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[Ip6Aoyog

H mapovoa epyacia mpaypatomonbnke otnv Epeuvntiki) Movada [ponyuevwy,
TuvOetwv, Navo YAkwv kat NavoteyvoAoyiag, R-NanoLab, tng oxoAng Xnuikwyv
Mnyxavikwv touv EBvikov Metoofiov IloAutexveiov, Topéag Emiotnung kat
Texvikng Twv YAkwV, To akadnpuaiko €tog 2022-2023. Oa 10eda va euxaplotnow
T TPOowTa Tou pe Bonbnoav ywx Tnv vAomoinon ™G gpyaciag Hov,
OUYKEKPLUEVQL:

- tov kabnynm k. Kovotavtivo Xapttidn ywa v sukalpia mov pov €dwoe va
aoxoAnBw pe éva t0oo evdla@épov Bpa, dAAd KL yla TNV EUTILOTOOUV Kol
oTtNpLEN oL pov £dwae kab’ OAN TN SlApKELA EKTIOVNONG NG SITAWUATIKNAG OV
epyaociag,

- v voymeia Sidaktopa EAévn I'kaptlov, yla Tnv afpoyn cuvepyacia pag Kot
™V ToAVTIUN KaBodnNynon, YVwoeLS kat BonBeLa IOV OV TIPOCGEPEPE KATA TNV
EKTIOVT|OT) TNG EPYATiaG pov,

- Toug vTtoYm@Lovg Sidaktopes K. Zageipn kat A. Kovtild yia ) Bonbeia Toug pe
™ XpP1 o1 Tov EOMALOHOV KAl TN OTATIOTIKN avdAvon ¢ epyacioag,

- Vv opdda touv R-Nano Lab, yia ™ Snulovpyla evog euxdplotov Kat @AKoy
KAlLATOG oLVvEPYATLaG, 0AAX KoL Yl TO EVELA@EPOV Kal TNV evOGppuUVoT) TOUG,

- TOUG PIAOUG KL TNV OLKOYEVELX LOV YL TNV O TNPLEN TOUG 0€ OAN TN SLAPKELX TWV
OTIOVS WV HOV.



IepiAnym

To avtikeipevo ™G Tapovoas SIMAWUATIKNG epyaciag eival 1 HEAETN TG
EMISPAONG EMAEYUEVWV TIAPAUETPWY O SOKIULX EKTUTIWUEVA HECW TEXVOAOYILNG
TPLOSLAOTATNG EKTUTIWONG. XUYKEKPLUEVN, HeAeTONKE T TeYvoroyla 3D
eEKTUTIWONG peow Zuvtnypévou Nnjpatog (Fused Filament Fabrication, FFF), otnv
oTola TO QVTIKEIUEVO UTIO KATAOKELT Onulovpyeltat amd TOAAATAEG (Veg
BeppomAaotikoy, Tov efwBolvtal, OUYKOAAOUVTAL KOl OTEPEOTIOLOVVTAL
akaplaia. T v teyvoroyia FFF, SiepsuvnOnke n emipaon Twv YEWUETPIKWV
XAPAKTNPLOTIKOV TwV Wwv (0Pog kal MAGTOG (VAG) Kal TNG OYKOUETPLKNG
TAPOYNG WG TPOG CUYKEKPLUEVA TIOLOTIKA XOPAKTNPLOTIKA, OTIWS 1 SLLOTATIKNY
akpifela (amOKALOT TPAYUATIKNG/OVOUAOTIKNG YEWUETPLAG) KAl 1) Stakvpavon
QUTNG, YL EUTIOPLKO BEPUOTIAAOTIKO LVAKO pe Bdomn to ToAV(YaAakTikO 0&0)
(PLA). H avdAuvom €ywve TOLOTIKA GAAG KOl TIOGOTIKA, XPTOLLOTIOLWVTAG TNV
1eBodo HIKpOUTIOAOYLOTIKNG Topoypa@iag aktvwv X (X-ray Micro-computed
Tomography, mCT). Apywa& €ywe pa BALOYpa@IK) QVAOKOTNGOT YLt TIG
TAPAUETPOVS KAl AKOAOVONoAV TEPAUATA YL TOV TIPOCSLOPLIOUO NG HEYLOTNG
OYKOMETPIKNG TTAPOXNG TOL ocvoTuatog§ 3D ektumwong. To melpapatikd TAGvo
oplOTNKE YL TN HEAETN TWV TPLOV TIAPAUETPWV O€ Tpla emimeda (27 ocuvdvaopol
Tapapétpwyv). I'a tov oxedlaopd Sokipiwv xpnowwomombnke to FullControl
GCode Designer, ouv amoteAel €va AOYIOUIKO OVOIKTOU KWSIKA Yl TOV GUECO
oXeSlaooU NG TPOXLAG TNG KEPOUANG TOU EKTUTIWTI] KOl TWV TAPAUETPWV
EKTUTIWON G 0€ KADE PrIa TNG KATAOKELNG. ZXESLAGTNKE 1) SOUT) TWV EKTUTIWUEVWV
Sokiuiwv, Baociopévn oe mponyovpeves BIBALOYPAPIKES HEAETEG, TA OTIOlX VX
KaAUTITOLY Tpla emimeda Sopwv (1D - pepovwpéveg (veg, 2D — AeTTEG OTPWOELS,
3D - teAkd avtikeipevo). EmETa amd OTATIOTIK ovAALOT] KOl TIOLOTLKN
afloAdynon twv eminedwv 1D-2D Sokipiowv yia touvg 33 cuvdvacuolg
TAPAUETPWV, TIPOEKVPE 0 CUVSVACUOG TIAPAUETPWY HE TNV KAAVTEPT) GUVOALKY
amddoon, 0 omolog HEAETIONKE OCLUVSLACTIKA WPE TN CUUPBATIKI] POT) EPYACLWOV
CAD/CAM yia v kataockeut kat amotipnon 3D Sokipiwv. AeSopévou Tov odoéva
av&avopevou aplBpol véwv BEPUOTAACTIKWV VAIK®WV Yyl TN texvoloyia FFF, o
oLVSLAGHO PE TNV WLXITEPU ATIALTNTIKI] TTOAPAUETPOTIONOT] TOU CUCTILATOS TIOV
amouteltal yio kKabe LAKO, 1 ouykeKpluévn peBodoAoyia oL avamTuxOnke
ATOTEAEL OAOKAN pWHEVO TIAAIOLO HEAETNG TNG ATIOKPLON G EVOG VALKOU WG TIPOG TN
petafoAn twv mapapetpwv FFF, emtpémovtag mapdAAnAa 1o TpooSloplopo
KATAAANAWY GUVEUVACU®WY TAPAUETPWY AVAAOYX LE TOUG GTOXOUG TNG TEALKNG
KATAOKELNG (TL.X. TPOPIA TTAPAUETPWYV TIOV EAAYLGTOTIOLOVV TOV XPOVO EKTUTIWOTG
N ueylwotomolovv Tn Swaotatikn akpifewa). Ta Sokipa mov oxediaocTnKoy
EMTPETOVV TNV OHASOTIOMOT TOAAATIAWY CGET TUPAUETPWY OE WKPO oplOpd
Sokliwy, TOU aTALTOUV HIKPY] TOCOTNTA VAKOU KOl KOTAOKELA(OVTAlL OF
OUVTOUO XPOVIKO SLACTNUR, TAPEXOVTAS €V YPNYOPO KOl EVEAIKTO OXNHX
a&loAdynong. MeAdovtika, 1 peBodoroyla autr pmopel va emektabel og peydio
€UPOG VAIKWV KOl VX EUTTAOUTIOTEL TEPALTEPW WHE EPYOAElA TELPAUATIKOV
oxedlaopov Kat eAtioTomoinong.



Abstract

This thesis studies the effect of selected parameters on specimens produced by 3D
printing. Specifically, Fused Filament Fabrication (FFF) 3D printing technology
was studied, in which the object is created from multiple thermoplastic fibers,
which are extruded, welded and solidified instantly. The effect of geometrical
characteristics of fibers (fiber height and width), along with material volumetric
flow rate, was studied using specific quality characteristics, such as fiber
dimensional accuracy (actual/nominal geometry deviation) and its variation. A
commercial thermoplastic material with poly(lactic acid) (PLA) was used for this
purpose. The analysis was done qualitatively as well as quantitatively, using X-ray
Micro-computed Tomography (mCT) and optical inspection. Initially, a literature
review on the selected printing parameters was conducted, followed by
experiments to determine the maximum volumetric flow rate of the 3D printing
system used. The experimental design was set to study the three parameters at
three levels (27 parameter combinations). FullControl GCode Designer was used
to design the samples, which is an open-source software that allows the direct
design of both the trajectory of the printer nozzle and printing parameters at each
step of manufacturing. The structure of the printed samples was designed based
on previous literature studies, covering three structural levels (1D - individual
fibers, 2D - thin layers, 3D - final object). After statistical analysis and qualitative
evaluation of the 1D-2D levels of the 33 parameter combinations, the parameter
combination with the best overall performance was concluded. This combination
was studied with the conventional CAD/CAM workflow for 3D specimen
fabrication and evaluation. Given the ever-increasing number of new
thermoplastic materials for FFF technology combined with the particularly
demanding parameterization of the system required for each material, the specific
methodology developed in this study constitutes an integrated framework for
studying the effect of FFF parameters on a printed material, while allowing the
selection of appropriate combinations of parameters depending on the goals of
the project (e.g. parameter profiles that minimize print time or maximize
dimensional accuracy). The design of the printed parts in this study allows
grouping of several parameter combinations in a small number of tests, which
require a small amount of material and are quickly fabricated, providing a fast and
flexible evaluation system. In the future, this methodology can be extended to a
wide range of materials and further enriched with further experimental design
and optimization tools.
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1. Eloaywyn

Y o@aipa TG oUYXpovng KATOOKELNG Kol TngG taxelag JSmuovpylag
TPWTOTUTIWY, 1] TPLOSLACTATT EKTUTIWON EXEL AVASELXOEL WG PIX TEXVOAOYIA [LE TN
SuVATOTNTA VX AVASIAUOPPWOEL TIS BLOUNXAVIES, ATTO TNV AEPOSIATTNUIKT EWG
TNV UYELOVOLKN TLEPIOaAYT Kol aTtd TA KATAVAAWTIKA ayaBd £wg TV TEXVN. AuTn
N Swdkacia, yvwoT Kal w¢G TTPOoOETIKY] KATAOKEUN EMITPETEL TN Snpovpyla
TPLOSLACTATWY QVTIKEHEVWY HECW TNG EVATOOEONG VAIKOU OTPWUA TIPOG
OTPOUA, {WVTAVEVOVTAG TA YNEAKA OYESIH pHE AmMAPAUAAT akpifela kot
ATMOTEAEOUATIKOTNTA. T VAIK& TOUL pmopovv va xpnoipormowmBouv yiwr 3D
EKTUTIWOTN Elval BEPUOTIAACTIKA TTOAVUEPT], KEPAULKA, LETAAALKGE 1) CUVOETA Ko,
AVAAOYQ LLE TN TEXVOAOYIA IOV XPTCLUOTIOLEITAL, AVTA UTOPEL va eival o€ pop@n
VIILATOG, OKOVTG KL TIOKIAWV GAAwV [1].

H 3D ektOTwo™ QvTIMpoowTeVEL Eva 0pOCTL0 OTNV €EEALEN TNG TEXVOAOYiaG
Kabwg, og avtiBeon e TIC TApadoolakés peBOS0VG APALPETIKNG KATAOTKEVNG, Ol
omoieg epAapfBdvouv TV Kot Kat TN SLapop@ o VAIKWY yla T dnpovpyla
QVTIKELEVWY, 1] TIPOCOETIKI) KATAOKEUN ONULOVPYEL AVTIKEIPUEVA OTPWUA TIPOG
OTPWUA, TIPOGPEPOVTAS TIPWTOPAVY] eAevBepia oxediaong Kol amodoTikOTNTA
VALKOV. AuTn 1) Bepedlrdng aAdayn ot pebodoroyia Tapaywyng ExeL wONoeL v
Kawotopla oe TOAAOUG kKAASOLG, emiTpémovtag Tnv Taxela Snuovpyla
TPWTOTUTIWY, EEATOUKEVUEVWV KATAVOAWTIK®OV TIPOTOVTWY KL TTOAUTIAOKWYV
YEWUETPLWV Y1 SLAPOPES EQAPUOYES.

H épevva ywa TG TploSldotates TexvoAoyieg elval oLVEXWSG QUEAVOUEVT,
SLlevpLVOVTAG aKOUX TAPATAVW TIS SuvatotnTeéG TG Elval onuavtiké va
onUELWOEL 6TL 0 Topéag TG 3D ekTUMWONG eival EEAPETIKA SIETIOTNUOVIKOG, LLE
OUVELOPOPEG ATIO TNV ETLOTIUN TWV VAK®YV, T1 UNXAVIKY KOL TNV EMCTHUN TWV
uToAoyloTwy, UETAED aAAwv. H é€pevva, emiong kabodnyeltar amd TIg
TEXVOAOYIKEG EEEAEELG AAAA KOL ATIO TIG ATIALTIOELS TG XYOPAS.

H mapovoa epyacia oToxeVEL 0T LEAETN TNG EMISPAONG OPLOUEVWV TIAPAUETPWV
EKTUTIWOMNG, @OV Ol TIAPAPETPOL EKTUTIWONG EXOUV OTNUAVTIKY €MISpacn oTnv
TOLOTNTA TOU TEALKOU ATOTEAECUATOG. LTOXOG €MiONG €lval 1 avATTUEN HLOG
uebodoAoyiag Tov Umopel va xpNoLUoToIOEl 0€ AVTIOTOLYEG LEAAOVTIKEG EPEVVEG.
H texvoloyia 3D ekTUTWONG IOV HEAETATAL EIVALT) TEXVOAOYIX KATAOKELTG LECW
ovvtnypévou vnuatog (FFF), ot Baowés apxég Aettovpyiag ng omola
TIAPOVGLAJOVTAL OTT) CUVEXELA.



2. OswpnTikd pépog

2.1 TeyvoAoyleg 3D extumwong péow Fused Filament
Fabrication (FFF)

2.1.1 Teyvoloyia FFF - Baoikég apyxEg Aettovpylag

H texvoroyia 3D ektumwong Fused Filament Fabrication (FFF), aviket omv
katnyopia twv texvoroywwv Ilpoobetkns Kataokevng (MK, Additive
Manufacturing AM), n omola givat pio p€Bod0og Tov XPNOLUOTIOLEITAL O€ TTOLKIAOUG
EPEVVNTIKOVG Kal BLopnyavikoV§ TOPELS, KUPIWG YLK TIG KATAOKEVEG TIPWTOTUTIWV
KOl TEALKWV avTIKEEVWY. ZTnv texvoloyia FFF, To vAlko tpoodoteital vmod
HOP@Y] VIUOTOG OF ML KEPAAN €KTUTWONG, OTOUL BeppaiveTal, TNKETAL Kal
efwOheltal amd Eva HETAAAKO AKPO@PUGCLO TAV®W O €Vva ETITESO, TNV TAXATEOPUX
EKTUTWONG. Méow TNG OXETIKNG KIVNONG QVAUECK OTNV KEPAAN KAl TNV
TAQTPOPUA EKTUTIWONG YIVETHL SUVATI) 1) EAEYYXOUEVT EVATIODEDT) VWOV TOU VALKOV),
UPoug Kal TMAATOUG HEPKWY SekAbwv pum. Ol (VEG QUTEG GLYKOAAOVVTAL Kol
oTepeoTOLlOVVTAL akaplaia, oxnuatilovtag pia oTpwon TapAAANAN oto emimedo
NG TAATPOPUAS, T OTOLX AVTLOTOLXEL OE PO EYKAPOLA TOWUT) TOU AVTIKELUEVOV UTIO
KATAOKELT). Mg Tnv o0AOKANPwON TNnG evamobeonsg Tng oTpwong, yiverat
UETAKIVNOT NG KEPAANG 0TOV Z AZova TIPOG TA TTAVW KAl EEKLVA 1] EvaTtOBEeoT TG
ETMOUEVTG OTPWONG WG VA OAOKANpwOEL TO TPLOSLACTATO AVTIKEIUEVO, TO OTIOLO
«XTileTa amo KATw TPog Ta Tavw. Ta kOPLA VAIKAE IOV XPTOLLOTIOLOVVTAL YIX
autn TN HEBoSo elval BepuomAactika moAvpep [2].

0 extumw ¢ FFF amoteAeital amd técoepa PéPN: TO KUPLO CWHA, TNV TAXATPOPUA
ektomwong (print bed), Tnv ke@aAn eKTOTWONG KAL TO NAEKTPOVIKO CUOTNHX

eAéyxouv (Zynua 1).

Kopro owpa

Ke@adi ektdnwong

006vn eAéyyov
Mat@oéppa ekTITWOTG
Zyrua 1. H Sopun evédg ektumtwty FFF (Prusa MK3)
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To kOplo cwpa TEePAAUBAVEL TOV OKEAETO TOU EKTUTIWTN] HE TOV OTOLO
otnpllovtal Kal va TTPOoTATEVOVTAL OAX TA PEPT TOV, KaBwG Kol Ta oTolyela
uetadoong kivnong kat toug kwwnmpes. H mAat@opua extdmwong elvat 1
EMUPAVELX TTAV®W OTNV OTIoLa YIVETaLT) evaTtdBeom Tov VALKOV, 1] oTtolo aTtoTeEAELTAL
amd t¢auL 1 @UAL0 adovpviov Kal £xeL TN SuvatoOTnTA va Kveltat otov Y agova.
H mAat@opua auty Bepuaivetal oe Beppokpacio avaAoyn e TO VALKO, ETOL WOTE
Vo TIPAYUOTOTIOLELTAL 1) GUYKOAANOM TNG OTPWOoNG o€ ekelvn. To NAEKTPOVIKO
oLoTNHA EAEYYOL TrepAaBAvel TOUG aloOnTpes Bepuokpaciag, Ta KUKAWUATA
TV BNUATIKOV KWNTNPpwV KaBwE Kol To cVOTNHA NAEKTPLKNG TPo@odoaiag Tov
EKTUTIWTY, ATAPALTNTO Yla TN AeLTovpyia Twv BaAdpwy TENG TG KEQAANS Kal
TwV aveplotnpwyv. H mlakéta eAéyyov, emiong, eival LTTELOLYT YLK TN LETATPOTN
TWV EVIOAWV KATAOKEVNG TOU QVTIKEHEVOU TOU Sivovtal amd Tov XpnoTn o€
Hop @1 KWSIKA.

H xe@ain ektvnwong (print head) edpaletal mavw o€ epyarelopopeio, To omolo
éxel T SuvatotnTa ap@idpounsg kivnong katd pnkog tov afova X, péow
YPOAUULIK®DV POUAEUAV TIAVW 0€ GEOVEG/001Y0US KUKALKNG Statoung. AmoteAeital
amd 1o cvoTNuUa eEWOMONG (TTOV AVAPEPETAL KAl WG CUCTNHX TPOPOS0Giag TOv
VAWoV), Tov BaAapo tEng pe to akpouoto (hot end), kaBw¢ kat To cvoTNUA

PoEng [3].
Tuykekpluéva:

(1) Zompa tpo@odooiag - eEwOnong (extruder)

Ye évav ovpPatikd ektumwtn FFF, xpnowomoteital évag Bnuatikdg Kivntnpag
IOV oLUVSEETAL e Eva ypavall Kiviong, To oTolo BPloKETAL GE AUEDT) ETAPT] LLE TO
vijua kat To petakwvel. H mieon mov mpokaAgital amod aut ) Slapudp@won oTto
VIjUa TIPETEL VA pLOUIETAL CWOTA, £TOL WOTE 1) LETAKIVNOT) QUTH va YIVETOL XWPIG
eumodia. To (810 To vijpa Aettovpyel kKot wg ERPoAro, KabBws aokel TV amapaltnT
Tieon wote va yivel n €§wbnom Tov TyHatog amd to akpo@uoio. Oplopévol
EKTUTIWTEG XPNOLUOTIOLOVV KEPOAT €upeons tpowodooiag (Bowden extruder),
omov évag cwAnvag PTFE pecoAafel petadd tou cuoTipatog Tpo@odociag kat
TOU BEPUALVOUEVOU AKPOU, UELWVOVTAG £TGL TO GUVOALKO PBAPOG TNG KEPUANG,
a@ov To cVoTUA TPoPodoaciag TomobeTelTal o€ oTABEPT BAOGT EKTOG TOU XWPOV
epyaoiag [4].

(2) OdAapos ™Eng

Eivat to tunpa tov ewbntipa oto omoio to VAkO Thketal Xtnv FFF
xpnowomoloVvtal BepUOTANOTIKA TOAVUEPY] 1] OVUVOETA VAIKQ, To oOTola
TAPOVCLAJOVV [l aVAOTPEYLUN 0AAXYT) OTN QUOLKI) TOUG KATACTHOT) KATA TN
Bépuavon mavw amd plx oplopévrn Bepuokpacia, TN Bepuokpacia VAAWSOLG
petdmtwong (Tg) ota apopea 1 v Beppokpacio THENG oTA NUIKPUOTAAALKA
moAvpepn. O oxedlaopdg Tov BaAdpov t™Eng Ba Tpémel va eao@alilel emapkn
B€pHavon ToL VALKOU WOTE VA ETIITUYXAVETAL O ATl TOVUEVOS BaBudg NG Tou
(Tx. av€avovtag To PNKOG TOL BePUaVTIKOU UTAOK Yl va auvénbel o xpdovog
TLAPALOVTG TOV VALKOU KaTd TNV e§wBnon). To vAko Bepuaivetal akplfwg mavw
amd to onpeio ™E&ng tovu.



AvuTo elvat TOAV onpavTikd, wote va amo@evxOel  vtepfoAikn Béppavon tou
VALKOU TIOU UTOPEL va TPOKAAEGEL aveTBVUN TN Stappor) 1) vTtepPoAikn eEwBnon
KATA TN SLAPKELA U] EKTUTIWTIKWV KL EKTUTIWTIKWV KIVIOEWY, AVTIoTOA. XTO
KATw HEPOG TOu BaAdpouv TNENG TMPOCAPUOTETAL VX HETAAALKO AKPO@UGLO
KUKALKN G SLATOUNG, 0TO OTIOL0 TIPAYLATOTIOLELTAL 1] LOPPOTIOIN OGN TOV VIJULATOG O
AETTEG (VEG TAAOTIKOU TTOU aTOTEAOVV Tat Sopkd otolyeia twv FFF Sopwv. Ztoug
TEPLo0OTEPOVG eKTUTIWTEG FFF, To LAKO Tpo@odoaciag £xel SLAUETPO SLATOUNG
1,751 2,85 mm. H elc080¢g TOL akpo@uaiov ExeL SIAUETPO AVTIOTOLXT LE TO VIIHQL,
evw 1 €£0806 Tov akpo@Loiov TotkiAAeL petadV 0,15 kat 1,00 mm, avdAoya peE Tig
AVAYKEG TNG KATAOKELTG. To néyebog g SLtETPOL TOV AKPOPLCIOL £XEL HEYAAN
eniSpaomn otnv mieon eEwOHNONG OV ATALTEITAL YIX LA GUVEXT) POT] VALKOU.

