuo xopnAol npolmoAoylopoU Umopel va mapdyel aflomiota efaptnuota

ME XapnAég TUUEG Ra kol Rz aAAQ OLLWG OXL TOGO OELOTILOTEG.
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Oa npénel va Sle€dyetal cUPBLROOUOC PeTatl €apTNUATWY OELOTILOTNG TIOPOYWYNC
UE UeYAAEC TIUEG Ra Kol Rz 1 avalomIoTwy Kol (N EMOVOAQUPAVOUEVWY EEQPTNUATWY E

ULKPEC TIHEG Ra kal Rz.

O KOKKLVOG EKTUTIWTNG lowg Aoyw EMewpng BeAtiotomolnpuévou AoylopikoU Kal
UALKOAOYLOMLIKOU, 8ev pmopel va mapdyel aflomiota s€apTipaTa HPe KaAn TpoxuTnta

gmudavelag kot otic SUo mAeupec, SnAadry FRONT kat BACK.
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