(3) Zbopa Yoéng

ITO KATW WEPOG TOU CULUOTNUATOG TPo@odociag kal Tpv tov BdAapo thing,
TPOGSEVETAL HETAAALKT PUKTPA IOV AELTOUPYEL WG @PAYHa PLETAE) TwV Bepuwv
KAl TwV Puxpwyv HEPWV TOU CUCTHHATOS eEwONOMG, EEOTAIOUEVO E AVEULOTIPA.
0 BéAtotog oxedlaopdg Tou eival (WTIKNG onuaciag ywa tnv TPoAnym g
Slauyng BeppdTTaAS TTPOG TA TAVW ATO TO BEPUO 0TO KPLO TUNHA. ATtO TN pic o
Baiapog ™Eng pémel va tapapével ot Beppokpacia T™ENG TOL VAIKOU, WOTE va
yivetal opaAd n €wOnom KoL amd v GAAN, TO U1 TNYUEVO TUNUA TOU VI|UOTOG
TIPETEL VAL TTAPAUEVEL OE OTEPEN KATAOTAON, KABWGS xpnolpomoleital wg EuoAro
Yl va wB10EL TO ALWHEVO PHEPOG HECA OTO AKPOPUOILO.

TUoTHpa Tpo@odocsiag -
Mnxavicpog egwbnong

> ZooTnpa Po¥ng

(T

Zynjua 2. Ta pépn s KEQAANG EKTUTTWONG
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H Stadikaoia evamoBeong kabe otpwong eivat ) akdAovdn [5]:

1) Po1n vAwkoV péoa amd To akpo@UOLo KAl evamofeon TAVW GTNV TAATEOpUA
EKTUTIWONG 1} OTNV TIPOTYOUEVT) GTPWOT) VALKOV.

2) IXNUATIONOG AXIUWOTNG AVALECK OTLS (VEG HEOW SLAXVUOTNG TWV TIOAVHUEPLIKWV
aAvci8wv yla 660 xpovo 1 Beppokpacia Tapapével TAvw amo ) Bepuokpacia
VoAWSouG petantwong. H ouvdeon petadd twv vov eEaptatal o€ peyaio Baduo
amd @awopeva Staf3poxms, Ta omoia puBuilovv TV TEPLOXT ETAPNG LETAED TWV
EVATIOTIOEPEVWV VI|LATWV.

3) Awadikaoia Puéng (otepeomoinon). To @avopevo autd cUVEEETAL APUECA LE TNV
ToXVUTNTA TNG EKTUTIWONG, KABWS LIMAOGTEPT TaXVUTNTA UTOPEL v unv emITPEPEL
0TO TIPO-EVATIOTIOEPEVO CTPWUA VO KPUWOEL ETAPKWS TIPLV ATIO TNV amoOeoT) TOU
ETMOUEVOV OTPWHATOG, 0ONYWVTAG O€ AOTOX 0 EKTUTIWOTG.

EvamoBgon vAwov o) vAtKoD

Ltepeomoinon
Anpovpyia Ssopwv

KatshBuvon
EKTUTIWONG

Em@aveia skTOTmwong
(Printing Bed)

E¥wOnuévo vAko

Zyriua 3. H Stadikaoia evamoBeons vAkov o FFF printer (Brenken, B. et al. 2018)

T1tn ouvnOn pon epyaciwy, éva tplodidotato (3D) avtikeipevo Snpovpyeital amo
éva Ymelako povtédo. Ta otddia yia TNV Snuovpyla avTIKEUEVOU HECW TNG
ovpatikng Stadikaoiag TPooOETIKN G UNXAVIKNG elval Ta akoAovba [4]:

1. Tpidiaorarn (3D) Zxediaon 2. NponapackeuacTikeg Epyaocisg

o Enidoyn KaTaokeuaoTikav

p Zan MapapéTpwv
{ I ) | e ZIxediaon NAéypatog ZTAPIENG
o «Tepayiopoe»

4. MetanapaokeuaoTikeg Epyacieg 3. Karaokeun otnv Mnxavi

o A@aipeon ZTnPIyHATWV
« KaBapiopdg

o «Qpipavon»

.

Aciavon

Zynjua 4. Ta 6TAS1a TPOOHETIKIG UNXAVIKIG
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TuykekpLuéva:
1) Tplodidotatn oxedioon

Eivaw n oxedlaon tov tpiodiactatov (3D) Ym@rakol HOVTEAOV TOU AVTIKELLEVOU
UEOW €VOG CUOTNUATOG HUNYAVOAOYIKNG 1 Blopmyavikng oxediaong (CAD). H
Tplodldotatn oxedlaon eival pia oxetikd cvuvnBiopévn mAéov epyacia yia éva
TAN00G EQAPUOYWV TIOV EKTEIVOVTAL ATO TNV ATIAY ATEIKOVIOT HLXG LOENG PEXPL
TOV AELTOUPYLKO, UNXOAVIKO Kol ULEPOSUVAUIKO €Aeyx0 €§apTNUATWY KAl
TPOIOVTIWV.

2) MpoTtapaoKEVAOTIKEG EPYAOLES

['a v avamapactaon touv 3D povTéAOL Kal TNV HETAPOPE TWV YEWUETPIKDV
dedopévwv xpnowomoteitat to mpotumo STL. Ilpokeltal ovolaAoTIKA Yyl
TOAVESPIKO TPOTUTIO OTO OTO(0 Ol ETLPAVELEG TOU TPLOSLACTATOV HOVTEAOU
TpooeyYyl{ovTal PHECW TPLYWVWYV, KATA TNV amAoVoTepn oNAadn ToAveSpikn
mpoceyylon/Yneildwt avamapactact). KabBwgs mpokettat yla éva amAd povtédo
eMuPavelwy, To Povtédo STL Sev meplexel emMAEOV AN PO@OPLEG TTOV aPOPOVV
OTO XPWUA TWV ETMPAVELWDV, TO VALKO, TIG KATAOKEVAOTIKEG AVOYEG KATL.

Me Baon to STL povTéAo TOU AVTIKELLEVOU YIVETAL ETTIAOYT) TIPOGAVATOALOHOV Kal
TAPAUETPWV KATAOKEUNG. G TpooavatoAlopd kataokevng (build orientation)
optlovpe TV B€0TM TOU AVTIKEHEVOU OE OXECT IE TO CUCTNUA CUVTETAYUEVWV TNG
UNXAVNG KoL ELSIKA TOV A0V KATAOKEVTG Z, 0 0TIo10G 0pilel TNV KatevBuvon Katd
™V ool TtpooTiBevTal To SLaSoX KA OTPWUATA.

Itn ovvéxela, avaloya pe to €idog ¢ texvoroyiag [poobetikng Kataokeung
(IMK), vmoAoyilovtat autopata To onuela mov xpewdlovtat otnplén Kot
Snpovpyeitan avtiotoyn vrooTnpikTiky Sour. H umootnpwktikn Sopr) (support
structure) elvalr amapaitntn o€ apketég texvoloyies IIK, étol wote va
Stao@aiioBbel 0Tl N kataokevn Ba mapapeivel oTabePN KAl OTEPEX KATA TNV
SLAPKELX TOV «YTIOHATOG» KAl OTL TUUATA TOU QVTIKEHLEVOU TIOU TIPOEEEXOLV
OVUPWVA LLE TOV EMAEXDEVTA TIPOCAVATOALOUO S Ba Kap@Bovv Adyw Bapoug 1)
Ba mapacvpBoVV Ao TA KIVOUEV LEPT TNG U)X OVT|G.

AxoAovbel 1 Sadikacia Tov Tepa)xopovL (slicing) 6mov To avtikeipevo Kol M
QVTIOTOLXT VTTIOOTNPIKTIKY Sopun Tépvovtal oe Stadoxikd emimeda, Ta omola elval
TAPAAANAQ o€ auTd ™G TAATEOppaG (emimedo XY). ZNUAVTIKY 0€ qUTN TN QAT
elval n emdoyn touv maxovs otpwpatog (layer thickness) to omoio opilel v
amdotaon UeTagd SV0 Sladoxikwv oplloviiwy emmédwv. H amoéotaon auvtn
EMMNPEACEL ONUAVTIKA TNV akpiBela TOU TEAIKOU QVTIKEILEVOU. ATIOTEAEGUA TNG
Stadikaoiag tepoylopov eivat to apyelo Statopwv (sliced file), To omolo amoteAel
uia «otolfa» SlodldoTatwy TOpWY, Ao KATW TPOG TA TTAVW, IOV TEPLYPAPOVV
YEWUETPIKA TA OTPWHATA TA OTIOLX TIPETIEL VA KATAOCKELAGOHOUV ATt TN Pnxavn
yla v «xTloBel» To avtikelpevo. ATO ekel TIPOKUTITEL Kl 0 TEAIKOG KWOIKAG [4].
It Swdikaoio tepoxlopov mepAapfdvetal kat 0 KaBoplopds OAwv Tov
TAPAUETPWV EKTUTIWONG, OTIWG 1) TaxVTNTA 1) 1 BEppokpacia eKTUTWONG.

To ocVomua FFF avayvwpilet apyeia oe popen GCode. Elvalr pa yAwooa
TPOYPALUATIOHOV Yl TOV EAEYXO0 TNG Kivnomg Tov e§wBntpa FFF otov ywpo [6].
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3) Xtado Kataokevnig

Ty tpitn @don ¢ Stadikaciag, Ta apxela KOSIKA TWV AVTIKELUEVWV ELGAYOVTL
otn unxavn [K, 6mov Eekiva n KATAGKELT] TOU AVTIKELLEVOU. ZTOUG TTEPLOGOTEPOUS
ektunwteg FFF o e€wOntpag kiveltal g 0pllovtio emimedo Katd TV eKTUTIWON
oVUEWVA PE TNV TIpoSLayeypappévn Stadpoun yla Ty amobeoT V0§ GTPWUATOG,.
MoAG amotebel éva oTpwua 1) KEQOAN eKTUTIWONG Kiveital otov Gfova Z. H
EMOUEVT]  OTPWOT  EVATOTIOETAL  OTI  TIPONYOUUEVEG  OTPWOEL KAl
emavadapfavetat n Sadikacio pEXPL va 0AOKANPwWOEL 1 KATAOKELN TOUL
eCaptnuatog. H avtoyn Tou KATAOKEVAOUEVOU AVTIKELUEVOU EEUPTATAL ATIO TN
OUYKOAAN O™ PETAEY SV0 SLASoX KWV OTPWUATWY. ATIALTEITAL EMAPKNG BEPLLKN
EVEPYELA WOTE VA TTPOKANOEL EVvoT PETALD TNG EVEPYOTIONUEVTG ETTLPAVELXG KOl
TOV TPOCPATA ATOTIOEUEVOV OTPWUATOG.

4) Alepyacieg amomEPATWONG

Me TNV 0A0OKAN| pwON TNG KATACKEVAGTIKNG (PACTG TO AVTIKE(LEVO ATTOUAKPUVETAL
elte pe v Bondela elSIkwv epyadeiwv eite pe To xé€pL, wote va kabaploBel amo to
TUXOV VTTAPYOVTA OTNPYHATA 1]/KoL UTTOAEPpaTa TPpWTHG VANG. ETtiong, avdioya
LE TNV @UOoM TNG Xxpnopomolovpevns texvoAoyiag IK, iowg amairtnfovv emmAéov
UETA-TIOPAOKEVAOTIKEG EPYACIEG OTWG 1) TOMOOETNON TOU KOUUATIOV EVTOG
KATAAANAoU BaAduov «wpipavons», 0Tov ekTiBetal o€ KATAAANAEG OLVONKEG
TIPOKELUEVOL VA ATIOKTIOEL AVTOXT TETOLX TIOU B ETILTPETEL TNV EKTEAEOT] TWV
TEAIKWV EPYACLOV TEAELOTIOMONG TOV, OTWG TNV Aglavom kat to Bayiuo twv
ETLPAVELWV TOV [4].

OL mapapetpot TG Swadikaciog FFF emmpedlovv onpavTikd TI§ ISLOTNTEG TWV
QVTIKELEVWY VUTIO KATAOKELT. ZUVOTITIKA, Ol BACIKEG TTAPAUETPOL EKTUTIWONG
Tapatifevtal otov akdAovbo Tivaka:

[livakxag 1. Baowég mapapetpol ektomwong FFF [6]
Katnyopia IMapapetpol
[TA&ToG — VoG (vag, OYKOUETPLKN TTapoxM,
TaXVUTNTA EKTUTIWONG, TTOGOGTO TA)PWOTNG
(infill), mTpooavatoAlopog v, potifo
TAN PWOTNG, TTAATOG TEPLYPAUUATOG
[IpocavatoAlopnog [IpocaVATOALGHOG EKTUTIWOTG
Oeppokpacio eEwOnong, Beppokpacio
TAXATPOPUAG EKTUTIWOTG

[Mapapetpol tepaxiopov (slicing)

OePUOKPATIAKEG CUVONKES
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YAwko

ABS

PLA

PC

PEEK

PEI

Nylon

HIPS

2.1.2 YAwa FFF

Ta vAka vipatog FFF éxouv onuavtiké péAo 6tov TpooSloplopd Twv I8LoTHTwy
TOU TOPAYOUEVOU TEAKOU TUNUATOG, OTWG UNXAVIKEG L8L10TNTEG, Bepuikn
AYWYLLOTNTA KAl NAEKTPIKY aywylotnta. MéxpL onuepa, vmapxovv ToAAol
Staopetikol TOTOL VAkwV viuatog FFF mouv éyouv avamtuxBel, amd kabapa
BeppomAaoTiKad £wg oUvBeTH TTOAVLEPT KL BloTAQOTIKA [6].

[ToAAEg katnyopieg BeppomAAOTIKWVY VAIKWV glval Stabéoipeg pe tn popen FFF
viiuatog. H emdoyn yivetal pe Baon kplrtinpla g TEAKNG €QAPUOYNS, OTIWG
XNULKN avtoxn, avtoxm ot 0epuotnta, evkaplia, avAAOYya pE TIG ATTALTIOELS TG
TEAKNG e@appoyns. Ta o cuvnBilopéva eival: CUUTOAVUEPES aKPUAOVITPLALOV-
Boutadieviov-otupeviov (ABS), moAvyodaktikd of0 (PLA), moAvavOpakikd
moAvpepn (PC), moAvaBepwkn ketovn (PEEK), moAvaBepuidio (PEI), vaiiov,
ToAvoTUpEVIo VUMANG avtoyng oe kpovon (HIPS). Ta yapaktnplotikd Toug

ovvoyiCovtal 6Tov akoAovbo Tivaka:

[Tivarxag 2. Baowa vAka ektimwong FFF [6]

[TAeovekTuata

ZKkANpO, VYNAN avtoxn otV
Kpovomn, XaunAod KOGTOG, avOEKTIKO
Bloamokodounopo vmo
OUYKEKPLUEVEG CUVONKEG, XUXUNAEG
TAPALOPPWOELS, XAUNAOV KOGTOUG
ZKANPO, EVEAIKTO, KOAQ OTITIKA
XOUPAKTNPLOTIKA

ZKANPO, EAa@PV, VUMAT] UnYOoVIKY,
Bep ik, XMk avtoxm

KaAn avtoxn oe Oeppuomra, xnuikn
OTAOEPOTNTA, KAAEG UNYAVIKEG
Lot teg, Suvato, BlocvpuPfatod

KaAég pnyoavikég 18lomreg,
OLKOVOULKO, aVOEKTIKO 0T XP1|0M
Kal o1 Beppokpacia, EOKAUTITO

AloAVTOTNTA, LEYAAT AVTOXT] OTNV
Kpovon

Melovektnpata

ZUpPIKVWOT KAL TTAPAUOPPWTELS,
TapaAywyn SUGAPESTWY AEPIWV

Kakég unyavikég 1810t Teg, TpayLa
v, evalodnTo

YymAn Beppokpacia ektOTWONG,
amoppoO@NON VYPAGIAG

YymnAn Oeppokpacia ekTOTWONG,
akpLo, TapaALopPWOELS

YymnAn Oeppokpacia ekTOTWONG,
akpLo, TapapopPwaoels, SUGKOAN
EKTUTIWON

[Mapapopewoelg, vPMAn
Beppokpacio eKTUTTWONG,
amoppPOPNON VYPAGLOG
[Tapapopwvetal, amattel
BepaLvopevn EMLPAVELA
EKTUTIWONG, EKTIEUTIEL GTUPEVLO
KOTA TNV EKTUTIWOT)

OepUoKpACLOKO
€0POG EKTUTIWOTG

210-250°C

190-230°C

260-310°C

360-420°C

340-380°C

240-270°C

220-250°C

AMa vAka omwg 1 BegpuomAactik moAvouvpeBavn (TPU), n moAuvBivuAiikn
aAko06An (PVA) kat to tpomomoinpévo tepe@Baiiko moAvatbuiévio (PET-G) eival
emiong SNUOPIAN OTNV KATAVOAWTIKY ayopd [7].
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Ta cUVOeTA VAIKAE TIPOGEAKUOUV TNV TTPOCOYXT] TWV EPELVNTWV Yia Ta vijpata FFF,
AOY® TWV HOVASIK®V ILOTHTWV KAt ToV XapunAoL k6otovug toug [6]. ‘Eva cvvBeto
VIjUa 1) CUVOETO LVAIKO YEVIKA, €lval évag cuVSVAGUOG V0 1) TIEPLEGOTEPWV VALKV
LLE LOVASIKEG LBLOTNTEG OL 0TIOlEG SEV PUTTOPOVV VA ETILTEVYXOOVV ATIO KAVEVA ATIO T
SV0 ovoTatikd pHovo. XTa oUVOETA VALKA, TO KUPLO CUCTATIKO OVOUAJETAL UNTpa
(matrix) kat 0 0TOX0G TNG AVATTLENG CUVOETWV VAIKWV glvat ouyxva 1 BeAtinon
TV I8L0TTWV TG Ta cVVOETA VAIKA TIOAVPEPOUS UNTPAS EIVAL KATAAANAQ Yla TN
Stepyaocia FFF kaBwg aut) €xel avamtuxBel yia va xpnoomolel OeppomAaotika
Y@ TNV Tapaywyn €EapTNUATWY. L& TOAAEG TEPIMTWOELS, TpooTiBevtal
EVIOYVUTIKA VAIKQ YL LElWOT TOU KOGTOUG, AL OL EVIOXVOELS LTIOPOVV ETIONG VA
BEATIWOOLV T AELTOVPYLKA XOPAKTNPLOTIKA TWV AVTIKEIHLEVWVY EKTUTIWUEVWV LE
FFF. 'Tveg 0mw¢ yuaAl, @Aold6g pullol Kot GvOpaka XpNnoLLOTOLOVVTAL CUXVE WG
VAIKG evioyvong oe moAvpepikeg pntpes. H etepoyevis @Von twv ovvOeTwy
VALKWV KaBlotd SUOKOAN TNV aVaKUKAWGT] 6TO TEAOG TNG W@PEALUNG (WG TOUG.
dAka Tpog To TEPLBAAAOV OUVOETA VIHATA UTOPOVUV VA TIOUPACKEVAGTOVV
XPNOLUOTOLWVTAS BLOATOSOUT G TTOAVUEPT] VALK, TX OTIOL0L £X0UV XAUNAOTEPA
ATOTUTIWHATA AVOpaKa 6TO TEAOG TOU KUKAOU {wNG TouG [6].
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2.1.3 Xapaktnplotika FFF Sopwv

ITn evOTNTA VT THPOVGLALOVTAL CUVOTITIKA MEAETEG IOV €PELVVOVV TNV Soun
Twv oV mov tuntwvovtal pe FFF. Ot Hebda et al. [8] peAétmoav mepapatika tnv
EMSpaom TG ATOGTAGNG TOV AKPOPUGIOV ATIO TNV MAATPOPUA EKTVTIWONG GTNV
nop@oroyia vwv PLA extumwpévwv pe FFF. Omtwg @aivetal kat oto Zxnua 5, M
KaOe (va £xel eEAAeTIKO oxnua pe vPog H.

04
03
0.2

01

-0.6 -0.4 -0.2 0 0.2 04 0.6

Zyniua 5. Mop@oAoyia (vag 6w oklaypa@ndnke ano cdpwon oto mCT (Hebda et al.)

Q010600, TO TEAKO VYOG TWV VWV TOU EKTUTIMOVOVTAL TIAVW OTNV TMAXATEOPUX
EKTUTIWOMNG, SNAAST] TOU TTPWTOV CTPWHATOG, EMNPEAlETAL ATO TNV amdoTact Gy
TOU akpo@uaoiov amod ekeivn (ExMpa 6). Zuvbws Gy < H, Adyw Ttov tepfaiiovtog
e€wOnong touv VAoV, omote To efwOBnuévo vhipa Teplopiletal oe Evav
TIEMEPACUEVO XWPO KAL TO TEAKO VP0G elval KPOTEPO aTO aUTO Tov Ba AV
BewpNTIKG Kol TApAAANAQ, To TMAGTOG €§WONOMG elval PEYXAUTEPO ATO TNV
SLAUETPO TOV AKPOPLGIOV.

To tedikd VPog emnpedletal amd TOIKIAEG TAPAUETPOUS, OTIWG 1] OYKOUETPLKN
TTapoy1, N TaxvTTA €WONOMG, 1) TAXVTNTA EKTUTIWOTG KL 0 GLVSVAC OGS TOUG.

L.

AkpogioLo

Amoataon
aKpopuoiov TMoAvpepés

Yipog
evamoTifépevng
ivag, H

and mAatpdpua,
Gn

MAat@oppa
£KTOTIRONC

MAdrog evamoTiOépevng
ivac

Zyriua 6. Mop@oloyia Twv V@V Katd v eEnbnon
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['a va amo@evyBel auTi) 1 «CLUTIEEGT» TOV VALKOU OTO TPWTO CTPWHUA, TIOAAX
AOYIOUIKA TEUAYLOUOV €XOUV LK AELTOLPYIX TIOU Q@NVEL VA KEVO OTNV
Z-katevBuvon Katd TV eKTUTIWON TOVU TIPWTOV 0TPWUATOS. Ta oTpwpaTa HETA
TO TPWTO Sev emMpedlovtal TOGO ATO AUTO TO PALVOUEVO, KABWG TUTIWVOVTAL
TAVW O OCTPWHA TTOAVHEPOVG, TO OO0 SeV Elval ATMOAVTH OTEPED, AAAA YiveTal
EVa TNYUEVO TIOAVEPES.

Ot Mollah et al. [9] kataAnyouvv péocw Tpocopoiwong o€ avtioToX
OUUTIEPACUATA YLt TV HOPPOAOYIA TwV vV (Zynua 7).

Aop) Surtopg

Awxtop) N
i U | e R A e ztpwm,—1

Mpocopoiwen TPWTNG

Eminedo koig

Zyniua 7. H pop@oloyia Twv vwv (Mollah et al., 2023)

TUVETIWG N KABE (va ExeL EAAEITITIKO OXNHA KL EXEL SLAPOPE AVAPETA GTNV TIPWTN
KOl TIG EMOUEVEG OTPWOELS, KABWG N TPWTN OTPWOTN EMMPEAlETAL ATO TNV
AmOOTACT) TOU AKPOPUGIOU ATIO TNV TAATPOPUA EKTUTIWOTG.

H avamtuin twv ouykoAAocewv avApeca OTIS evaTOTIOEUEVES (veg oupfaivel
KATw amd ovykekpuévn BOeppokpacia. Ot Gao et al. Siepsvvnoav TIg
Beplokpaclakég oLVONKEG KATd TNV avAmtuén tou «Aawwov» (neck growth),
SMAad) TwV CLUYKOAANGEWY AVAUESH OTLS (VEG KL KATEANEAV 0TO OTL KATA TNV
evamobeon pag veag vag umtdpyetl Beppokpactakn petafAntommra [10], omwg
@alveTat kat oto Zyxnua 8. Zuykekpiuéva, 1 Oeppuokpacio Kata tnv evandbeon €xel
Uoe  TEPLOSIKY]  OUUTEPLPOPA avApeca oTnv Bepupokpacio  Snuovpyiag
OUYKOAANONG Kal 0T Bepuokpacia g Tov TEPPAAAOVTOG VALKOV.

Osppokpacia (°C)
2709

Osppoxpacia MAaTgoppag
240 - 300C EXTUTWONG

210 4 f= = - 540C
e 68°C

180

Bspuokpacia vakwSovg
pETATTWONG Y To ABS

(e 150
ATty Ssopwv

= 1204
OsppatvopsvY) TARTPOpIE L R i

: 60'..-.‘\r\l'f~{\..,.. "*‘J ~
o Q g =i
.

0 T T
Zyriua 8. To Beppokpaciakd mpo@iA g Snuovpyiag cuykdAANoNG (Gao et al, 2021)

1 Ll " T T
600 800 1000 1200 1400

Xpovog (s)
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Q¢ amoteéAeopa, 0 XpOVOG Snpovpyiag cUYKOAANONG Elval TTOAU HIKPAG, TNG TAENG
SeVTEPOAETITWY, TIPLV apXloEL 1] OTEPEOTIOMOT TWV WVWV. ['la Tov Adyo auTo, elval
ovvnBeg otig FFF Sopég va vtapxouv Keva 1 ateAels oUYKOAANOELG HETAED TWV
SldoyIKWY VWV, &vw Ol TAapPAUETPOL OTwG 1M Bepuoxkpaocia, n TaXVTNTA
EKTUTIWONG KAL 1) OYKOUETPLKI] TAPOXT] TOU VALKOU €MNPedlovv AUEcA TNV
ToldTNTA TV oLVYKoAANoewv (BA. KepdAato 2.3.1).

Kata v ektimwon, 10 (e0TO VNUA EVATOTIOETAL OTH TPONYOUUEVWS

evamotiBEéueva vijpatia ta omola fplokovtal oe Stadikacio PO&ng. H emagn pe to

(e0TO VI TIPOKOAEL TNV €K VEOL BEpuavon Tovug, opilovtag Eva xpOvo KATA TOV

0TI0{0 Ol SLETILPAVELEG TWV VIUATWY TIOU EPYOVTAL OE ETAPN Elval TAVW ATIO TN

Bepuokpacia petdmtwong vaiov (Tg) otnv MeEPIMTWON GUOPPEWV VAIK®V 1) TN

Beppokpacia kpuotaAlwong (Tc) yia NUKPUOTAAAIKE VAIKE, KATA TOV OTolo

Aapfavel xywpa n dnuovpyla cvykoAAncewv. Ot Vanaei et al. peAétnoav toug

TOWKIAOVG pNYavIopovs petagopag Beppotntag otig texvoroyies FFF [11] kat

avtol elvat ot akdAovbot:

(1) OeppdTnTa OV TTPOKAAELTAL ATTO TOV BAA QU0 THENG

(2) YO&n touv vVAkoU pe aépa

(3) Meta@opa BepudTNTAG AVALESA OTLS (VEG

(4) OeppdTnTO ATO TNV BEPUALVOUEVT] ETLPAVELX EKTUTIWONG

(5) AtwAeleg Adyw akTvooAlag HETAE) TWV VWV KAl TOL TepLBAAAOVTOG

(6) Ogppotar amd TV €EWOeEPUN KPUOTAAAWOT TWV MUKPUOTAAAK®DV
TIOAVUEP WV

(1)
= (5) ‘[ ')

RV g (,(2) =~
- ’{};, ( @ﬁ(;?) Wﬂ ’ fi (4)
y SAEMeZ

Zynua 9. O unxaviopol HETA@OPAG BEPUATNTAG KATA TNV EKTUTIWON
Kabe vijua mpémel va elvat apketd {e0TO YL VX OXNLATIOTOVUV Ol GUYKOAANOELG,

QAAG 0L TTOAV {e0TO, WOTE VA ATMOTPETETAL 1] TAPAUOPPWOT A0Yw TOU Bdpoug
TWV VILATWV TTIOV EVATOTIOEVTAL 0TA EMOPEVA OTPWUATA.
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2.1.4 E@apuoyég

OL texvoAoyleg TPOCOETIKIG KATAOKEUNG ULOBETONKAV apyXlKA G HECO
KATAOKELTG TIPWTOTUTIWV KL HOVTEAWV VEWV TIPoloVTWVY Tov fplokovtal ot
@aom tou oxedlaopoV kat ¢ avantuéne H IIK eivat Slaitepa xpnown otnv
KATAOKELT] TPWTOTUTIWV, KABWGS HELWVETALT) SUCKOALX TTXPAYWYTG LOPPOAOYIKA
TEPIMTAOKWY AVTIKEILEVWY, HELWVETAL TO KOOTOG TIHPAYWYNS Kat Sokipalovtol-
StopBwvovtal kawvotopieg péoa oe NON LVTIEPYOVTA TPOIOVTA HE TAXV KOl
QUTOHATOTIOHEVO TPOTIO [4].

TOH@WVA PE OTATIOTIKEG Epevveg, 1 TexvoAoyila FFF eivat m mo svpéwg
xpnowotmoloVpevn texvoroyila IIK, katéyovtag mepimov 69% pepidio Tng
ayopdg [12]. Ot texyvoroyies FFF éxouv €falpeTikd VEAIKTEG KATAOKEVAOTIKEG
LKOVOTNTEG, IOV ETILTPETTOVY OTOV XPNOTT VA KATAOKEVALEL TIPOIOVTA CUUPWVA LLE
TG el8kéG amaltnoelg g kKabe e@appoyns. Mpaypaty, to FFF eivat n povn
TeXVOAOYIX KATEPYAO NG TTAAGTIKWV TIOV ATTOTEAEITAL ATIO SEKABEG TAPAUETPOUG
yla Tov akplpr) EAeyxo Tov TeEAKOU amoteAéopatos [7].

[Iépa amd TNV KATAGKELT] TIPOTUTIWYV, 1] KATAOKELT cuvTnypevou vijpatog (FFF)
ExeL Bpel peydAo aplOud €@APUOYWV GE OAOUG TOUG TUTOUG UETATIOMTIKWV
Topéwv, ovumeplapBavopuévouv Tov Plolatpikol, TNG AEPOSIAGTNULKNAG, TOU
QUTOKLVI)TOV, 0AAG KOl O€ (PUPUAKEVTIKA, NAEKTPIKA KOl NAEKTPOVIKA, TPOPLUQ,
VEACHATA, KOOUNHATA, Ty visia, afAnTikd kat Stdpopa aAAa [7].

‘Ocov a@opd Tov LaTPIKO Topéa, 1| (TNOT YL TNV avATITUEN EEATOUIKEVUEVWY
TPOIOVTWYV elval VYMAT KaBws kaBe aoBevN§ XPELAlETAL LOVASIKA EPPUTEVHATA,
epyaieia, VTTOOTNPIKTIKOVG 081YoUS Kat TpooBetikd. Ot Stadikaoieg TIK elval
KATAAANAEG Yla TNV TTAPAYWYT] TTPOCAPUOCUEVWV TIPOIOVTWY HE VYPNAN amddoon,
akpifela kat xaunAo kootog [6]. Luykekppeva, n FFF ypnowoTmoteltal ywx tmv
KATAOKEVT] ECATOUIKEVUEVWV HOOXEVUATWY, LATPIKWY EPYUAEIWV KAl LATPLKWV
OUOKEVMV XOPTYNONG PAPUAKWY, LETAEL AAAWV [4].

Avtiotoxa, oL e@apupoyés ¢ Swadikaociag FFF ota autokivnta kot v
agpodlaoTnuik auédvovtat A0yw TOU XAUNAOU KOOTOUG, TNG TOAUTTAOKNG
TAPAYWYNG AVTAAAXKTIKWV KL TOU TIPOCAPHOCTUEVOV OXESLAOUOV [6].

Extuntwpévo PEEK ouvykekpluéva €xel e@appoyEég oTov agpoSloTKO TOUEQ,
a@ov elval gAa@PU KAl €XEL KOAEG UNXQAVIKEG LOLOTNTEG, LoXUPY BOepikn
otaBepoTnTA, avtoxn oe vmeplwdn aktvofoAia kat xnuika. Emiong €xel
EPUPUOYEG TN XNULKY] Blopunxavia, 6TV KATAOKEVT EEAPTNUATWY YIX EQAPUOYES
VYPNGS XPWUATOYPAPLOG KAL OTNV KATACKELT] avTidpaoctipwy [13].

19



Yuvoyifovtal, Ta KUpLX VALK TTov xprnopomoloVvtal oTis Bacikég eapuoyes FFF
[14]:

[Tivakxag 3. Baowa vAwa epappoywv FEFF
Katnyopia E@apuoyég YAwa
[MoAvkampoAaxktovn (PCL), [ToAvoupeBaveg
(PURs), [ToAV L- Aaktidio (L-PLA) k.a.
Zirconia, [ToAvmpomuAévio (PP),

latpwkn [kpuwpata, opyava, lotol

Kepopukd kat petaAAikd

AegpoSiaotnpikn : Yidnpog/Nylon, ZOumAoko akplAovitplov -
ebapipaTa Boutadieviov - otupeviov (ABS) k.a.
HAektpoloyikd Aywypa tpoiovta ABS/atodAL k..
AL,(XTO(ESLQ e [ToAvyodaktiko oév (PLA), ABS, Nylon k.a.
avixvevong
E@appoyeg FFF

|

| L y

e = i |
.\ | 3 = 4 ! ,
Bropmyoavia AvBpwmva Bropmyavia AvtaldakTika

r
U TOUATLOUOV EHPUTEVHATA poUX WV l CUTOKLVI TGV

' Efatopiksvpsva
mpoiovTa

Owlaka mpoiovta

Zyrua 10. Baowég eappoyég FFF (Vinay Shah, 2021)

Qot600, Mapd Ta Sld@opa TAeovekTHHATA Twv TeXVoAoywwv FFF ywx tov
KATAOKEVAOTIKO Kot Bropmyaviko topéa, n neBodog £xel TOAAEG TIPOKATOELG TTOV
dev €xouv emALOEL PHEXPL ONUEPQ, OTIWG 1] TPAXVTNTA ETLPAVELAG, 1| avakpiBela
KATAoKeLNG (TTov 0dnyel ouXVAE G€ KAKT EMAVAANPILOTNTA), I XAUNAN ToXVUTNTA
EKTUTIWONG KAt oL Tapapop@woels [7] (BA. KepaAaio 2.3.1).
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2.2 Zxedlaouds kat kaboplopdg mapapetpwyv FFF ektumwong

2.2.1 Baowkda otadia oxediaopuov

I'Smlls’tp K T‘Ewps’[pmt’[

Tevikol 1I£p LopLopot mpmmlrm mp,ﬂuu_m Adke mptﬂpcr[c[ ‘Eppeco feedback peow

TEPLOPLO PEVWY TIAPAPET PRV

6%

<
Auxﬁpom]
Mapadooiak MDWBRD Apx:lo Sicing exrimaonc Lodhpara
TpoGEYYLON = (e Kuﬂ]x:
oTpWoT) J
Mpodiaypagéc
V0D === m = mmm e e e e e e e mmm—m—— o GCode Extimwon -———-

EKTUTWHEVOY
QVTIKELPEVOY

ExeBLaopoc oAng
FullControl l = B
GCode Designer EKTUTIWONG LZpdhpora
Euykekplpévol Teplopiopol Siepyaciag Apsoo feedback amo To
FullControl

Zyniua 11. 0t 800 eVOAAAKTIKEG «SLadPopES» oxeSlaopoV (Gleadall, 2021)

H xavoviky pon epyaciag g TPLoSlacTtatng eKTUTIWONG OTWSG €xeL M
ava@epbel, etvat:

e Anuovpyia Tov tplodiactatov povrédov CAD (Computer Aided Design) kat
efaywyn tov o€ popen STL.

e Ewoaywyn kat emegepyacia tov STL o€ éva mpdypappa slicing, vtoAoylopog
TwV S1a8popUwV TOV EPYAAEIOV EKTUTIWTT UE BACT) TO TPLOSLAGTATO HOVTEAO.

e Efaywymn tou apxeiov oe popemn kwdwka (G-Code).

e Meta@opd Tou apyeiov oTov printer kat EKTUTWON.

Q0T000, VTTAPYEL L EVAAAXKTLIKNY poT), L€ow ToL Tipoypaupatog FullControl, katd
™V ool oxedialetal og Eva Bripa 0An 1 Sladkaciar EKTUTIWOTN G ATIO TOV XPNOTN
kot e€ayetal anevbeiag o kwdikag (G-Code) [15].
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2.2.2 Aoylwouika oxedlaopon

2.2.2.1 Fusion 360 (CAD)

To Fusion 360 eivat éva tplodiactato mpoypappa CAD (Computer Aided Design)
Tou KukAo@oOpnoe amd tv Autodesk to 2013. To mpoypappa €xel MOAAEG
SlpopeTikég xpnoelg, ovpmepapfavopevns g 3D povtedomoinong [16], kot
XPNOoWoToLe(Tal Kuplwg oTov Blopumyxavikd TopEx, KABWG EVOWUATWVEL
Bopnyaviko oxedlaopo, opkd oxeSIAOIO Kol PUNXAVIKT TIPOCOUOIwoT). ATTOTEAEL
poe TAat@oppa oxedlaopol) ov Sivel T SUVATOTITA CUVEPYNOIAG KAl KOLVIG
XPMONG TWV apXelwv TO0O o€ AAAEG TAATPOPLEG 000 Kat péow Tov Cloud.

To Fusion360 meplapfavel Siapopa meplBdAlovta epyaciag Kal €VOTNTEG,
OUYKEKPLUEVA povtedomoinom, rendering, ouvappoAoynomn, emSlopOwoelg
EMUPavVELWY, animation, mpooopoiwon kat ovtw Kabedngs. [payuatomotel v
kataokeun pe t Ponbela vmoroylot) (Computer Aided Manufacturing, CAM),
KABLoTWVTAG TNV EMEEEPYATLA TILO OAOKAT| PWHEVT).

‘Ocov agopa TN xpnomn oto 3D printing, oL xprjoteg umopovv va oXeSLACOLVV TO
eEKTUTIWHEVO Sokiplo amevbelag oto Fusion360 kat va e€dyovv amd exkel To
apyeto STL [17].

2.2.2.2 Full Control XYZ (Algorithmic Design)

To FullControl [18] mpoteivel pa véa oxeSIAOTIKY TTPOGEYYLOT, GTNV OTolX O
xpnong opilet k&Be TUMUa TG Sladpoung ekTUTTWONG Hall pe OAEG TIG
TAPAUETPOVS EKTUTIWOTG (TTOV BacifoVTaL 08 YEWUETPIKOUGS 1] U1 YEWUETPLKOVG
TAPAYOVTEG).

O GCode Onupovpyeitar amevBeiag amd TO AOYIOUKO, XWPIG TNV avAykn
TIPOYPAUUATIOTIKOV OeEOTNTWVY KAl XwPIS TN XpNorn AoYloUKwv oxediaomng
(CAD), apxeiwv STL 1} Aoylopikwv slicing. Xpnowomoteitat Excel To omolo €xet
mpoypappatiotel pe Visual Basic (mepimov =2500 ypappés kwdika). [poopata
ekd00nke kot px popen touv FullControl mou xpnowomotel to Python wg
epBdArov oxeSlaopov.

Me TO OUYKEKPUEVO AOYIOUIKO WUTOPOUV VA  OXESIHOTOUV  HABNUATIKA
kaBoplopéveg Sopég kat 3D yewpeTpieg ov eival advvato va emitevybovv e TOV
mapadoolakd tpomo oxedlaong 3D Sokwiwv. H mpoogyylon oyxediaong
FullControl emitpemel va oxedtafovtal TPOOEKTIKA OL KIVI|OELG TWV AKPOPLTIWYV -
TOOO Kata Tn Sudpkelx NG €wbnong 600 kat katd TN Sadpoun HeTALy
amoovvdedepévwy  ewbnuévwv oykwv. ‘Etol, vmapxet n  duvvartotnta va
femepaotoUv oL eyyevelg meploplopol NG Sadikaciog ekTVMWONG kKAl va
BeATiwBoLV ot SuvatoTnTEG 08 SUOKOAX VAIKA.
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Ta apxela €xovv pikpo pEyedog, yeyovog mov BEATIWVEL ONUAVTIKA TN SUVATOTNTA
KOLVI|G XP1ONG TOUG, eEAAElPOVTAG TOV KIVEUVO EUPAVIONG CPAAUATWV KATA TN
petatpotn Tov apxeiov STL 1 A0yw Sta@opeTikwV acvveTwyv pubuicewy slicing.
Ta oxedia mapdyovtal Apeca, avti TG EMIMTOVNG TAPASOCLAKNG POUTIVAG TTOU
XpPNowoTmolel TOAAATAQ AOYIOUIKA KAl HETATPOTEG apyxelwv. TNV TUTIKNY
mpoceyylon, N dnuovpyia GCode eival pia Stadikacia TOAAXTA®Y BNUATWY KAl
kabe Bua meplapfavel mepLoplopnons Kat elodyel o@aApata. £to FullControl
Exel avamtuxOel éva TPAKTIKO TAAICLO IOV ETILTPETEL TOV PNTO KABOPLOUO NG
Stadpoung ekTOTTWONG Padl e OAES TIG TTAPAUETPOUS YL KADE HELOVWUEVO TUT X
™m¢ Stadpouns autng, cvumeplapufavouévwy ¢ KatevBuvong, ™G TaxvTNTAS
EKTUTIWOTNG, TOL pLOUOV e€WONONG KAl AAAEG OXETIKESG TTAPAUETPOUG. O Xp1oTNG
opileL kaBe Pripa Tov oxeSioV KATAOKEVNG PE SLadoxIKO TPOTIO.

['a kaBe Tupa-Sladpour) eKTUTIWONG, 0 XPNOTNG OpileL:

e YUVTETAYUEVEG TNG EVAPENG TOU TUNUATOS (Mm) (KAPTECLAVEG 1) TIOALKEG)

e ZUVTETAYUEVEG TOU TEAOVLG TOV TUNHATOG (Mm)

e [IAnpo@opieg oXeTIK& pE TNV TOoOTNTA €EWONONG KATA TNV Kivnon g
KEPOANG EKTUTIWON G YLK QUTO TO TUNUA

e ToydmTa TG KEPAANG EKTUTIWONG KATA TNV EKTUTWON TOU TUNUOTOG
(mm.min—1)

e AVayvwploTikd Ke@aANG eKTUTWONG (YL EKTUTIWTEG TOAAQATIA®Y VAIK®WV 1)
epyareiwv)

[Iépa TIG KIVNOELS TNG KEPAANG EKTUTIWOTNG, O XPNOTNG UTOpel va oploel un
YEWUETPIKEG TAPAUETPOVS OTIwG: Beppokpacia  (akpo@LOO, TAATEOPUA
EKTUTIWONG, BAAQOG), ETLTAXVVOT KAL TPAVTAYUA, TOXVTNTA AVEULOTIPA, TTa)oN
™mM¢ EeKTUMWOoNG Yyl emBbewpnon 1N 0aAywyn TPOKATACKEVACUEVWV
eCaptnuatwy, mpoobnkn ypappwv oxoriwv oto GCode ywx BeAtiwomn g
AVAYVWOoLLOTNTAG amd Ttov avBpwto, éAeyyxos Bondntikol efomAlopol) OTwWG
KAUEPEG N VTIEPLWBELG AUYVIEG TIOAVUEPLOLOV).

MOALS 0 Xp1ioTNG 0ploEL OAES TIG TTAPAUETPOVG OTT oxeSlNOT) TOV, Snpovpyeital o
GCode kal pmopel va Yivel TPOETIOKOMNON TOU TEAIKOU oXediov o€ OTOLO
AOYLopHIKO TipoTIHA 0 xpriotns (.. Repetier Host).

To FullControl evowpatwvel eMiong oploUEVES aTAPAITNTES AELTOVPYIES IOV BEV
oxeti{ovTal Le TO 0XESLAGUO TNG TUTTWHIEVN G SounS. ZUYKEKPLUEVQ, OLOdNYlEG aTNV
apxn KoL oto TéAog tou apxeiov GCode elvatl cuyKeKPLUEVES Yia Evav SeSopévo
EKTUTIWTN KL SLto@aAI{ovv OTL apy(lel VA EKTUTIWOVEL CWOTA KAL OAOKANPWVEL TN
Stadikaoia eEKTUTWONG e ao@AAELX (TI.Y. ATIEVEPYOTIOINON BEPUAVTPWV).

AA\eg Aertoupyleg €xouvv ovumepAn@Betl oto FullControl yia tn BeAtiwon g
XPMNOTIKOTNTAG Tov, OTwWG amobnkevon,/ @OpTwon oxediwv, amevepyotoinon/
gvepyomoinon  TUNUATWVY NG  eKTUMwong,  Snuovpyla  puBulopevwyv
TAPAUETP WYV, TIEPLYPAPT] CUVTETAYHUEVWYV HE ATIOAVTOVG 1] CYETIKOUG TPOTIOUG KAL
TPOCONKN AUTOUATWV KIVI|CEWV €AV 0 XPNOTNG Onuovpyel amoovvdedepéva
TUNHaTA Sladpopun g EKTUTIWONG.
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To FullControl emtpemel €0koAa TNV AUECT OUYKPLON  SLAPOPETIKWV
TPLOSLAOTATWY  EKTUTIWTWY, €EMEWN €va  povadikd oxédlo  umopel  va
XPNOLWOTOMBOEL YLar OAOUG TOUG EKTUTIWTES IOV XPTOLUOTIOLOVV G-Kw ko, SnAadm)
vyl TV TAELOYM @A TV EKTUTIWTWV.

Mua Baoikn evkatlpia Tov Tapéxetat amo tnv mpoosyylon oxediaong FullControl
elval 1 amePLOPLOTN  LKAVOTNTA  OXESIAONG  HOVOTIATIWV — EKTUTIWOTNG
XPNOLUOTIOLWVTAG KAl TIG TPELG OlAOTAOELS, o€ avtiBeon pe ™ ovpPatikn
TPOCEYYLoT) 0AOKATpwOoNG Kivoewv X-Y (emimedo eKTUTWONG-TIAATPOPUAS) TIPLV
N HETaKivnon mpog TNV KatevBuvon Z. Emiong, oe o oVUVOETEG YEWUETPIKES
Sopég (my. mAéypata), n Snuovpyla evog povtédov CAD Ba ntav efalpetikd
QVATIOTEAECUATLKI] KL TIPOKATTIKI] Kol B €(X€ WG ATMOTEAEOUA KAKN TOLOTNTA
Tpoidvtog, Kabwg Ba etonxbnoav ocdApata (amd ™ petatpomn Tov apxeiov STL
Kal amo T Snpovpyla pag Stadpopng EKTUTwornG).

AvtiBeta, mePIMAOKEG YEWUETPIKEG SOpPEG pmopovv va Snuovpynbouvv oTo
FullControl yxpnowomoiwvtag emavoaAapuBavopeva YEWUETPIKA XAPAKTNPLOTIKA.
l'evikd, n mpooéyylon FullControl taipialel meplocdtepo o€ SOUEG OTIOU OL
OUVTETAYUEVEG LTTOPOVV VA TIPOCGSLOPLETOVUV GUGTUATIKA 1) LXONUATIKA.
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Ztov axkoAovBo mivaka ovvoyilovtal Ta Paclkd TAEOVEKTNUATA KOl Ol

meploplopol Tov oxedtaopov pe FullControl.

[livarag 4. TTAgovekTuata Kat petovektnuota tov FullControl
[Teploplopot

[TAeovekTuata

Otovvtetaypéves X, Y kat Z, kaBws kat o
OYKOG, 1] TaXUTNTA KAl GAAEG puOuioELg
eEwOnong Aapupavovtat vToPn TAVTOXPOV
Yy KaBe Tunpa s SLadpoprng EKTUTTIWONG
(Tt.X. 0 pLBUOG EEWOMNONG PTOPEL VL
oxeSLoTEL WOTE VA TTOLKIAAEL avdAoyQ pE
70 VYOG TOV OTPWUATOG).

H xivnon xwpig eEmOnon eivar mAnpwg
oxeblaopévn. Emopévwg, Ta oxeTika
elatTwpata pTtopoLV va eEaAelpboiv 1 va
elaylotomonfovv.

Omoladnmote TTLXTN NG Stadikaoiag Tov elvat
eleyyouevn pe to GCode pumopel va
epappootel otn oxediaon. INa mapaderyua, ot
TAVGCELG LTTOPOVV VA 0XESLACTOVV WOTE VX
ETLTPETOVY T oTabEPOTOMON KAL TV
eotilaon evog epyarelov HIKPOOKOTILOV.

Kabe tunua Stadpoung ektumwong 1 odnyia
GCode pmopel va tpomomowmBel petd v
apxkn dnuovpyla.

Agv amattovvtal 6eELOTNTEG
TPOYPAUUATIONOV Vi TH Snlovpyla Tov
GCode.

To mAnpeg oxéSlo pmopel va petagepbet
amevBeiag HETa D TWV EKTUTIWTWV XWPIG TOV
K(vBuvo acuvémelag Adyw Twv puBpicewyv Tou
slicer SL@OPETIKWV XPNOTWV.

Agv UTIAPYOVV CPAAPATA LETAPOPAS
dedopévwy, Aoyw ™G e€aienng Twv
ovUBATIKWVY SLadIKACGLOV HETATPOTING ATLO
CAD o STL o€ koppéva emimeda o€ Sladpopég
EKTUTIWOTG.

Amauteitat vPmAo emtimedo
TEXVOYVWOILAG YLA TOV OXESLAOUO
HLoG St popn g EKTUTTWONG KL TOV
KaBopLopd 6Awv Twv Tapapétpwv. O
XPNOTNG TPETEL VX YVWPLTEL
TAPAYOVTEG IOV cUYVA pLBpilovTal
QuTOUATH 0TO AoYLlopko slicing (T.y.
TOXVUTNTA TOU QVEULOTIPA PUENG).

[TokiAeg SLad8popeg EKTUTIWONG Elvatl
TEXVIKA TIPOKANTIKEG Yl TOV
oxeblaopo. [ToAAG TuTika oTol Ela
Ba ntav 8VokoAo va oxeSlaoToV
XPNOLOTOLWVTAG TNV pEBodo.

Oplopéva cvotpata 3D ekTOTTWONG
XPNOLULOTOLOVV HLa ISLOKTN T HopPEN
KWOKa EAEYXOL unxavns (oL
GCode) 1 xpnOLOTIOLOVV AOYLOULKO
Tov Sev Pmopel va esmegepyaotel
tpomomompévo GCode. Autd ta
OLOTNHATA VL TIPOG TO TPV
akat@AAnAa yia to FullControl.

0 kivéuvog avBpwmivou AdBoug
TIPETEL €TTIONG Vo AapBavetatl vtoym,
AoV 0 oYXESLAOTIG EXEL TIEPLOCOTEPO
€Xeyxo.

‘060 a@opd TN Blopnyavikn @oPUOyY Tov AOYLOUIKOU Tapatnpeital auvnuévn
anddoomn mpoiovtog (avinomn ¢ TaxVTNTAG TOU EKTUTIWTY), HELWHEVOG XPOVOG
HETA TNV Tapaywyn A0yw tNG BEATIWHEVNG TTOLOTNTAG CUUTIEP AN aVOLEVOL TOV
@EWIPIOPATOG TNG EMUPAVELNG, HElWON TPWTWV VAWV HEcw PeATIOTOTOMONS
Bapoug kat yevikn BeATiwomn a&loToTIOG TOU EKTUTIWTH KABWS TA UMYV LT

AgttoupyoUv TLo opoAd [18].
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2.2.3 Aoylouikd KaBopiopoV mapapétpwv FFF

H Swadikaocia vmoAoylopov g Stadpoung ektumwong pe Pdaon 1o apyelo
Tplodldotatov povtéAov CAD ovopdletar slicing. Auto yivetal pe exwplotd
AOYLOULKQ, TOUG AeyOpevoug slicers 1 Aoylopika tepayiopov. I'ia Tov VTToAOYLoUO
™G Stadpoung ektuTtwong (printer tool path), ot slicer mpoomaBovv va Bpouv 6Aa
TO CUPTIAYT] OXUATA TOV povtéAov [19].

To Aoylopko 3D slicer avaAvel to oxéSlo ov €xel Snuovpynbel yio eKTOTWON,
kaBopilel TNV Ty LT TA €€WONOMG, BeEATIoTOTOLEL TN SLadpoprn) Tov eEwBNTpa Yl
TNV EKTUTWOT TOU OVTIKEWMEVOU KL €EAEYXEL TOV TPOOAVATOAIOMO TOU
QVTIKELLEVOU KAL TOV OXNHATIOUO TWV OTPWHATWV. ZUVETIWG, EVX KAAO A0YLIOULKO
3D slicer eivat moAU onpavtiko. Eav xpnowomombel éva kadd epyaieio slicing,
olyovpa Ba mpokOP oLV KOAVTEPA ATTOTEAECUATA, AKOUN KAl ATIO €vav PETPLO
ektumwth. O slicer vmoAoyilel TOcO0 VAKO Ba xpelaotel kKot Téoo xpovo Ba
XPEWOTEL Yl va To Kavel ‘OAeg ol emeEepyaouéveg TANpo@opieg Snulovpyovvtal
o€ éva apxelo GCode Tov peta@épetal otov ekTuTwT [20].

H Siadikacia slicing £xel w¢ €€N¢: Ta cuPTAYT CYNUATA KOBOVTAL OE OTPWHATA,
TOGO TaXl& 060 TO VYOG TOU OTPWUATOG TOU EKTUTIWTH. Ze KAOE OTpWUX
vmoAoyilovtal ot amapaitntes Slodldotateg Sladpopés epyaieiov yia v
EKTUTIWON AUTOV TOV eMITESOV. AuTO TepAapfdvel TV kiviion o §Vo GEoveg kal
Tov puOUO TPoPOodoaciag Tov eEWONTNPA. ZTN CUVEXELQ, O EKTUTIWTIG EKTUTIWVEL
OTPWUA - OTPWUA SIOSIACTATA KAL LETAKLVELITAL OTNV TPLTN SLAoTHOT) LETAE) TWV
OTPWHUATWV KATA TO VYOG ToL oTpwiaTtog [19].

Kamola amd ta o eup€ws SladeSopeva AOYLIOUIKA TTHPATIOEVTAL TTAPAKATW:

e To Cura sivat éva dwpedv Aoylopkod avolytol kwdika (open-source) Tov
avamtuxOnke and tnv Ultimaker kot meplapfavel 0Aeg TIg pubuioels yo v
e@appoyn tepayopov yia 3D exktumwt. To pevol Bacikwv pubuicewv €xel
Suvatotnteg ™ Aettovpyla mpofoAng Layers, Transparent, Overhang xot
Normal mouv kataveépovtal o€ SLPOPETIKEG KAPTEAEG WG KAL TIG AKOAOVOEG
Asttoupyleg: meplotpo@, KAlpaka kot kaBpé@g [14]. To Cura mpoo@Epel
UETPLO apLOUO pLUBUICEWY, CUVETIWG VTTAPXOLV ALYOTEPES SLaBETIEG pLOUICELS
o€ oUyKpLoT HE Ta GAAa epyaldeia koG H eotiaon Tov elvat o€ éva @LALKO
TPOG TO XpNoTn mepPariov epyaciag [19].

e To Slic3r elvat éva Swpedv AOYLoHIKO avolyToU KWSIKA, TTOU avamTuxdnke amo
tov Alessandro Ranellucci kat vmootnpiletat amd moAAovUg cuvepydtes. H
emeepyacia TOU HOVTEAOV TIPAYLATOTIOLELTAL HECW MLAG SLETTAPNG TECTAP WYV
kapteAwv: Platter, Print Settings, Filament Settings kat Printer Settings. Eivat
Tlo SVOoKOAN 1 e€olkelwomn pe TNV emegepyacia povtédov oto Slic3r Adyw g
TepImAoKNG puOULIONG TwV KouvuTwy. [apéxel EexwploTEG KAPTEAES Y TV
EKTUTIWOT, TO VAIKO KL TOV EKTUTIWTI] TOU XPNOLUOTOLE(TAL XTNV TILO
«TPOYWPNUEV» AetTovpyla Tov, To Slic3r TMpoo@Epel TOAAEG AeTTOUEPELS
puBuioeig [19].
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e To Simplify3D amoteAel éva amd Ta TLO KOWA AOYIOUIKA TEUAXIOUOV OTNV
ayopd. To AOYLOULKO ETITPETEL YLLK TEPACTLA TIOLKIALA ETIAOY WV OTLG pUBUIOELS
IOV TIPOOPEPEL: EAEYXOG OTPWOTSG, Sla@opes uéBodol mMANpwong, pubuicelg
Bepuokpaociag kat Po&ng, swoaywyn apxeliwv STL, OB] 11 3MF, kAlpaka,
TEPLOTPOPT] KAl ETILOKELN TPLoSLAoTATOV HOVTEAOL. To AoylopKO Elval
ovpuPaTO pE TMOAAOUG SLAPOPETIKOVG EKTUTIWTEG KoL TAPEXEL TIOAD KAAN
TayOTNTa Kot EAeyyo [20].

e To Prusa slicer lval emiong éva open source AOYLGULKO, TTOV glval eDKOAO yla
TOV XPNOTN KOl EMITPETEL TOV KABOPLOPO TTOAAWVY TTAPAUETPWY EKTUTIWONG,
evw otnpilet i mANBwpa VAKKwV ekTuTIwoNG. Eivalr ovpfatod pe
SLLPOPETIKOVG EKTUTIWTEG AL LBAVIKO Yl TOUG EKTUTIWTES TNG Prusa.

Av xpnowomowmBel Aoywopkd omwg to FullControl, dev vmapxet 1o Bua
TELAYLOUOV, KAB WG OAEG OL TTAPAUETPOL 0pLloVTaL KATA TN Stadikaoia oxeSlacuov.
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2.3 MéBodol molotikn g agloAoynong FFF Sopwv

2.3.1 Eidn KaTaoKEVAGTIKWV GPAAUATWYV

Onwg avaeépnke, n Swadikaocia FFF meplapfavel mokila KATAOKELVAGTIKA
O@AALATA, TA OO LELWVOUV TNV TIOLOTNTA TOV EKTUTIWHEVOL Sokiiov. Ta To
ouvvn BN ocaApata autda TepAapavouy, petadl aAAwy [21]:

e Mn emapkng eEwOnon oy apyn TG EKTUTIWONG: UTOPEL va
opelAeTal o pun emapkn B€ppavaon touv eEwbnTNpa (av Eueve
o€ adpAVELX TIOAAT) WPA TIPLV TNV EKTUTIWOT]), € BOVAWNUEVO
e€wONTNPQA, 08 VTTEPBOALKA UIKPT) ATTOCTACT) TOU AKPOPUGIOU
ATIO TNV EMUPAVELX EKTUTIWONG 1} O€ ATTOKOAANOT) TOU VIJLATOG
atd to ypavadl kivnong.

e Koakn mpooko6AAnon Wwv oty emQAvela ekTVTwong (print
bed): cvpBaivel 6tav N MAaTEOppa ekTUTIWONG v elvatl
emimedn 1N av to akpo@uolo PBploketat MOAD pakpld amo
ekelvn. ETtiong té€tolo oc@aApa oxetileTat Kol e TV Tax0TNTA
EKTUTIWONG TOVU TIPWTOVU OTPWHATOG, 1) oTola 8€ TPEMEL va
elval ToOAV yp1yopn, Kot LE TIS DEPLOKPATIAKEG CUVONKES TTOV
emkpatovv. IloAdol exTuMWTEG  €xouv  Bepuatvopev
TAXTEOPUQA, TIPOG TNV KAAUTEPN TPOCKOAANGN TWV LVWV.
YTmapyxouvv emiong el81kéG Tawvieg Kol €8IKA OXESLAOUEVES
TAQTQOPUEG YLt TNV PBEATIOTN TPOOKOAANGT OPLOHEVWV
VAKOV.

e Ymo-efwbnon: evw mpoodopileTal BewpnTIKA KATA TOV
TEUAXIONO M TOCOTNTA TMAACTIKOU TOL €§wbel o printer
(oykopetpikn mapoxn), 6V UTIAPXEL KATA TN SLAPKELA TNG
EKTUTIWONG KATIOLX AVATPOPOSOTNON OXETIKA HE TO TOCO
TAXOTIKO PEVYEL TIPAYHATIKA ATO TO aAKPO@VGL0. ZUVETIWG,
elval Bavo va VTTAPXEL ALYOTEPO TIAAGTLKO TIOV EEEPXETAUL ATIO
TO aKpo@VUOL0 ATO AUTO TIOU TIEPLUEVEL TO AOYLOMUIKO, WE
QTOTEAEOUA VA UTIAPYXOUV KEVA HETOEY TWV TAPAKEILEVWV
efwbnoewv kabe otpwong. Autod umopel va ogeidetal ot
avakpiBeleg 0T SLAPETPO TOV VIJHATOG IOV TPOPOSoTE(TAL

o Ymép-e€wbnon: avtiotoya pe TNV umo-e§wbnom, €dv ot
puBuioelg €EwBnong dev €xouvv Slapopwbel cwotd, o
EKTUTIWTNG UTtopel va e€wONoEL TTEPLOGOTEPO TMAAOTIKO ATIO
QUTO TIOV AVAHEVEL TO AOYLOULKO. AuTi 1 uTtEPBoALKT) eEwON O
Ba odnynoel oe mepiooelr MAAOTIKOU TOU pmopel va
KATAoTPEYPEL TIG EEWTEPIKEG SLAOTACELG TOV EEAPTILATOG,.
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Kevd o1i¢ mavw otpwoels: I'a v eotkovounon miactiko,
TA TMEPLOCOTEPA EEAPTIUATA TIOU EKTUTIOVOVTAL EXOVV EVX
OUUTIAYEG KEAUPOG TIOU TEPIRAAAEL éva PEPIKWS KOIAO
EOWTEPIKO (TL.YX. TO E0WTEPLKO TOU €EAPTNHATOG UTOPEL va
XPNOoTOoLEl T0o00TO AT pwonG 30%, TTov onuaivel 6TL LOVO
10 30% TOL €0WTEPLKOV E(VAL CUUTIAYEG TAAOTIKO, EVW TO
vToAoLto eivat agpag). Katd tov tepayiopo kabopiletat méoa
oLUTIAYTN OTPpWHATA B TUTIWOOVV GTO EMAVW KAL GTO KATW
UEPOG TOV €&apTNHATOG. 0TOCO, avAAOYyQ HE TIG PLUOUIOELS
IOV XPMOLLOTIOLOVVTAL, TA EMAVW CTPWHATA TNG EKTUTIWOTG
EVOEYETAL VA UMV EVAL EVTEAWG CUUTIAYT], OTIOTE EVOEXETAL VX
VTIAPXOLV KEVA PUETAEY TV eEWONOEWVY, vV TA OTPWHUATA SEV
elval apKeTA o€ aplOpPd 1 TO TOCOOTO TATPWOTG TIOAV XAUNAO,
SMULOVPYWVTAG KEVA.

Stringing: To stringing ocvpfaivel 6tav HIKPEG «xopSEG»
TAQOTIKOU Q@N)VOVTAL THoWw OTAV 0 EEWONTNPAG HETAKLVEITAL
amd pla B€on oe GAAN. Tl TNV KATATOAEUNOT QUTOV TOU
@awopévou ylvetal «avdakAnom (retraction)» tou vipatog
WoTe 0 EEWONTPAG v «TPABAE TO VI THOW HEXPL VA TIAEL
0TO e€mopevo onpeio kat va Eavapyioel v e€wbnomn. Eival
ONHAVTIKO va opl{ovTal cwoTd 1 TaXUTNTA KAl 1] ATdoTAoT
aVAKANONG WoTe Vo un SnuovpynBel stringing acAA& kot va
Kataotpael to viua. [épa amd to retraction, autd ToOUL
emmpeadel TI§ «xopdéc» eival  Bepuokpacia Touv eEwbnTpa,
TO UNKOG TNG AMOCTAONG KIVNONG TOL YWwpI§ e§wbnom Kot n
TaxVTNTA K(V|OT|G TOV.

YmepBépuavon: odnyel o€ kakny oOTEPEOTOINON  TOL
EKTUTIWHEVOU OTEPEOD KAL UTIOPEL VA OQEIAETAL OE AVETIAPKT)
PO, og TOAU yp1yopn ekTUTIwoN (0TOTE SEV UTIAPYEL XPOVOG
yla otepeomoinon) 1 O€  €KTUTIwom o€ ToAU  UmAn
Bepuokpaoia.

Awxywplopdg kat Stdomaon otpwudtwy: oto 3DP 1 ektuTwon
yiveTtar cuvnBwes Eva GTPWUA TN POPA, PE TO KABE VEO GTPWH
va evamoTiBeTal Tavw oto mponyoLpevo. Eav ta Stadoyikd
oTpwHaTa 8€ oLVEEOVTAL KOAX, TO TEAKO TUNHA UTIOPEL va
xwplotel. AlTia Tov @aVOpUEVOL eival PEYAAN amdoToom
QVAPESA OTA OTPWHATA 1) TOAU YoaunAn Beppokpacia
EKTUTIWONG, UE ATOTEAECHUN VA 1) CUVSEOVTAL EMTAPKWG TA
OTPWUATA HETAEY TOVG.
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e Xnuddix 0to €WTEPIKO NG EMPAVELAG: KABE POpA TOV 0
eCwON TN pAG ameEVEPYOTIOLELTAL KL EVEPYOTIOLELTAL EAVE, EVWD
KLeltat, pmopel va dnpuovpynBouvv Stakupuavaoelg ot pon). g
aTmOTEAEOUA, UTIOPEL va LTIAPYEL éva UIKPO onuadt oTo
eCWTEPIKO KEALPOG TNG TPLOSLACTATNG EKTUTIWONG TIOV
avTimpoowmeVel T B€on O0mov o efwbntypag dpxloe va
EKTUTIWVEL QUTO TO TUNHA TAAOTIKOU (YVWwoTd w¢ blobs 1
zits). Me kataAAnAn pvOuLon Twv onpeiwv e§wbnons kKabwg
KAl TWV KWNOEWV TOU €EwBNTpa aUTA HTOPOUV Vo
TEPLOPLOTOVV.

e Kaxn yepUpwon: l'epOpwon (bridging) eivat évag 6pog mov
QVOPEPETAL OE TTAACTIKO TIOU TIPETEL va e€wBeital petad
600 onuelwv xwpis kapioa vmootpidn amd katw. T
UEYQAVTEPES YEQUPES, UTTOPEL VA XPELAOTEL VA TIpooTEBOVV
Sopeg oPLENG, aAAG oL HIKPES YEQUPES UTTOPOVV GUVTBWG
Vo EKTUTIWO0UV YwpIig oTnplypata ylo e£01KovOun ot VALKOU
Kal xpovou ekTUTIwoNG. Edv 0 ekTumw g dev elval cwotd
Babuovounuévog pe TG KaAUTEPES PLOUICELS Y ALTA TA
TUNHOTA, EVEEXETAL VA UTIAPXEL XAAAPWOTN], TITWON 1 KEVA
UETOED TV eEWONUEVWV TUNUATWV.

e AOUTA CEAAPATH: KEVA OVAUECH OE TANPWOT Kol TEPLYPAUUN, KEVA OF
AEMTOUG TO(XOUG, KOKI EKTUTIWOT HIKPWV AETITOUEPELWY, OTPEPAWOELS
(warping), 66vnon ewbntpa k.o.

[ToAAd amd TA KATAOKEVAOTIKA OUTA CQPOAHATO VTELCEPXOVTAL HECW TOU
Aoyloukov slicer, ta omola €lo0dyouvv AOTAOUNTOUG TAPAYOVTEG TIOU OEV
emTpémouy pia kown Baon agloAdynong twv Wot)twv twv FFF dopwv. T'a to
OKOTO auTd otnv mapovoa AE avamtiyBnkav epyodeio Kot TPWTOKOAAQ
a&loAoynons vAtkwv FFF pe otoxo v e&dAenmn aotdduntwyv mapayoviwy kat
akppn €Aeyxo g Stadikaciog TG EKTUTWONG.

[Iépa amd Ta KATACKEVAOTIKA COAAPATA TIov ava@épbnkav, otig 3D-printed
SOUEG UTIAPYOLV SLAPOPU EMBVUNTA KL aveTIBOUNTA KEVA TIOVL oxnpatiovtal H
embupia Twv kevwv ota egaptnuata FFF efaptdtat amd tnv kabopiopévn
epapuoyn. Ta emBuunTd Keva eival Tplodldotata Sopka otolyela Tov Eyouv
oxedlaotel yla N peiwon tov Bapoug 1/kat ™ BeATiwon TG AELTOVPYIKOTNTAG.
Ta kevd elval avemBUuPNTA yla £QAPUOYEG TIOU ATALTOVV BEATLOTN UNXQAVIKN
amodoon.
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YuvoAkd, ta kevd FFF Ba pmopovoav va ta§lvounbolv oe mévte KATNnyopleg pe
Bdomn Tov uNXavIoHO CYXNUATIOHOV TOVG [22]:

(1) Keva avapeoa otig (veg (raster gap voids)

TFwvia tvac

(raster angle) st 6

Amootaon
y avapsoa
oTicivee

L d ke
A .

Zynua 13. Keva pdotep

Ta keva avapeoa otig (veg (ovopdaldovtal emiong KEVA aépa) TPOKVTITOVV IO TOV
Staxwplopd petadd moapakeipevwy vwv. AvemBounta keva vmofaduifouv
UNXAVIKY amdd00n Twv TUTWHEVWY HEPWYV. 0TO00, OTav XPnolloToLEiTL
ETMOLKOSOUNTIKA, T EKTUTWON UE HUEYAAVTEPA KEVA UTOPEL VA UELWOEL TOV
OUVOALKO ¥pOVO KATAOKELTG KAL TNV XP1101 VALKOU Tpo@odoaiag.

(2) Keva pepkng avamtuéng Aawpov (partial neck growth voids)

Mepikdg
8opnog
ooy

QAVAPECK OTLG
iveg

Tveg

Zynua 14. Keva avamtudng Aaipuov

Ta ecwTepka kKeva B HTTOPOVCAV VU CYNUATIOTOVV WG ATTOTEAEG A TNG ATEAOVG
aVATTUENG oVVSEONG UETAEY TWV TAPAKEIUEVWV VWV EVTOG Kol HETHEL TV
OTPWUATWV. OTWG ava@EPOBNKE KAl € TIPOTNYOUUEVT] EVOTNTA, OL GUVONKEG KATA
™ Stapkela ™6 Stadikaciag FFF Sev elvat ikavég va Slatnpricovy Tov oxnUATIONO
Acpo¥ TEPA ato Alyo SEVTEPOAETITA PETA TNV EVATIOBEDT VALKOV, OTIOTE TIOTE SEV
elvat dSuvat n 100% évwon wwv. AnAadn ot (veg oTtepeomolovvTal TPLV
0AOKANPWOOLYV TN GUVEVWOT). Ta KEVA HEPLKNG AVATITUENG TOU AALLOV, CUVETIWSG,
elvat advvato va efadelwBolv €€ 0AOKANIPOU AOYW OPLOUEVWV EYYEVWY,
AVATIOPEVKTWY XUPAKTNPLOTIK®V TNG Stadikaciag FFF.
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(3) Ymo-meppetpikd keva (sub-perimeter voids)

. Nepiypappa
R e . A
‘ Sy wSpopig
/ \ >
"v'\\l(své
‘,"/ Keva
/J Tveg
- - .. Awdpopn) EKTUTIWONG Tehog
‘Opto evamotiBpusevou vAtkou Swdpomic

Zynua 15, YTOTEPLUETPIKA KEVA

ZYNMUATIOVTOL UTIOTIEPLUETPIKA KEVA HETAEV TWV VWV KATA UITKOG TNG TIEPLLETPOV
evos otpwpatos FFF Adyw @uoikwv Teploplopwy. e o TUTIKY Stadpoun
EKTUTIWOTNG PLa TtEPLOXN YEUI(ETAL LE KATEVOUVOT) AVTIGTPOPN ATLO TNV TIEPIUETPO..
[Tpoxelévou va PetwBoUV ol SUGUEVEIS EMMTWOELS TWV PUYOKEVTPWV SUVAUEWV
OoTOUG PBnuatikols Knmpes XwpIlg ONUAVTIKEG ETIMTWOEL OTO XPOVO
KATAOKELTG, ol eKTUTwTEG FFF mpémel va avtiotaduiocovv avtikablotwvtag OAeg
TIC QYUMPES YWVIEG HE KATA TPOCEYYLoN KaumuAeg. Katd ovvémewn, wg
QATOTEAECUA AUTWV TWV TILO HOAAK®DV KAUTTUAWV, 1] AVETIAPKNG PO1| VALKOU KATA
™mv evamobeon a@nvel Tiow Kevd ota otpwpata FFF. Autd ta vmomepluetpikda
KEVA lval OTITIKA avayvwplopa.

(4) Keva evtog v (intra bead voids)

Ksva svroc
ceapimy
Tvec Makpo-kAlpaka

—
+ Inter-bead.void

Ksva svroc
oSV

Zynjua 16. Keva evtog o@atptdionv

Ta kevd eVTOG VWOV TTPOKVTITOVV KUPILWG 0€ cUVOETA VAIKA KAL TTAPAUEVOUV GTNV
Sopun FFF kot petd v evamobeon.
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(5) Keva mAnpwong (infill)

Zynua 17, Keva mApwong otnv Statoun] evog EKTUTIWHUEVOU SoKLpiou

e avtiBeon pe TIC Tpoava@epBEloEG KATNYOPLEG, TA KEVA TANPwWONG Elvatl
eleyxouevol kat embupntol oxnuatiopot kevwv. Ta AOYLOUIKA TELUXLOUOV YEVIKA
EVOWHATWVOUV TIUKVOTNTEG TANPWOTNG ToV opllovtal amd To XPNoTn Kol P
TOWKAlA poTIBwV TMANPWONG OV EMAEYOVTUL ATO TO XPNOTI, OTWS TAEYUQ,
YPAUUES, Tplywva, opokevTpa, {lyk-{ayK K.o. I'tot AtyOTEPO UNYAVIKA, AELTOVPYLKA
N OTTIKA ATALTNTIKEG EQPAPUOYES, Ol XAUNAOTEPEG TTUKVOTNTESG AN pWONG elvatl
BaVIKEG yLa TN pelwaon TG XP1onS VALKOV KoL TOU CUVOALKOU XPOVOU KATAGKELTG.
OL VPMAGTEPEG TTUKVOTNTES AN PWONG 061 YoUV GE TILO GUUTIAYEIG KOl YEVIKA TILO
SUVATEG EKTUTIWOELG, HE KOOTOG VALKWV KAl LEYXAVTEPO XPOVO Kataokeung. Ta
HOTIBa TANPpWONG TNG EMAOYTG £XOVV EVEPYETIKA ATOTEAECUATA OTY LELWOT) TOV
Bapovug kat otnv avénon g avtoxng twv eEaptnuatwyv FFF.
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2.3.2 M€Bodol a€loAdynong in-situ

H mapakoAovbnon oe mpaypatikd xpovo (in-situ) ¢ Stadikaoiag Kataokeung
TPOCOETWV TTPOCPEPEL TNV UTIOCYEDT EYYUTOTG TN G TIOLOTNTAG TOU TIPOIOVTOG KAL
auEAVEL TNV ATOTEAECUATIKOTNTA TNG OSwadikaciag ektumwong. Iapa Ta
TAgovekTHaTa Tov, To FFF €xel xaumAdtepn aglomiotia amd dAdeg Stadikaoieg
Tapaywyns kot eivat gl pEBodog oAU evaiocOntn otig mEPBAAAOVTIKEG
ouvvOnkes. H mapakoAoVBnon kot avaAvon g Stadikaoiag eEKTUTTwoNG elval pia
Sladikaoia oV EMITPETEL TOV TIOLOTIKO EAEYXO OE TPAYUATIKO XPOVO, KABWG
BonBd otV TapaTpnon TOAVOV AVWUOALKDV KoL EAXTTWUATOV TNG EKTUTIWOTG.
H mowdtnta touv mpoidvtog FFF emnpedletar amd TOAAEG TOPAPETPOUS,
ovpumepAapBavopévng TG TPAXVTNTAS TNG EMUPAVELNG, TWV EAATTWUATWV
TAPWOTG EKTUTIWOTG KAl TNG aKPIBELaG SLACTACEWV KL YEWUETPLAG.

M in situ péfodog eivar n mapakoAoVOnomn Stakvuavoewv Beppokpaciog
EKTUTIWONG Katd ™ Stadikacia. Ztn Stapkela g ektumwong FFF eivat onuavtiko
va StatnpnBel n Bepuikn evépyela vy va SLKo@AALOTEL OTL LVTIAPXEL OWOTN
oLVSEDT HETAED TWV OTPWHATWV. OTIwG £xeL avaepOel, OTAV TO BEpLOTAACTIKO
vua efwbeltal amd 1o Beppd AKPo TOL AKPOPLGIOV, ALWVEL KAl KOAAAEL TNV
EMUPAVELX. L0TOC0, AVTOG 0 UNYAVIOUOG CUYKOAAN O G BEV UTIAPYEL TTAEOV OTAV 1)
Beppokpacia TOL VIIUATOG TTECEL KATW aTiO 0pLopévn Bepuokpaacia. Kakn cvvdeon
HETAEY TWV OTPWUATWY EMNPEAleEL TNV amOd00N TOU E€EAPTHHATOS KAl TN
YEWUETPLKN akpiBeLa.

Emopévwg, n tapakoAoVBnon ¢ Bepuokpaciag Tov mpoidvTos Kata Tn SlapKelx
™G Sladikaciag eKTUTIWONG ATOTEAEL HEGO SLAO@AALONG TNG TOLOTNTAG TWV
EKTUTIWUEVWY  e€apTnuatwy. OL Kauepeg LTEPLOPWVY €lval 1 TIO OCUYVA
xpnowomolovpevn péBodog y TNV TapakoAoVBnon g Beppokpaciag twv
eCAPTNUATWY IOV EKTUTIWVOVTAL LE TEXVOAOYLEG TIPOOOETIKN G UNXAVIKWG [23].

To 3D-DIC givat pioe GAAN pn KataoTpo@Lk in situ texvikn pétpnong (omtikn), N
ool CLAAXPPBAVEL OTEPEOCKOTIIKEG ELKOVEG KOL OTI GUVEXELA TIS CUOXETICEL
XWPLKA Yl TNV €EaywyT TNG YEWUETPLAG TNG ETLPAVELAG. AVIXVEVEL KL EVTOTIL(EL
eAatTwpata oe Sokipa mov exktumwvovtal pe FFF. Avta ta glattopata
TEPAUBAVOLY TOGO TOTIKA EAATTWHATA, OTIWG Pl KNAISa 6To vijua, 600 Kol
YEVIKA EAQTTOUATA, OTIWS XUNAT] pot). Adyw TNG YEVIKEVUEVN S @UonG Tov 3D-DIC,
autn 1 peBodog umopel va xpnowomomBel yia pia peydAn mokidia pebodwv
AM [24].
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2.3.3 M€Boodol afloAdynong LETE TO 0TASLO TN G KATUOKEVNG
2.3.3.1 Kataotpo@ikeg

Otkataotpo@ikés Sokiuég (Destructive Testing - DT) agloAoyovv Tig 18Ot TES Kat
NV amdé800Tm TWV VAIK®V KAl TWV TIPOIOVTWY VTTORBAAAOVTAG Ta 0€ EAEYYOUEVES
OLVONKEG UEXPL VU «AOTOXNIOOVV». AUTOG 0 TUTIOG SOKLUWV EVAL ATTAPAITNTOG Yl
TOV TPOCSLOPIONO TWV PUOIKWY SLOTHTWV TWV VAIK®WVY, OTIWE 1] AVTOXN KAl 1
avBekTikOTNTA.  MTopoUvv  va  xpnowomowmBovv  Sla@opetikol  TUTOL
KATAOTPOPIKWV HEBOSWwV avadoya PE TN @UOT TOU VALKOU 1) TOU TIPOIOVTOG IOV
Sdoktpaletal

[ TG ekTUTWHEVEG SOUEG, M €VPEWS SladeSopévn KATAoTPOPIKY HEBOSOG
a&loAdynong Toug eival Ta TEOT e@eAKVOHOV (tensile). Xe auTd, éva KOUUATL TOV
VALKOU TILAVETOL KAl atto Ta SV0 AKpo Ao UL GUOKELT, 1] 0TIl TPpaf A apyd KATA
UNKOG TO KOUWUATL HEXPL VA OTAcEL ATO TN SVuvaun g €AENG kal TNV oaAdayn
UNKOUG TOU VALKOU TIPOKUTITEL 1) TLUN TAOT G KAL 1] TLUT Ttapapop@wong. H pébodog
auTi elvat ToAD SNHOEIANG T Blopun)XaviKn TIPaKTIKN. AuTto cuppaivel emeldn n
Stadikaoia eivat oxeTikd €0KOAN KAt ovvtoun, 8ev YPelA{ovTAl ONUAVTIKY
TO0OTNTA VALKOU OSElYHATOG KAl O QTALTOUUEVOSG €EOTALOUOG Elval OXETIKA
TPOOLTOG KAl UIKPOG, TPAYHX TOU onupaivel OtL 8ev  amaltel HEYAAES
EYKATAOTACELS KAl TOAAQ epyaotnpla €pevvag kat avantuing (R&D) ot
Bounyavia kot Tov akadnuaikd xwpo UTopoVV Vo EKTEAECOUV TIG SOKIUEG TOUG
EOWTEPLKA. ATIO TNV GAAN TTAELPA, €&V SlevepynBovv Kat eppunvevBolv cwoTad, ot
SOKIUEG EQPEAKVOHOU TIAPEXOVV TIAOVOLEG TIAN|POPOPIEG OXETIKA HE TIG UNXAVIKESG
810TNTEG €VvOG VAIKOVU, ouvumepllapfavouévng tng eVOBpavoTNG 1 OAKLUNG
OUUTIEPLPOPAS TOV, TNG «akapPiag» (LETpo Tov Young), TG avtoxns Stappong (av
UTIAPXEL), TNG MEYLOTNG AVTOXNG EPEAKUCHOU Kal EMUNKUVONG oTn Bpavion.
[TapoAo Tov uTapyxouvv apketég edalpéoels (Y mapadetypa, ol (Veg Kol Ta
oUVOET VAIKA WUTOPEl va ATOTUXOUV TPOWPA), TA TEPLOCOTEPA VAKA
Tapovolalovv VYPNAGTEPN avtoxn LTO OATTIKY TAon Amo O,TL LUTO TAOM
EPEAKVGLOV, KAL ETOUEVWG 1] AAVTOXT] OE EPEAKVOUO UTIOPEL CUXVA VX Bewpn Bl wg
EVA KATWTEPO OPLO YL TN BATTIKN avtoym). [S{wg yia ) texvoAoyia FFF 1 Sokiun
EPEAKVOUOV €lval TOAY onuavtiky, kabw¢ amoteAel pla afomom pébodo
XOPAKTNPLOUOV, WOTE VA KATAOTEL SUVATI 1] ACQAATG TTAPAYWYT] KAL XP1IOT] TWV
EKTUTIWHEVWV EEAPTNHATWV [25].

Mua dAAN peBodog mov pmopet va xpnopomom el yi tnv avédAvon tTwv Beppikwyv
Wlottwyv eivat n Awagopikn Oeppidopetplia LZapwong (Differential Scanning
Calorimetry - DSC). H teyviki autn XpnoLUOTIOLEITAL YL T HEAETN UETAPACEWV
@aomMG o€ VPV PACUA VAIK®WV OTIWG KEPUAWLIKE, TTOAVUEPT, K.A. H apy1) Aettovpylag
™G neBddov otnpiletatl otn pETPMNON NG SLaPopdg pong BepuoTnTAG TIPOG pict
ovola-Selypa kat pia ovoia ava@opds, cuvaptnoesL g Beppokpaciag, dtav oL Vo
0VOLEG UTTOKELVTAL O€ EAEYXOUEVO TTPOYpappa BEppavong 1/kat Yoéng [26].
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Emtiong xpnoomoleital kat n XNk avéAvon, ) omola Hmopel va e@appootel yla
NV eMAANBELVOT TNG AKEPALOTNTAS KL TNG KABAPOTNTAG TWV VAIK®V KAl TWV
ouvvOnkwv emelepyaciag mov ypnowwomolovvtat otnv AM. Evrtomilovtal ta
enimeda mpoopul&ewv pe yNUKd otoxela OTwG o&uydvo, vdpoyovo, alwTo N
yvootolyela OTwG oidnpog, Bavadio 1 adovpivio. Autn 1 avdAvon pmopet va eivat
XPNOWN Yl TOV TPOCGSLOPLOUO TNG CUYKEVTPWONG PUTWV 1] TG ATWAELNG
OUOTATIKWV Kpapatog [27].

M GAAN peplkwg Kataotpo@ikn peBodog elvat to Acoustic emission testing
(Soxun akoLOTIKWY EKTOUTIOV). Elval pia oo TIG o ATaLTNTIKEG TEXVIKES TTOV
UTTOPOUV va €@APUOCTOVUV. H aKOLOTIKY EKTTOUTN €lval TO @ALVOUEVO KATA TO
omoio 1 Tayxela ameAevBEPWON EVEPYELAS ATIO TOTILKEG TINYES SMULoVPYEl TTapoSika
eAAOTIKA KUpata. MmopoUv va An@Bolv TANpo@opieg oXeTIKA e TN BEon TwVv
QOUVEXELWV KAl Tn OSOoUlK akKePAOTNTAH TOU VAWKOU. ‘Eva onpavtiko
XAPAKTNPLOTIKO TNG AKOVOTIKIG EKTIOUTITG ElvaL T un avaoTpePudTTd TG AuTo
o@elAeTal 0T OTEV] OXEON TNG QAKOUOTIKNAG EKMOUTNG UE TNV TAACTIKY
Tapapop@won kat Bpavon. H mapakoAoBnon Twv akouoTIK®WV EKTTOUTWOV E(val,
SNAad”, KataoTpo@ik AGyw @BOpPAS TIOU TPOKAAEITAL OTO VALKO, wWOTOGO Ol
BAaBeg eival o€ emieSo LKPOKAILAKAG, 08 CUYKPLOT) UE TNV EVEEXOUEVT) aoTOX I
TOU VAkoU. Acoustic emission xpnowomoteitat Kat oto oTdSl0 NG HETA-
emegepyaociag kabws kat in situ (Katd ™ SLdpKeln) KATA T SIAPKELX KATAGKEVTG
uéow FFF. H avayvwplon eAATTOUATWY ETITUYXAVETAL CUYKPIVOVTAG TO TTPO@IA
ONUATOG SEYUATOG AVA@OPAS KAl TOU UETPNUEVOV TPOWIA ONUATOG TOU UTO
ueAetn Soxiuiov [28].

2.3.3.2 M1 KOTAOTPOPLKES

Ot un xataoctpo@ikés Sokipés (Non-Destructive Testing, NDT) elvat pia opada
TEXVIKWV OVAAVONG IOV XPTOLLOTIOLOVVTAL YL TNV a&loAGYN ot TwV LSLOTHTWV
evog efaptNuaTtos xwpis va mpokaAeitat (nuid. Emedn to NDT Sev aAlowwvel
UOVIIO TO AVTIKE(LEVO TTOV eTIBewpElTaL, EVAL POt TIOAVTLUN TEXVLIKT] IOV UTTOPEL
Vo €§0LKOVOUTNOEL XPNUATA KAL XPOVO OTNnV afloAdynorn Tou mpoildvTtog, oTnVv
QVTILETWTILOT TIPOPANUATWY Kat oty épguva [29].

M Baowkn un katactpo@ikn peBodog elvat 1 HAektpovikny MikpookoTia
Yapwong (Scanning Electron Microscopy, SEM), to omoio elvatr éva toxupo
AQVOAUTIKO epyaAelo ylar Tn MEAETN TNG YNWKNG ocvvBeong, ™G Soung Kat tng
Hop@OoA0YIinG TOU VALKOU KOl WG EK TOUTOU £XEL XPNOLLOTIOM Ol EVPEWS YA TOV
XOPOKTNPLOUO VEWV VAK®WV pE gupl @acpa epapuoywv [30]. To nAektpovikd
LUKPOOKOTILO CAPWONG XPTOLLOTIOLEL LK EOTIAOUEVT) SEGUN NAEKTPOVIWY VYPNANG
EVEPYELAG YL VO STILLOVPYTOEL I TIOWKIALQ OULATWVY OTNV EMUPAVELN OTEPEWV
Sdetypatwyv. Ta Selypata mpémel va elval cupmayn Kot va xwpoUv 6to BGAapo Tou
HWKPOOKOTI{OV.
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Ta onuata mov mpogpyovtal amo TIG AAANAETISPACELS TOU NAEKTPOVIOU HE TO
Selypa amokaAVTTOUV TIANPO@OPIES YLK TNV ETLPAVELAKT HLOP@OAOYia, XTULKN
oVUVOEoT KAl KPUOTAAALKT SOUT TWV VALK®WV TIOL amoteAovv To detypa. H avaivon
SEM Bewpeltal «un KATAOTPOEIKN», UE TNV Evvola OTL oL aktiveg X TOov
Tapdyovtal amod aAANAemISpdoelg nAekTpoviwy dev 0dnyolv o€ amwAgla dyKou
Tou Selypatog, emopuévwe eival duvatn N emaAveENUUEV] avdAvon Twv (Slwv
Setypdatwv [31]. [Tapoda autd, ) TpoeTolpacio SElYHATWY PKpoU PEYEBOLG ouXVA
QTOUTEL KATATUN O KL EMXPUCWOT], CUVETIWG O [T KATACTPETTIKOG XUAPAKTNPAG
™G uebodov elval TePLOPLOUEVOG.

H un kataotpo@ikn uéBodog mov XpnoLUoTOoLEITAL 0T TTapovoa Epyacia elval 1
Mwpotopoypa@ia pe axtiveg X (micro-CT/Mct), n omola dnuovpyel akplPeig
TPLOSLAOTATEG ATEIKOVIOELS TWV AVTIKELEVWY TIOU CAPWVOVTAL KAl AVOAVETAL
0TI OLVEXELQ.

~—
.

"

Awm
) aktvov X

Baonm deilypatog
[Inyn aktwvov X

Zynua 18. Aidtaén micro-CT

H topoypapia elvar pa Swadikacia ymeuakng Sdtunong evog Selypatog,
XPNOLUOTIOLWVTAS TIG AKTIVES X, 0L 0TIOlEG SIVOUV TIANPOPOPLES YIA TO ECWTEPLKO
TOU. XPNOLWOTOLEITAL HMLKt OMUELAKY] TIMYN TIOU TAPAYEL ML KWVIKY SEoun
akTwwv X Tou TEPLKAElel To avTikelpevo. O aktiveg Tov TepvoUv amd To
UTTPOCTIVO KAL TO TOW UEPOG TOU aVTIKELUEVOL Sev Ba tpoaArovtatl otny (Sla
oclpad Ttou aviyveut. Kata ™ Sudapxkela ™G odpwong TO AVTIKEIPEVO
meplotpé@etal katd 1801 360 poipeg pe Eva otaBepod Prina TEPLOTPOPTG.
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Ye kaBe ywviaxn 0¢on Ba Aapfdvetal pa okiwdng dtodtaotatn (2D) ewova. To
TPOYpapUA amoOnNkeVeL OAEG AUTEG TIG EIKOVEG TPOBOANG OTN UVNUN TOV. XTN)
OLVEXEWX, HEOW EEEISIKEVUEVWY aAYOplOUWY, YIVETAL O UTIOAOYLOHOG TOU
ovvteAdeot e§acBevnong aktivwv X yla kdBe xwplkd ONUELD 0TO ECWTEPLKO TOV
Sokipiov, o omoiog SlaopoTmoleital avdAoya HE T oLOTACT Kol ThV VTapén
SLLPOPETIKWV QACEWV, TLY. TOAVHEPES Kal aépag. [IpOKUTTEL CLUVETIWG LA
TPLOSLACTATN AVATIHPAOTAOT TOV SoKIiov, 0TV oTlola PTopel va Yivel ToloTikn
KOl TTOOOTIKI a&loAdynomn NG E0WTEPLKNG TOU Soung. Eve pia tumikn Ymeakn
EIKOVH amoTeAeltal amd pixels (oToyela ekoOVAG) UL EKOVA UTTOAOYLOTIKNG
Topoypapiag amotedeitar and Voxels (Stakpita otoyxela dykov). H avadoyia
onuatog mpog B6pv o TN oKLWON EIKOVA UTToPEl va BeATIwOEL BeATIOTOTIOLWOVTAG
TOV XpOvo €kOeonG TPOKEWWEVOL Vo AN@OoUV oL TILO QVTITTPOCWTEVTIKES
TIANPOOPIEG.

0 aplBpog Twv apyelwv PHETE amd AUTNV TNV amoKTnoN €€apTATAL A0 TO Bua
TEPLOTPOPTG IOV EXEL ETIAEYEL KAL TT) GUVOALKT TIEPLOTPOPT] IOV €xeL eTAeyel. Ta
QATOTEAECPATA AVAKATAOKEUNG LTTOPOVV VA ATTOONKEVTOVV amevOeiag 1) LETA ATtO
HETATPOTI o€ €lkOves 8 bit 11 16 bit (o oVvnBeg), apov £xel ponynbel Eva
«TAPABLPO» TTUKVOTNTAG, OTIOV ETAEYOVTAL OL EAAYLOTES KL LEYLOTES TIUES. ‘'OAES
oL TIEG peTadl autwv Ba gp@avifovtal wg Nuitovn ekova. Avaloya peE TNV
ETILAOYT] TOU XPNOTI, OAES OL TIHEG eEaBEVONG KATW Ao TO €Ad)LOTO Ba elval
Hopeg evw O,TL elval Tavw amd To UEYLOTO Ba EUPAVICETAL OTN CUVEXELX
WG Aevko [32].

Ol SLPOPETIKEG QATIOYXPWOELS TOU YKPL OE UL TETOLA €IKOVA, 0@EAovTal otV
e€ac0£vion TwV akTvoV X 1) 0TI (A [LE TNV CELPA TNG, OPEAETAL GTNV AVOAOYiX TWV
akTwwv X Tov €yovv okedaotel 11 amoppo@nOel kabBwg Siépxovtal péoa amod To
Setypa. H e€acBévion twv aktivov X elval piia cuvaptnon mov eEaptatal amd v
EVEPYELQ, TNV TTUKVOTITA KAL TOU ATOULKOV aplOpov ToOU VALKOU IOV ATIEIKOVI(ETL
Mia elkOVA VTTIOAOYLOTIKN G TOHOYpa@iag Snpovpyeital KatevdBivovtag aktives X
SLtPEOOV TOV VAIKOU aTd TOAAATAOUG TTPOCAVATOALCHOUG KAl UETPWVTAS TNV
TPOKVUTITOVON HElwON oTNV €vTaom. ZTNV CUVEXELX UE TNV XPNOT €VOG €181koV
adyopiBuov, avakataokevdleTal  Stavoun ™G eEaoBEévions Twv akTvwy X TTavw
0TO VAKO. Me v Sladoxikn amoktnon otolfayuévwy SeS0UEVWVY ATIEIKOVLIOTG,
umopel va An@BOel éva MANPNG OYKOG TEPLYPAPOUEVOG ATO TA TAPATIAV®W
debopéva.

H dnpotikéTTad ™6 nebodov pmopel va amoSoBel TNV IKAVOTNTA TOL VA TTAPEXEL
aKPLBEIS TTOOOTIKEG KAl TIOLOTIKEG TIAT|POWOPIEG OXETIKA HE TNV TPLOSLACTATN
pop@oAoyia tov detypatog. To ecwtepikd Tov Selypatog pmopel va peAetnOetl pe
HEYAAN AemTopEpEld XWPIG va KATA@PUYOUUE OE (QUOLKN TOUn 1 va
XPMOLUOTIO|O0VIE TOEIKA XN UIKA. ETUTAE0V, HETA ™ 0dpwon, Ta dBiKkTa Selypata
Umopovv va vTofAN00oUV o€ GAAEG SOKIPESG, ETIAVOVTAG EMOUEVWS TO TIPOLRANHA
NG OTAVIOTNTAS TOV SelypaTOG.
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Me v mCT, Sokipla pe TEPITTAOKEG ECWTEPIKEG SOUEG UTTOPOVV VA EEETATTOVV
TIPOCEKTIKA KAB WG OTIOLASTTIOTE YWPLKT TOTIODEG (A TG APXLTEKTOVIKIG UTTOPEL Vo
amopovwBel Ymelaka. Avtd elval {WTIKNG ONUACING Yl QVTIKEPUEVA TIOU
TAPOVCLATOVV SLAPOPETIKEG YEWUETPIKEG SIATALELS OE SLAUPOPETIKEG XWPLKEG
BéoeLs.

H tpodidotatn ameikovion eMITPEMEL PlX KOVTIVI] TIPOLOAN} OTOLGONTIOTE
OUYKEKPLUEVNG ToToBeoiag, emopévwg yivetalr Suvat) 1 TAPATAPNON TOU
OXNHATOG KAl TOV pey€Boug Twv mopwv. H avdAvon Micro CT Sev eivat katdAANAn
Yl QVTIKEILEVA TIOV TIEPLEXOUV HETOAAX KB WG oL akTives X e€aaBevolv TOAV ato
auta ta pétaAla. H mapovcia PETAAAWVY €XEl WG ATOTEAECUN OKOTEWVA Kol
EWTEWVA KOKKWAET TEXVOUPYNHATA IOV KPUBOUV OTUAVTIKEG AETITOUEPELEG OTLG
ewoveg oapwong. KaBwg to micro CT elval gl oXeTika VEx TeEXVOAOYLQ,
avapévovtal BeAtiwpévol aiyoplBuol kat pubuicelg, emAvovtag £Tol TETOLA
o@dApaTa amelkoviong [33].

Metd v tplodidotatn odpwon eivatr duvatn 1 Ynelakny emegepyacia Twv
deSopévwy yla T oUyKpLoT TNG TPAYUATIKNG YEWUETPLOG PE TNV OVOUXOCTIKI).
AvuTo yivetal pe Aoylopiko 6mws to CloudCompare. To Aoylopikd CloudCompare
EMITPETEL TN SNULOLPYIX EVOG XPWUATOUETPLKOU XAPTN TNG ATMOKALONG GTNV
emupavela Tov mAgypatog STL oe ovykplon pe to kuplo STL, TocoTiKoTOMUEVO O
OUYKEKPLUEVA OMNUElX ETMTPEMOVTAG UL GUVOALKY oUykplon amokAlong 3D 1,
avaAvon atmo onpeio og onueio. O YPWUATIKOS XAPTNG VTTOSEIKVUEL ATIOKALGT) TIPOG
Ta péoa (UmAe) M Tpog Ta €&w (KOKKLVO), eV 0 TPACLVOG UTIOSEIKVVEL TNV
eAALOTN amOKALOT). To AOYIOUIKO ETILTPETEL TNV ATIOKALOT) HETPTOTG. O ETITESA
tou XYZ [34].
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3. Mepapatikd Mépog

TKOTIOG TNG Tapovoas epyaciag elval 1n UEAETN TNG EMISPAONG OPLOUEVWV
TAPAUETPWY  EKTUTIWONG OTO EKTUTWHEVO Sokiplo. OL TapApeTpol TOL
EMAEXONKAV TIPOG HEAETN ElVAL OL AKOAOVBOEG:

e Layer height (o6 ivag)

e Extrusion width (TAdtog tvag)

e Volumetric flow rate (oykopetpikny mapoxn), m omoia emnpedlsl v
ToXVTNTA EKTUTIWOTG.

['a k&Be apdpetpo emAéyovtal 3 TiuES (SV0 oplaKEG KaL i ev8ldpeon), omote
yivetal peAétn o€ éva cvotnpa 3 x 3, SNAad 27 SLHPOPETIKA GET TTAPAUETPWV.

H Stadikaoia mov akoAovdnOnke cuvoiletal 6To akdéAovBo Stdypappa pong:

. IMpocd .
BiAoypapkn Volumetric poa lOJplU[.lOQ
. TAPAPETPLOV
QVOLOKOTINOT) Flow Tests ,
eKTUTIWONG
1D 2D 3D
Tyeblaopog Suadpopng Exedlaopog Sabpoprng YyeSlaopog Sokipiov
ektUTwong pe Full Control ektuTtwong pe Full Control pe Fusion360
Extommon Excromoo Tsuaxmuos HETW
5 . , Prusa Slicer
oKlpiwv Soxiwv
MoloTiky] Kal TOGOTIKY Mototikn afloAdynon pe ExtOmwon
atloAdynon pécw mCT OTEPEOCKOTILO Soxuiov

Mootk afloAdynan pe
OTEPEOTKOTILO

Zyrjua 19. To Slaypappa pong TG mapovoas HEAETNG

H Siadikacia gxel wg e€nG: Apxikd £ywve pia BBALOYpa@IKT aVAoKOTNOT), KATA TNV
omola emMAEXONKAV 0L CUVONKEG EKTUTIWONG, TO UALKO KAl TO €UPOG TIUWV TWV
mapapétpwyv. Emerta €ywvav teot mpoodloplopo TG HEYLOTNG OYKOUETPLKIG
TAPOYNG TOU EKTUTIWTH WOTE VA TPOCSLOPLOTEL TO €VPOG TWV TIUWV TNG, Kol
EMAEXOMKAV TA TEAIKQ OET TAPAUETPWV. TN GUVEXELA £YLVAV TA TEOT Yl To 1D,
OToV oxedLaoTnKe N Stadpoun ekTUTTWONG Yo kKaBe detypa péow tov FullControl
Kol ETMELTA TA eKTUTTWHEVA Sokipla tomoBemOnkav oto mCT ywax scanning. Ta
amoteAéopata agloAoyndnkav Téco MOLOTIKA, OG0 TIOCOTIKAE, GUYKPIVOVTAG TO
TAGTOG TWV VWV |LE TO OVOUAOTIKO.
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Metd to 1D, €ywvav ta teot yla to 2D, 6Tov avtiotoya oxedldotnke 1 Stadpoun
eKTUTWOoNG. Ta ekTLTTWHEVA SoKipla aloAoy1|BNKAV TIOLOTIKA ETELTA ATIO PEAETN
ue otepeookomio. Tédog, ektumwOnke éva 3D Sokiplo pe Tov ovuPatikd TPOTO
(apxelo CAD — STL - slicing) kot a§loAoynOnke moloTikd.

[ T ekTUTTWOoELS XpnopoTomOnke o ektumwtnG Prusa i3 MK3S+, pe Siapetpo
akpo@uoiov 0.4 mm. To VAkO Tov ypnowomomnke eival FormFutura PLA o€
Stdavo xpwpa. To moAvyaAaktikd o8O (PLA) eival éva eup€wg Xp1OLLOTIOUEVO
Bodlxomwpevo moAvpepes. Eival éva @uliko mpog to TePBAALOV TTOAVUEPES TIOU
TIPOEPXETAL ATMO TOV TOAUUEPIOUO TOU HOVOUEPOVS YOAAKTIKOU 0&€og (2-
vdpoduTpoTiovikd o&v, LA).

Ta tests emAéxOnke va yivouv o€ Beppokpacia 205 °C, ) omola eivat pia peom Tun
oto BBAoypa@iko evpog Beppokpaciwyv yia to PLA, To omolo eivat 190-220 °C.

3.1 [IpocdLoplopds TTAPAUETPWY EKTUTIWONG

'OTws ava@EéPONKE, OL TAPAUETPOL TIOV LEAETWVTAL ElvAL TO VYOG (VAG, TO TTAATOG
(vag KAl 1) OYKOUETPLKY TTPOX.

3.1.1 'Yyog oTpwong

‘Ocov agopd o VPog ™G (vag Yl va Bpedolv Ta GET TIUWV XPTOLLOTIOLOVVTAL
BBAoypapka Sedopéva g Prusa, cOp@wva pe Ta omola i akpo@Uoto 0.4 mm:
Layer height = 20%-80% ¢ Stapétpov Tov akpoguaiov [35].

TuVeTw TTPokVTTEL VP0G TipwV 0.08-0.32 mm.

EnAéyovtat ot 3 tipég: 0.08 (nozzle diameter x 0.2) , 0.2 (nozzle diameter x 0.5)
kat 0.32 (nozzle diameter x 0.8), 5nAad1) ot Vo akpaies KoL 1 pecolor TLUN.

3.1.2 [TAd&tog tvag

'l To Vpog TIHWV XpnotpoTolovvTal TTdAL BLALoYypa@ikd dedopéva g Prusa yu
akpo@uoto 0.4 mm, 6ToL:

Fiber width = 60%-180% ¢ StapéTpov Tou aKpoPLGiov
Tuvenwg tpokVTTEL VP0G TV 0.24-0.72 mm.

Emtidéyovtal ot 3 tipég: 0.24 (nozzle diameter x0.6), 0.48 (nozzle diameter x1,2)
kat 0.72 (nozzle diameter x 1.8), dnAadn ot Vo akpaieg KoL N pecaia TLu.
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3.1.3 OyKOUETPLKN TTXPOXY)

‘Oc0ov a@opd TNV OYKOUETPLKI TapoxT], TPV ETAEXOOVV oL TIHEG TTpoodiopileTal
TEPAUATIKA 1] HEYLOTN OYKOUETPLKY TTAPOXT) TOU printer oL YPNOLLOTOLE(TAL.
['lvetal, Aowmov pa oelpd amoé Max Volumetric flow tests.

H oykopetpikn mapoyn Q (mm3/s) apopd Tov 0yko Tov mAaoTikoL TIov e§wbeltal
aTo To VO TNUA TPOWOSooiag Tou 3D ekTUTIWTH AV povada xpovou. AVo BacIKES
TAPAUETPOL TOV G KWSIKA IOV €MMPEA{OVV GUECA TNV OYKOUETPLKT TTAPOXT Elval
N mapapetpog E, mov opilel tnv ovopaotikn) amoéoctaon (o€ mm) YPOUULKNG
K(vnong tov BepUomAOTIKOU VIIHATOG Yl VA ELGEABEL 0TV KEPAAT EKTUTIWONG
Katn mapapetpos F (oe mm/min), mov opilel v TaxuTTA TPOYOS00(AC.

H oxéom mov Tig ouvdéel elva:

0=+(z5) @

omov Arn Statoun tov FFF vijpatog ton pe 2.40 mm?, yio vijpa Stapétpov 1.75 mm.
Iy mepimtwon g eAevBepng e§wBn o kab’ VPog (kKABeTN Kivnon ™G KEPAANG
KATA TOV d&ova Z), 1 TaxUTNTA TPo@odociag toolTal pe

_Z*Q*60

oA @

0Tov Z 1 6LVOALKN aTmdoTHoN Kivnong katd tov Z (o€ mm).

[NaZ =10 mm kat E = 200 mm, tpokvTTOUV 0l tkdAovBol cuvdvaopol
OVOUXOTIKNG TV TN TAG TPOPOS0CIaG — OYKOUETPIKN G TTapoxnS (K&vovtag
oTpoyyvAoToinon oto 2° dekadiko Ymeio):

[livakxag 5. TIivakag 0VOLAOTIK®V TAXUTNTWV TPOP0S00ias - 0OYKOUETPIKNG TIAPOXNG

Q (mm3/s) F (mm/min)

2 2.49
4 4.99
6 7.48
8 9.98
10 12.47
12 14.97
14 17.46
16 19.96
18 22.45
20 24.95
22 27.44
24 29.93

['la 6AoUG TOUG TTHPATIAV®W GLVEVAGHOVG TPOPOSOGING — OYKOUETPLKIG TIHPOXNG O
OUVOALKOG, OVOLAOTIKOG OYKOG TOU VALKOU Tov e§wBeital eival otabepdg Kat (cog
ue Ve = Ar* E = 0.480 cm3, Tou avtioTolxel 0€ OVOLAOTIKY TN HAlag VALKOU (om
pe 0.595 g.
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['la Toug VTTOAOYLOPOVG BewpEiTaL KATA TIPOCEYYLOT) OTL £XEL EMEABDEL OLOLOLOPPT
NN 0TO VALKO KAl OTL 1) TTUKVOTNTA TOL €lval otabept) Kat (oM Pe TNV TTUKVOTNTA
TOU VAWKOU o€ oteped Katdotaon (1.24 g/cm3). Zuvenws, 0TouG VUTTOAOYLOHOVG
Sev AapfBavetal voymn 1 peTafoAr] TG TUKVOTNTAG TOV VAIKOU O€ KATAOTAOT
TNYHATOG, CUYKPLTIKA [LE TNV TTUKVOTNTA OTEPEAS KATAGTAGTG, 1] OTIOX UTIOPEL VI
Tapovolacel pelwon g taéng touv 10% ywx apop@a moAvpepn. H mpooéyyon
QLTI TPOVTIOOETEL OTL TO VALKO EXEL XAUNAO TTOCOGTO KPUOTUAALKOTITAG TIPLV KAl
HeTd TV Katepyaoia, SnAadn katd v tayxsia Podn kal otepeomoinon mov
vlotatat. To PLA kaAvTtTeL autrv v mpoiumoBeomn [36].

Kabw¢ To VAIKO SiEpyeTal amo To akpo@VGLo VTIO TNV EMSpacT NG TiEonS IOV
TOV aoKelTtal amd 1o cVOTNUA TPOPOSOCING KAL TO OTEPED KOUUATL TOU VIJLATOG
Tov Spa WG EUPOAO, I POT) TOU KUPLAPYELTAL ATIO TNV LOOPPOTHA TWV SUVAUEWV
TeonG KAl SATUNTIKWV TACEWV, TOU 006MYoUV O€ SLa@OPETIKOUS puOpovg
TAPAUOPPWONG Kol TTwon TG Tieons AP. H ieom mov aokel o Kivntipag mpemel
va Eemepdoel TNV T Tov AP, 1 omola o€ TpwWTN TPOCEYYLoN Elval avaAoyn Tng
mapapétpov Q (oxéomn Hagen-Poiseuille). o avgnuéves Tipég g mapapétpov Q,
N wx0G Tou Kwntnpa Tpowodociag dev pmopel va Eemepdoel TNV 0A0EvVa
aLEAVOUEVT] TITWOT) TIEOTG, LE ATIOTEAEC A TNV SNHLoVPYid ATIOKALOTG LETAEY TNG
OVOUOOTIKNG KAL TNG TIPAYUATIKNG OYKOUETPLKNG TILPOXNS.

ZTOX0G TNG TEPAUATIKNG Stadikaciag eival o kaBopLopos Tov KATAAANAOL EVPOUG
NG TUNG TNG OYKOUETPLKNG TAPOXNG YIA SLA@POPETIKEG TaxLTNTEG £EWONONG.
Metpovpevo péyebog elvat  pdla Tov VALKoU Tov e§wOeital, yia TpokaBoplopévn
Stdpetpo akpouoiov (0.4 mm), punkog vipatos (200 mm) kat Beppokpacio
ektOumwong (205 °C).

H mepapatikn Stadikaoia faciletal og avtiotoyo BipAoypagikd eipapa [37].
l'vetal exktvmwon 100 mm amd filament kabBeta oe 12 StaopeTikovg pubUovG
pong Ta ™ Snuovpyia Tov kwWdika ypnopomom)dnke to Flow Test GCode
generator [38].
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‘Emtetta amd dVo emavoaAnyelg (3 €T OUVOALKQ), TA EKTUTIWUEVA SOKIULA, TIOU
EXOLV TO OXNUA «oTAYOVaS» (ZyMua 20) (uylovTal Kot ETAEYETALT) LECT) TLUT).

[ivarxac 6. Ta amoteAéopata Twv max volumetric flow tests

Oeppokpacia / °C 205 205 205 205
PuBuds poijs / mm?/s Bdpog /g
Run 1 Run 2 Run 3 Mécog 6pog SD
2 0.603 0.602 0.593 0.599 0.0055
4 0.590 0.587 0.581 0.586 0.0046
6 0.573 0.566 0.553 0.564 0.0102
8 0.549 0.495 0.498 0.514 0.0304
10 0.502 0.484 0.469 0.485 0.0165
12 0.420 0.425 0.451 0.432 0.0166
14 0.388 0.361 0.375 0.375 0.0135
16 0.320 0.327 0.237 0.295 0.0501
18 0.296 0.116 0.295 0.236 0.1036
20 0.239 0.271 0.271 0.260 0.0185
22 0.179 0.245 0.245 0.223 0.0381
24 0.158 0.202 0.134 0.165 0.0345

Ao ta amoteAéopata oxedialovtal Ta akoAovBa Staypdppoata:

FormFutura PLA Pure

0.650
0.600 3

0.550 o +

0.500 ? -

0.450 1

0.400

0.350 e

0.300 T [
1

0.250 J-
0.200 l I 1
0.150
0.100
0.050
0.000

2 4 6 8 10 12 14 16 18 20 22 24

OvVopaoTIKY TIHA Q (mmd/s)

Mata ukikou (g)

Zynua 21, Aldypappa ualog VALKOU — OVOUXGTIKNG TUUNG OYKOUETPLKNG TTAPOXS
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FormFutura PLA Pure

24.0 )
22.0 °
20.0 )
18.0 )
16.0 °
14.0 )
12.0 e
10.0 =
8.0
6.0 ¢
40 )
20 @

2 4 6 g 10 12 14 16 18 20 22 24

OvopaoTike T Q (mm?3/s)

Mpaypatiki T Q (mms/s)
(1)

Zyrua 22, AlGypappia TTPAYUATIKNG — OVOUNGTIKG TIUNG OYKOUETPLKNG TTAPOXT|S

FormFutura PLA Pure

0% °
-5% ®
-10%
15% °
-20% ®
25%
-30% ®
35%
-40%
-45%
-50% ®
55%
-60% ®
65% ®
-70%
75%
-80%
0 2 4 6 8 10 12 14 16 18 20 22 24

Ovopaotikr Tpn Q (mmé/s)

Mooootd uroefwOnanc (%)
®

Zynua 23. Aldypappa Tocootol VTToEEwHNONG — OVOUAGTIKNG TIUNS Q

Avanteitat to onpelo 6mov 1 pon «mé@Tew onuavtika (flow dropoff section). Ze
ekeivo To onpeio BplokeTal ) HEYLOTY OYKOUETPLKY TTAPOXT) TOV printer.

ATé ™V peAéTn Twv SLAYPAUPATWY, TPOKUTITEL TIWG TO AVW OPL0 TNG
OYKOUETPLKNG TApOXNG ME amokAon < 2% TNngG ovopaoTIKNG TG elval ta 4
mm3/s. Baon ¢ Tyumg autng, emAgyovtat 3 TIUEG TNG TAPAUETPOU Q yla TOV
UTIOAOYLOUO TWV 3 ETUMESWV TAXVTNTAG EKTUTIWONG:

Q=1mm3/s, Q=2mm3/s, Q=4 mm3/s
[l ™ kabe (va .oyVel 1 akdAovdn oxéon:

Path Width (Wp)

TN 12
Ap = WpHy — (1 - Z) Hy (3) Layer Height (Hp)
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ZUVETIWG VTIOAOYICeTL TO Ap YLdt KABE GET TIHWV TTAATOUG — VOUG.

H tayvmra eivau:

3
speed (T) = )

- A, (mm?)

(4)

Qotdoo o printer xpeldletal ) Taxvtnta o (mm/min), omote yivovtal ot
AVAAOYEG LETATPOTIEG KL VTTOAOY(leTaL TO feedrate, 0TTOTE TPOKVTITOVV T TEAIKA
OET TAPAUETPWV YL TA EKTUTIWHEVA Sokipla. AvTta cuvoyilovtatl otov akdéAovBo
VoK

Hivakag 7. Tlivakag VTTOA0YLGHOU TOU puBUOU TPo@P0odociag yla KABE OET TAPAUETP WY

Q Width Height A , Speed Feedrate
(mm3/s)  (mm) (mm) > (e (mm/s) (mm/min)
0,24 0,08 0,017827 56 3366
0,24 0,2 0,039416 25 1522
0,24 0,32 0,054825 18 1094
0,48 0,08 0,037027 27 1620
1 0,48 0,2 0,087416 11 686
0,48 0,32 0,131625 8 456
0,72 0,08 0,056227 18 1067
0,72 0,2 0,135416 7 443
0,72 0,32 0,208425 5 288
0,24 0,08 0,017827 112 6732
0,24 0,2 0,039416 51 3044
0,24 0,32 0,054825 36 2189
0,48 0,08 0,037027 54 3241
2 0,48 0,2 0,087416 23 1373
0,48 0,32 0,131625 15 912
0,72 0,08 0,056227 36 2134
0,72 0,2 0,135416 15 886
0,72 0,32 0,208425 10 576
0,24 0,08 0,017827 224 13463*
0,24 0,2 0,039416 101 6089
0,24 0,32 0,054825 73 4378
0,48 0,08 0,037027 108 6482
4 0,48 0,2 0,087416 46 2745
0,48 0,32 0,131625 30 1823
0,72 0,08 0,056227 71 4268
0,72 0,2 0,135416 30 1772
0,72 0,32 0,208425 19 1151

*¥e autd To onpeio 1 TN TG TAXVTNTAG EETEPVA TO AVWTATO OPLO TNG TAXVTNTAG
ektomwong tov FFF ocvomiuartog. EmAéystal va ektumwbel oto 85% 1ng
Taxvmtag, nAadn ota 11444 mm/min.
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3.2 ZxeSL0LOUOG KAl EKTUTIWOT)

H 6eppokpacia ektdmwong ywa oAa ta Sokipa eivar 205 °C. O G-code
TEPAUPAVEL TTEPA ATTO TO KUPLO HEPOG evay KWK evaping (Start G-Code) kot
avtiotoya kwdika téAovs (End G-Code), ot omolot meplapfavouv Tig Stadikacieg
IOV TIPETIEL VA YIVOUV GTNV apXN KAl 0TO TEAOG TNG EKTUTIWONG avtiotoa. To
FullControl Sivel T duvatotnta xpriong Custom kwSKa ylax TV Evapén Kat To
TEAOG, OTOTE TPOCAPUOCTNKAV Ol KWSIKEG WOTE va elval ocvpfatol pe tov
EKTUTIWTT] TIOU XPTCLUOTIO|ONKE.

3.2.11D

To ocVvotnua mov peretatal eivat 3x3 (27 oet mapapétpwv). ' ™ Sopn twv
Sokiiwv xpnowomomOnke piax Sour mov €xel xpnowomowbel o avrtiotoa
BBAoypapika melpapata kat oxedidotnke pe Fullcontrol [39] [8].

(a) MAdrrog 1 filament . 2 ] (b) Lol ';u tpr'mmfx cto r'théu.
Ygog 10 layers Zradiakn u):huvn ' £V p&kﬂov‘ful wots
napapiTpou va s§acdadilstar n

otaBepn| Katdotacn
Tou akpoduciou
otnv LOI

Tpappn stabiliser,
EMUTpENEL OTO
nozzle va
otaBspornoirjost )
pon mpwv TUnwost §
™ YPoppn
evliadépovrog

OpZévrieg ypappég
entpénouy
suBuypdppion yia
HiKpooKoria

Neproxn 1 Neproxn 2 Mepoxr 3
| 1 |
Apxn sktUnwong —'7 3 ’I -‘
2mm |
LOL: Line of interest (ypappn svéiadpépovrog) (C) U |

Zynua 24. H Stadpoun ektomwong facet Moetazediana et al.

[T ouykekpLuéva, otn peAetn Twv Amirpasha Moetazediana et al., oxeSialetal to
mapandvw oxnua pe FullControl. e kaBe LOI (ypapur evoia@épovtog) vmtdpyouvv
3 meployég. O meploxég 1 kat 3 €xouv TIG (SLEG TTAPAPETPOVG EVW GTNV TIEPLOXT] 2
UETABAAAETAL P TTAPAUETPOG. APYLKA LEAETATAL 1] TOUXVTNTA EKTUTIWONG, LETA T
EMLTA)LVOT, TO retraction (avakAnom vijpatog), 1 0eppokpacio eKTUTWONG KL TO
VoG ™G tvag.
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Ty mapovoa LEAETN oXeSLAGTNKE pLa SOUT) AvTIoTOLYN HE TN TIHPATIAVW, KAB WG
oL TAPAAANAEG 0pLlOVTLEG YPAUUES KABLOTOUV EVKOAOTEPO TO Scanning TWV VWV
Kal Tn ovykplon toug. Kabe extumwpévo Sokiplo meplapfavel 3 TepLloyEg,
dnAadn 3 oet mapapétpwv. OL 3 tepLloxEg £X0VV TO (810 TAATOG KAl VP0G VWV, EVW
peTaAAAeTal 1| OYKOUETPLKT Ttapoxn. OTOTE CLVOALKA ekTUTIWVOVTAL 9 Sokipta,
oV TO KaBeva tepAapfavel 3 TeoT.

ZUYKEVTPWTIKA:

[livaxag 8. Ta o€t mapapétpwy ya to 1D

Width Height Feedrate Width  Height Feedrate Width Height

(mm) (mm) (mm/min) (mm) (mm) (mm/min) (mm) (mm)
0.24 0.08 3366 0.24 0.08 6732 0.24 0.08
0.24 0.2 1522 0.24 0.2 3044 0.24 0.2
0.24 0.32 1094 0.24 0.32 2189 0.24 0.32
0.48 0.08 1620 0.48 0.08 3241 0.48 0.08
0.48 0.2 686 0.48 0.2 1373 0.48 0.2
0.48 0.32 456 0.48 0.32 912 0.48 0.32
0.72 0.08 1067 0.72 0.08 2134 0.72 0.08
0.72 0.2 443 0.72 0.2 886 0.72 0.2
0.72 0.32 288 0.72 0.32 576 0.72 0.32

OL evToA£g IOV YpnopoTomBnKay ival ol akOAovOeG:

[Tivaxacg 9. 0L evtoAég ov xpnoluomoniOnkav ato FullControl

Feedrate
(mm/min)
11444
6089
4378
6482
2745
1823
4268
1772
1151

Rectangle

X1

Y1 X2 Y2 z CW or anti-CW |NomWidth [NomHeight E=?;F=?;,T=? EvaluePerSegmentOverride;F-SpeedOverride

Line

Cartesian

X1 Y1 71 X2 Y2 22 "Print" or "Travel" [NomWidth ‘NomHeight

[E=2;F=2,T=2

Cartesian repeat

Repeated feature(s) |X-disp Y-disp  |Z-disp |Repeats (excl. original)

Apxwa oxedialetal éva opBoywvio otabepomoinong g pone. ‘Emeita yivetat n
akoAovOn Stadikaoia:

Ixedaletar éva opboywvio To omoio Bonba otn ompiEn TWvV WOV
(TtepipeTpog).

Txebialetal pa Stabilisation-Transition line otnv omola yivetatr n mpwTy
aAAayn taxvntag (petapaon 1).

Ixebialovtal 6 ypaupéS evOLA@EPOVTOG HE TNV Taxvtnta otn Tty 1
Xpnowomolwvtag tnv evtoArn Cartesian repeat tov FullControl otov déova y.
Txedialetain devtepn transition line.

['lvovtat 6 ypappég evila@Eépovtog Pe TNV TayxVTNTA 0T T 2 avTioTolXo HE
TPLV.

Txedwaletaln tpitn transition line.

Ixedrafovtal 6 YPapPES EVSLQEPOVTOG LLE TNV TAXVTNTA GTN TN 3.

‘OAa ta mapamdvw PBrpata emavodapfavovtal otov dfova z pe Cartesian
repeat. ['lvovtat 60eg emavaAnPeig xpetalovtal wote Ta Sokipa va Exouvv (810
UPog (0o pe 2 mm. Zuykekpipeva ota Sokipta pe layer height 0.08 yivovtai 25,
pe 0.2 yivovtat 10 layers kat pe 0.32 yivovtat 7 layers. Ztnv avdivon Ba
peAetnBOovv 7 layers amo to kabéva, wote va uTTdpyeL (8log aplBpog Sedopévwy
Yl KAOE OET TAPAUETPWV.
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To teAikd oynua eivat to akdAovbo:

Kbpa oym

Kdtoym

Mmpootd 6ym

Zynjua 25, H extutwpévn 1D Sour amd Sla@opeTikeg OYEeLg

Aplotepn oym

- ! |
|
KatetBuvon tpoxidg
L
FTTTTTTTTTT i
— |i ___________ ]
MetdaBaon 3
(Méxpia > Y¥nAi)
e —
QoTTTTTTTTS
— |
= — "“'f """ d
E— MetaBaon 2
. (XapnAq = Métpia)
Apxn ekTOTIWONG —
e —
- =D — ———— T |
1 ]

Ls

X

Il Nepipetpog

W XounAn taxvtnta
W Métpla taxutnta
B YUnAn taxttta

Zynua 26. H Stadpopur) ektomwong yia ta 1D Soxipa
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Zynua 27. dwrtoypaia ektuntwpévou 1D Sokipiov

3.2.22D

Y10 2D emA€xOnKe Eva avTioTOL(O0 OXNHA, LE TIG ETMUEPOUS YPUAUMUES, OUWS, VX UMV
€xouv kevo petafl toue. Ta Sokipla TUTTWONKAV G HOP@T) TTAEYUATOG, UE 9 OET
TAPAUETPWY TO KaBéva. ZuVemw, ekTumwOnkav 3 Sokipla ouvvoAlka. Kabe
Sokiplo epapfavel oeT TApapETPWY e TO (510 VPG tvag kot peTafaAAdpeva
TO TAQTOG (VG KOLT) OYKOUETPLKT) TIAPOXT).

ZUYKEVIPWTIKA:
Hlivaxag¢ 10. Ta o€t mOpapéTpwy yia to 2D

Print Width  Height Feedrate Width  Height Feedrate Width  Height Feedrate

(mm) (mm) (mm/min) (mm) (mm) (mm/min) (mm) (mm) (mm/min)
0.24 0.08 3366 0.24 0.08 6732 0.24 0.08 11444

1 0.48 0.08 1620 0.48 0.08 3241 0.48 0.08 6482
0.72 0.08 1067 0.72 0.08 2134 0.72 0.08 4268
0.24 0.2 1522 0.24 0.2 3044 0.24 0.2 6089

2 0.48 0.2 686 0.48 0.2 1373 0.48 0.2 2745
0.72 0.2 443 0.72 0.2 886 0.72 0.2 1772
0.24 0.32 1094 0.24 0.32 2189 0.24 0.32 4378

3 0.48 0.32 456 0.48 0.32 912 0.48 0.32 1823
0.72 0.32 288 0.72 0.32 576 0.72 0.32 1151

['a Tov kwdika ypnoomolovvtat ot (Sleg evtoAég pe to 1D. H akoAovBia twv
EVTOAWV ElvaL:

- Zxedaletat éva opboywvio To omoio fonba& otn otpEn Twv VoV (TtepiLeTPOS).
- ZxeSLACETAL PLX KABETT) YPAUUY] LE TO EKAOTOTE GET TAPAUETPWV

- Me tnv evtoAn Cartesian repeat emavadapfavetatn ypapun oto emnimedo XY £tol
wote va SnuovpynBel yeploel to meplypappa kat va dnpovpynBet eva oteped
opBoywvio pe Staotdoelg 8x30 mm. - XyeSidletal pa ypapun ovvdeong kat
emavadapfavetal n Stadikaoia yio To 2° GET TAPAUETPWY K.0.K.
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To tedikd oynua elvat to akdAovbo:

Xapnié Q Métpo Q Yinko Q

YnAd mhatog

MétpLo mhdtog

XopnAo mhdrog

Apxi sxrimwong

Zynua 28 H exktumwpévn 2D Soun kat 1 Stadpour] eKTOTwong

Zyrua 29. dwtoypaia ektumtwpévou 2D Sokiuiov
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3.2.33D

To 3D Soxkipo oxedSLdoTNKE PE TOV CUUBATIKO TPOTIO, £TCL WOTE VX SOKIUACTEL M)
EQUPLOYN TWV OET TAPAUETPWYV TIOV EMAEXONKAV HEGH ATLO TNV AVAALOT).

Zyriua 30. H 3D sktumtwpévn Soun

To ox€d10 elvau epmvevopevo amd avtiotolya TeoT Tov eixe kavel 1 Autodesk [40].

H Soun amd Sta@opetikeg ywvieg mapovoialetal 6to akoAovbo oxnua (Zynua
31).

Kbpa oym Katoym

Mmpoatd 6ym Miow 6ym

Aplotepn oUm Ag€la 6ym

Zynua 31. H extuntwpévn 3D Sour amd Sla@opeTikeg OYELg

Ol mapdpeTpol eKTUTIWONGS Yl To 3D Soxipo (TAGToG tvag, VoG CTPWHATOS Kal
ToOTNTA EKTUTIWOTG) EMAEYOVTAL LETA TNV avdAvon 1D kat 2D.
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3.3 TexVIKEG XAPAKTNPLOLOV

3.3.11D - mCT

Ta exkTuTTWEEVA SOKIULA CAPOVOVTAL XPTCLUOTIOLWVTAS TN HEBO0SO HayvnTIKNG
Topoypa@iag aktvwv X (micro-CT). TN tnv emitevén peyadvtepng moldtnTog
(resolution) ta dokipla k6Bovtal o 3 pEPN KoL capwvovtal To Eva SimAa oTo
dAdo, TomoBetnuéva oe pla Baon (EZynua 30). H oot Ta mou emAéyetal eivat
5.5 pixel size.

Zynua 32, Ta Soxiula tpoetopacuéva yia scan pe mCT

To micro-CT Sivel éva oet Sedopévwy Tov xpeltaletal emegepyaoia. Iivetal xpnon
Tov AoylopikoV DataViewer, 0TIOU YIVETAL QVAKATAOKELT Kol EVOVYPAUULOT TWV
dedopévwy, wote va An@Oovv ta amapaita dedopéva. Ta SeSopéva HeTA amod
emeepyaoia Exovv v akoAovOn popen:

MNepipetpog
{ Ipappég evbladépovtog MetaBaon 3

.

Navw
aTpwon

Navw

oTpWwon »

-

MewaBaon 2

<+ Apxn
T T eKTUTIWON

MetéBaon 1 MNepipetpog

Zynua 33. Aoy ymoerakwv §edopévwy amd mCT émelta ano emesepyaoia
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Zynua 34. H pebodog AMymg tipwv amd to mCT

AOYw HIKPWV SLAKVPAVOEWY TIPOCAVATOALOHOU HETAED TWV 3 SELYHATWV TOU
capwvovtal Kabe @opd, yia kabe Sokipo aAAGlEL 0 TPOCAVATOALGHOG TWV
dedopévwy, kpatwvtag otabepés Tig Staotaoels. INa kabe Selypa Aappfavovtal
TIWES Y TIg 6 ypaupés evdiagepovtog (lines of interest). Le kabe ypapun
eEVOLAPEPOVTOG HEAETWVTAL 6 (VEG ATIO TTAVW TPOG Tat KATw kat 3 necks (meploym
QVAUESH OTIS (VEG). Xe KABe (va AapuBavovtal TipeEg o 5 «oym» g tvag (otov z
agova). Zuvollkd yia kabe Setypa Aapfdavovtat 180 Tipég yia To TAATOS TG (vag.
Ao ta Sedopéva mov AapBdavovtal VTTOAOYICETHL 0 HEGOG OPOG TOV TIAATOUG Kol
YLl TLG (VEG KAL YO TOUG «AQLULOVG».

H pébodog Mymgs tipwv amod ta dedopéva tov mCT (profile lines) @aivetal oto
Ixynua 34. H kabe kop@n avTImpoowTeVEL TNV apXn KoL TO TEAOG KAOE (vag oToTE
N Stx@opd toug amoteAel To MAGTOS TNG. H eme€epyaoia twv dedopévwv yla Tov
QUTOUATO VTIOAOYLOUO TOU TIAGTOUG KABE tvag £yve pEow KwSika python mov €xel
avamtuyBel and to epyaotnplo RNano.

Ta capwpéva Soxipa mapovolalovtal otov akdéAovBo mivaka:

[livaxag 11. Ta capwpéva dokipta 1D
TRIAL Iapapetpot mCT

W= 0.24 mm
H= 0.08 mm
Q=1 mm3/s

W= 0.24 mm
H= 0.08 mm
Q=2 mm3/s
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W= 0.24 mm
H= 0.08 mm
Q=4 mm3/s

W= 0.24 mm
H= 0.2 mm
Q=1 mms3/s

W= 0.24 mm
H= 0.2 mm
Q=2 mm3/s

W= 0.24 mm
H= 0.2 mm
Q=4 mm3/s

W= 0.24 mm
H= 0.32 mm
Q=1 mm3/s

W= 0.24 mm
H= 0.32 mm
Q=2 mm3/s

W= 0.24 mm
H= 0.32 mm
Q=4 mm3/s
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W= 0.48 mm
H= 0.08 mm
Q=1 mms3/s

W= 0.48 mm
H= 0.08 mm
Q=2 mm3/s

W= 0.48 mm
H= 0.08 mm
Q=4 mm3/s

W= 0.48 mm
H= 0.2 mm
Q=1 mm3/s

W= 0.48 mm
H= 0.2 mm
Q=2 mm3/s

W= 0.48 mm
H= 0.2 mm
Q=4 mm3/s

W= 0.48 mm
H= 0.32 mm
Q=1 mm3/s
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W= 0.48 mm
H= 0.32 mm
Q=2 mm3/s

W= 0.48 mm
H= 0.32 mm
Q=4 mm3/s

W= 0.72 mm
H= 0.08 mm
Q=1 mm3/s

W= 0.72 mm
H= 0.08 mm
Q=2 mm3/s

W= 0.72 mm
H= 0.08 mm
Q=4 mm3/s

W= 0.72 mm
H= 0.2 mm
Q=1 mm3/s

W= 0.72 mm
H= 0.2 mm
Q=2 mm3/s
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W= 0.72 mm
H= 0.2 mm
Q=4 mm3/s

W= 0.72 mm
H= 0.32 mm
Q=1 mms3/s

W= 0.72 mm
9 H= 0.32 mm
Q=2 mm3/s

W= 0.72 mm
H= 0.32 mm
Q=4 mm3/s

H pop@oroyia twv vwv petafaAretat pe tnv a’inom Tov TAGTOUS Kol TOU UJPoug
AVTIOTOLXX OTIWG PALVETAL OTX AKOAOLOA X1 UATA.

Q=1mm3/s

‘ A¥Enon ovopaoTukoy TAATOUS (vag >
|

AvEnomn ovopaoTikcoy VPOLG CTPOHATOG
»

' v 4 ll
: \ ! (]
L4 < ! p |
N | | 2
R 7\ A
' : P N y \

b

Zyriua 35, MetafoAr] TNG LOPPOAOYING TWV VWV YIX OYKOUETPLKN Ttapoxny 1 mm3/s
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Q=2mm3/s

| AvEnomn ovopaotikoy TAGTOUS (vag >

AvEnom ovopaoTikoy VPOUG CTPMHATOS
et
e
:‘;:,.—
s >N
W

\\Pl
| \;"
a8
S

Zynjua 36, Meta3oAn TG LOPQOAOYING TWV VWV YLO OYKOUETPLKT TIopoxT) 2 mm3/s

Q=4 mm3/s

| AVEnon ovopaoTtikoy TAGTOUS (vag

1 T

I i N
WA
H | N\

< l"‘ 1
\ . N, T |

v

(OUATOG

< AvEnom ovopaotikoy VouG oTp

Zynjua 37, Meta3oAn TG LOPQOAOYING TWV LV®WV YLOL OYKOUETPLKT Ttapox) 4 mm3/s

ATé TIG elkdVEG Elval EP@aVG T ETHIEPAOT) TWV TAPAUETPWY UTIO HEAETT GTNV LOPQOAOYIX
TWV VOV.
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3.3.2 2D - Ztepeookomio

['la to 2D xpnoomomOnke otePEOOKOTILO Yt TNV ANYN EIKOVWV TIPOG TIOLOTLK)
a&loAdynomn Twv SoKLiwv.

W=0.72 mm ! W=0.72mm . A W=0.72 mm
H=0.08 mm 5 . H=0.08 mm 9 H=0.08 mm
Q=1mmi/s Q=2 mmi/s Q=4 mm3/s

W=0.48 mm 4 W=0.48 mm . W=048mm §
H=0.08 mm " H=0.08 mm ‘ H=0.08 mm
Q=1mm?3/s s ' Q=2 mmi/s Q=4 mm?3/s

W=0.24 mm [ W=0.24 mm
H=0.08 mm * H=0.08 mm
Q=1mm?/s . s Q=4 mm?/s

Zyriua 39. 0L elkOveg amd TO 0TEPEOSKOTILO Yia To Grid 1
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W=0.72mm
H=0.2mm
Q=1mm3/s

W=0.48 mm
H=0.2mm
Q=1mmi/s

W=0.24 mm
H=0.2mm
Q=1mmi/s

W=0.72mm
H=0.32 mm
Q=1mmi/s

W=0.48 mm
H=0.32 mm
Q=1mmi/s

W=0.24 mm
H=0.32 mm
Q=1mmi/s

3.3.3 3D - Ztepe0oKOTILO

W=0.72mm 3 {

H=0.2 mm
Q=2 mmi/s

W=0.48 mm
H=0.2 mm
Q=2 mmi/s

W=0.24 mm
H=0.2mm
Q=2 mm?/s

W=0.72 mm
H=0.2mm
Q=4 mmi/s

W=0.48 mm
H=0.2 mm
Q=4 mm3/s Y

W=0.24 mm
H=0.2 mm
Q=4 mm?3/s

Zyniua 40. 0L elkOVeG aTO TO GTEPEOCKOTILO Yia To Grid 2

W=0.72 mm
H=0.32 mm
Q=2 mmi/s

W=0.48 mm
H=0.32 mm
Q=2 mmi/s

W=0.24 mm
H=0.32 mm
Q=2 mm3/s

W=0.72 mm
H=0.32 mm
Q=4 mmi/s

W=0.48 mm
H=0.32 mm
Q=4 mmi/s

W=0.24 mm
H=0.32 mm
Q=4 mm3/s

Zyniua 41. 0L elkOveg amd TO 0TEPEOGKOTILO Yia To Grid 3

Avtiotoyya pe to 2D, xpnowomoumifnke kat oto 3D oTEPEOOKOTIO Yt TNV ANYm
ELKOVWV TIPOG TTOLOTLKT] a§loAdynon. Ot eikdveg mapatiBevtal oto KepdAawo 4.



TRIAL
TR1_Flow
TR1_Fmedium
TR1_Fhigh
TR2_Flow
TR2_Fmedium
TR2_Fhigh
TR3_Flow
TR3_Fmedium
TR3_Fhigh
TR4_Flow
TR4_Fmedium
TR4_Fhigh
TR5_Flow
TR5_Fmedium
TR5_Fhigh
TR6_Flow
TR6_Fmedium
TR6_Fhigh
TR7_Flow
TR7_Fmedium
TR7_Fhigh
TR8_Flow
TR8_Fmedium
TR8_Fhigh
TR9_Flow
TR9_Fmedium
TR9_Fhigh

4, Eneiepyaoia AMOTEAEOUATWV

Ao ta amoteAéopata ov AN@dnkav amd to mCT, vmoAoyilovtal ol pecol dpot
TWV TILWOV Y& TO TAQTOG TNG (vag o€ kaBe Selypa. Ta amoteAéopata cuvoifovtat

oTtov akOAovo Tivaka:

Value 1 (mm) Value 2 (mm) Value 3 (mm) Value 4 (mm) Value 5 (mm) Value 6 (mm)

262
255
255
292
275
249
343
328
327
471
480
470
502
494
527
532
556
570
488
496
526
528
548
535
535
528
538

[livaxag 12. Ta amoteAéopata yio ta width a6 to mCT

255
253
264
284
285
285
332
336
337
492
491
491
511
527
513
538
555
558
480
490
522
536
523
494
542
561
540

263
255
263
278
291
263
328
325
322
513
488
486
513
535
514
529
550
554
493
493
518
537
528
523
525
542
525

264
259
251
288
285
278
321
330
325
512
494
490
511
521
522
533
551
563
495
485
506
535
512
538
528
549
529

258
261
262
277
283
265
332
321
326
500
499
490
511
524
524
525
555
554
495
490
503
533
514
529
538
557
540

281
282
283
330
325
337
505
502
490
511
522
529
532
555
561
510
478
498
504
522
531
518
560
519

Average (mm)
261
257
259
283
283
270
331
328
329
499
492
486
510
520
521
531
554
560
494
489
512
529
524
525
531
550
532

SD (mm)
3.5
2.8
5.1
4.9
4.2
11.9
6.2
4.4
5.4
13.2
6.8
6.6
3.3
11.8
5.6
3.5
2.3
5.2
8.4
5.4
9.6
10.6
11.0
13.3
7.3
10.9
7.5

Nominal (mm)
240
240
240
240
240
240
240
240
240
480
480
480
480
480
480
480
480
480
720
720
720
720
720
720
720
720
720

*¥10 TR1 Aelmovv TiuEG emeldn| o€ ekelva Tao onpeia Sev Tav LSLAKPLTA TA OpLX

TV wwv oto mCT.

Ma KoAUTEPN OTTIKOTOINON TOV QTMOTEAECUATWY,
SlaypaupaTa, Ta oTola AmelkovI{ouv To VP0G TWV TIHWV. H ovopaotikn T Tou

TAGTOUG o)eSLAlETAL WG OMUELO.
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240 mm width

360
240 M TR1 Flow
*ﬂ M TR1_Fmedium
320 M TR1_Fhigh
[ TR2_Flow
300

M TR2_Fmedium

TR2_Fhigh
280 @* W TR2 Fhig

B TR3 Flow
260 --- M TR3_Fmedium

B TR3_Fhigh
240 > l Nominal

220

Zynua 42. To TEPAPATIKO TTAATOG SOKIUIWY PE OVOUROTIKO TAGTOG 240mm o€ oYEoN PE aUTO

480 mm width

600
B TR4 Flow
580
B TR4 Fmedium
560 i B TR4 Fhigh
= & TR5_Flow
540

B TR5 Fmedium

520 . B TR5_Fhigh

=] B TR6_Flow
500 ‘ B TR6 Fmedium
] B TR6 Fhigh
480 >
o M Nominal
460

Zynua 43. To melpapatikd TAGTOG SOKIiwY e OVOUAOTIKO TAGTOG 480mm o€ GY€0T HE AUTO

720 mm width
760

[l TR7_Flow
710 e B TR7_Fmedium

B TR7_Fhigh
660 [ TRS_Flow

[l TR8 Fmedium
610

M TRS_Fhigh
560 H TR9_Flow

@ﬁ _!! M TR9_Fmedium

510 + - B TR9_Fhigh

H Nominal
460

Zyriua 44. To TEPAPATIKO TTAATOG SOKIUIWY PUE OVOUXOTIKO TAGTOG 720mm o€ GYECT UE aUTO

[Ipotov e§aybel KATIOL0 CUUTIEPATUA, WOTOCO, aloAoyeital 1 emidpaon TG Kabe
TAPAUETPOV OTO ATIOTEAEC AL
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['U autov Tov Adyo, €yve avaivon Stakvpavons (ANOVA - Analysis Of VAriance),
N omola amoteAel pla uEBodo epunveiag mePAUATIKWY SeSOUEVWY, OGOV aOopPd
™mv €€étaon KAl Tov TPOGSOPONO TWV TNYWV TWV OTMOKAICEWV TIOV
TapatnpoLvtal o€ Setypatika dedopeva. Méow ™G avaAvong mpoodlopileTal 1
mocootiaia % ovpfoAn K&Be TOLOTIKNG LETABANTIG OTO ATOTEAEC Q.

Ka&Be molotikn petafAnt) ovopdletatr mapayovtag (factor) kat ot TIHéG TNg
ovopdlovtal otdBupeg N emimeda (levels) touv mapdayovta. H efaptnuévn
petafAnt) Y ovopdletal petafAntn amndkplong (response variable) yiati otig
TIUEG TNG AVTAVAKAWDVTAL Ol OAAQYEG OTLG TIHEG TOU TIHPAYOVTAL.

H cuvoAwn Stakvpavon avaAvetal o€ SU0 TIPOCHETIKEG CUVIOTWOEG. LE VTV IOV
umopel va amodobel o€ Stapopeg "petadd"” twv emdpaocewv (between treatments)
Kal o€ ekelvn ou amodidetal oe Sia@opes "péoa” oe kabe emidpaon ("within"
treatments), SnAadn ta tuxaia AaO1. H pgbodog otnpiletatl oto va Bpet Kaveilg av
oL SLPOPEG OV THPATNPOVVTAL AVAUECA OTOUG HECOUG TWV Sla@opwv
"embpacewv" o@eidovtal oe Tuxaioug AGYouG 1) OE CLUOTNUATIKY Slaopd
avapeoa oTiS Sla@opeTikés embpaocels. ‘Etol, aflodoyeital n onuavtikéTTa
(significance) Twv KOpLWV TAPAYOVIWV KAl TWV OAANAETEPACEWY TOUG,
OLYKPIVOVTXG TO HECO TETPAYWVO E P EKTIUNOT TWV TEPAUATIKWY CQUAUATWV
o€ ouykekpluéva emimeda epmiotoovvng (confidence levels). Ta oxedlaypappata
IOV TIPOKVUTITOVV, AVATINPLOTOVV TIG KUpLEG emSpdoels (main effects plots) kat
EMTPETOVV TOV TPOOGSIOPLOUO TOV EMITESOV TOV KABE TTAPAYOVTH IOV TAPEXEL
TNV EAQYLOTI TLU XTTOKPLOTG.

[livaxag 13. Avaivon Staxvuavong (ANOVA)

Arria ABpowopa Bafuoi Méoa F
Awgonopdg Terpayovov | Eievlepioag | Terpayovika Adbn | (kdte and
S8 DF MS v Hy)
Metaéd
Emdphoewv ,  SSTr
(between SSTr k-1 Sp = k-1
treatments) F - q_t—’]
. S;
Méoa oTic , SSE i
Emdpioeig SSE N-k Sp = ﬂ
(MiOoc) (within B
treatments)
20OVOAO SST N-1

BaokEG EVvoLEG IOV XPELAOVTAL YLK TV KATAVOT 0T TWV ATOTEAECUATWV Elval oL
akoAovOeg:

e F-value: M peydAn tun F (F-value) onuaivel 6tL n emiSpaon avtov Tovu
Tapdyovta elval peyaAn oe oVyYkplomn HE TN SlakOPAVoN ToU GEAALATOG.
Emiong, 000 peyaAvtepn 1 TN, TOCO TLO ONUAVTIKOG €lval auTOG O
TAPAYOVTAG va eMnpedlel TV amokplon tns Sadikaciag. ‘Etoy, ot tiuég F
UTTOPOUV VA XP1OLLOTIO B0V Yl TNV TASVOUN o1 TWV TapayOovTwyv. Mia tiun
F pikpotepn amd ™ povdda onpaivel 6tL n emidpaon tov mapdyovta eivot
WKPOTEPN ATO TO CPAAPA TOU povTéAov. Mia Ty F peyaAdtepn amd dvo
onUaivel OTL 0 TTHPAYOVTAG eV (VUL APKETA WIKPOG, EVW HEYAAVTEPT] ATO
TEoOEPU ONUALVEL OTL N EMISpacn TOL TTapdyovTa iVl KPKETA LEYAAN.
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e P-value: H tiun P (P-value) eivat pia miBavotnta mov petpast tnv Evoeldn katd
™m¢ undevikng vmobeong (null hypothesis), dnAadn g vmoébeong otL Sev
UTLAPXEL OXE0T LETAED TOU OPOL KAl TNG AmoKpLomnG. ‘0co o yaunAn n twun P,
TOGO TILO LoXUPT] ElvaL 1) EVEELEN KaTA TNG UNdEVIKNG VTTOBEDTG.

['a va mpoodloplotel edv 1 oxéon peTadd NG amoOKpLoNG Kol kKaBe 6pov 0To
HOVTEAO EVAL OTATIOTIKA OUAVTIKY, cUYKpIveTaL N Ty P Tov dpov pe to emimedo
ONUAVTIKOTNTAG. ZUVNOwG emAéyetal éva emimedo onuavtikotntag a=0.05, To
omoi{o uTodelkvueL kivduvo 5% yla va KATAANEOVE 0TO CUUTEPACT A OTL UTIAPXEL
OX€0TM, VW OTN TPAyHATIKOTNTA Oev velotatal ‘Etol, €av 1 T p elvat
HkpOTEPT 1) lOM pe To emimedo onuavtikottag (P-value <=0.05), pmopolpue va
KATOANEOVE GTO CUUTIEPACHA OTL UTIAPYEL OTATIOTIKA ONUAVTIKTY 0XEOT) LETAEY
™G LETABANTNG ATTOKPLOTG KAL TOU Opov. AvTiBeTa, atv 1) TLUN p €lval HEYXAVTEPN
amd to enimedo onpavtikotntag (P-value > 0.05), Sev pmopovpe va kataAnéovpe
OTO OUUTEPACHN OTL UTIAPYXEL OTATIOTIKA ONUAVTIKY OXECT UETALD TNG
UETABANTNG amokplong Kat Tov 6pov. Mmopel va yivel emavatomoétnon tou
HOVTEAOL XWPIS TOV OpoO.

['la v avaAvon Stakvpavong xpnopomowmdnke to Minitab, to omolo amoteAel
€V AOYLOULKO OTATIOTIKNG avaAvonG. Zxediaotnke Full Factorial Design, dnAadm
aQVAALOT TOU  UEAETA OAOULG TOUG SuvaToUG TAPAYOVTEG O€ €va  TEOT,
uetafBairovtag Toug tavtoxpova. Exovpe 3 StapopetikoVs Tapdyovtes (TTAATOG,
vPog otpwpatog kat VFR). Kabe mapdyovtag peAemOnke oe 3 Sx@opeTika
emimeda (OAa aplOuNTIK®) Kol kKaBe ektédeon S1e€nxOn 4 @opeg (4 emavaAnPelg).
0 ouvvévaopog 3 TTaPayOVTwY 0€ 3 SLAPOPETIKA emiTeSa 08nyel aTn Snuovpyla
27 oelpwv. Aol kabe ektédeomn Stegayetal 4 @OpES, 0 GUVOALKOS aplOUOG elval
27 * 4 = 108 exteAéoELS.

ZUVOTITIKA
[livaxag 14. YOvoym twv dedopévwy tov Full Factorial Design
[Mapayovteg: 3 EmavaAnyels: 4
Telpég: 27 ZUVOALKOG 108
aplpog
EKTEAECEWV:
[Mapayovtag Emimeda Tiég
[TAdtog - Width (mm) 3 0.24; 0.48; 0.72
"Y{yog otpwpatog - Layer Height (mm) 3 0.08; 0.20; 0.32
Oyxopetpikn apoyn - VFR (mm3/s) 3 1;2; 4
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Ot HeTABANTEG ATTOKPLONG TIOV ETAEYOVTAL YIX TNV AVAAVOT] ElvaL:

1) Width avg/nominal: Méoog 6pog TAGTOUG (vag/ OVOPAOTIKO TAKTOG

2) Neck avg/width avg: Méoog 0pog TAGToug AatpoV/ pécog 6pog TAATOUS (vag
3) Sdwidth (mm): Tumky amékALlon ToV TTAATOUG (VaG

Avtég peretwvtal o oxéon pe toug tpels mapayovtes (W, LH, VFR), aAA& kal o€
oxéon Ue toug mbavoug cuvdvacpovs mtapayovtwyv (W-LH, W-VFR, LH-VFR):

e MetafAnt amoxkplong 1: Actual/nominal width ratio vs Width (mm); Layer
Height (mm); VFR (mm3/s)

ApXIKQ, TIPOKUTITEL TO SLAYPUAUUA TIOU AVATIAPLOTA CUVOTITIKA TNV avaAoyia
TPAYUATIKOU/0VOUAOTIKOU TTAATOUG Yl KABe cuvSuaopo TAGTOUS — VoG -

OYKOUETPLKN G TTAPOXTG.

Boxplot of Actual/nominal width ratio

1.5

AT
-y I

QHDH Has

0.9

Actual/nominal width ratio

0.8

L
iy

0.7

0.6
VFRmm3/ss) 124 124 124 124 124 124 124 124 124
Layer Height (mm) 0.08 0.20 0.32 0.08 0.20 0.32 0.08 0.20 0.32
Width {mm) 0.24 0.48 0.72

Zyrua 45, Alaypappa avaAoyiog TTpoy LATIKO) — OVOLAOTIKOU TTAATOUS (VoG

KaAVtepa amoteAéopata Sivouv Ta Selypata TTov To €VPOG TLLWYV TOV ELVAL TILO
kovta oto 1, dnAadn mov N avodoyia TPAYHATIKOU/OVOUAGTIKOD TAATOUG
elvat kovtda oto 1.
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['vetat kot avdAvon SlaoTopds, TA ATIOTEAECUATA TNG OTIOLAG PAVOVTAL GTOV
akdéAovbo mivaka:

Hivakag 15. Avaivon Stakvpaveng yia v 1n petafAnm amdkpiong

Source DF AdjSS AdjMS F-Value P-Value
Model 26 517253 0.19894  190.66 0.000
Linear 6 4.92584 0.82097 786.78 0.000
Width (mm) 2 441665 220833 2116.36 0.000
Layer Height (mm) 2 050788 0.25394  243.37 0.000
VFR (mm3/s) 2 0.00131 0.00065 0.63 0.537
2-Way Interactions 12 0.23681 0.01973 18.91 0.000
Width (mm)*Layer Height (mm) 4 020441 005110 4898  0.000
Width (mm)*VFR (mm3/s) 4 002535 0.00634 6.07  0.000
Layer Height (mm)*VFR (mm3/s) 4 0.00705 0.00176 1.69 0.161
3-Way Interactions 8 0.00987 0.00123 1.18 0.320
Width (mm)*Layer Height (mm)*VFR (mm3/s) 8 0.00987 0.00123 1.18 0.320
Error 81 0.08452 0.00104
Total 107 5.25705

Amé ™ Tty Ttouv mapayovta F, @aiverat 6Tl otov AOYOo TPAYUATIKNG -
OVOUOOTIKNG TLUNG TOU KAAOUQATOG UEYAAUTEPT eMiSpaom €XEL TO TMAATOG,
AUECWG HETA TO VYOG TOU OTPWHATOG KL 0€ PIKPOTEPO BaBpd o cuvduaouog
TMAGToug - UVPoug KAt O ouvSuaopOG TAAGTOUG - Tapoyns. Auvtd
OTITIKOTIOLOVVTAL KAAVTEPX OTA TTAPAKATW SLAYPAUUAT:

Pareto Chart of the Standardized Effects
(response is Actual/nominal width ratio; c = 0.05)

Term 1.990
T
Factor Mame
A A Width {mm)
B Layer Height {mm)
C VFR (mm3/s)
AB
B
AC

BC

ABC

i} 1 2 3 4 5 6 7 8
Standardized Effect

Zynua 46. Alypappa Pareto yux v 1n petafAn Tt andkpiong

Zto Suaypappa Pareto, 6molog 6pog maeL o€ TN peyaAvTepn Tou 1.99 €xel
vmoAoyiown emipaon oto amotédeopa. Paiverar OTL amd povn NG 1
OYKOUETPIKN Ttapoxn, Kabws kat o cuvduacpog VPoug- mapoxng 1 Twv 3
Tapayovtwyv pall dev €xovv emibpacn oto amotédeoua (ya to emimedo
onuavtikotntag a=0.05 mov éyovpe Swoel).
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Avtiotolya onupavtika eivat ta Main Effects Plot kat Interaction Plot. To
TPWTO OTTIKOTIOLEL TNV eMISpacn KADE TAPAYOVTA OTN OUYKEKPLUEV
HeTafANTN amokplong ‘0co peyaAvTepn 1 KAlOM TOUL €XEL 1 YPAUUY, TOGO
HeyaAvtepn n emibpaon.

Main Effects Plot for Actual/nominal width ratio

Data Means
Width (mm) Layer Height (mm) VFR (mm3/s)
1.2
1.1
% 1.0 .———.——__.
1]
=
0.9+
0.8+
0.7 T I T T T T T T T
0.24 0.48 0.72 0.08 0.20 0.32 1 2 4

Zyniua 47, Aidypappa emidpaons KUplwv Tapayovtwy yua v 1n petafAnmi amdkplong

Elvat eppavég 0tL 1 emiSpaon Tov MAGTOUS Elval TILO ONLAVTLKI] O€ 6XEOT UE
TIG AAAEG TAPAUETPOUG.

210 6e0TEPO TAPOVCLALETAL 1) CLVSVACTIKN EMISpacT TwWV TApAyOVTWY. OTOV
Ol YPOUWPEG TEIVOUV va TEUVOUV £X0UV ETIBpaoN O0TO amoTéAeopa. Av eival
TAPAAANAESG, 1 oLUVSVAOTIKY eMiSpaom elvat pndapvn. Paivetal 6TL KVPIlwS 0
ovvdvaopog Width- Height kai, devtepevdviwg, o ouvduvaopog Width - VER,
€xouv emidpaon.

Interaction Plot for Actual/nominal width ratio

Data Means
0.08 020 032 1 2 4
Width
S s . L1z (mm})
- —o— 024
Width (mm) - -———a ——-4 “m ous
Lgg ——®- 072
O oo e it ¢
i
Layer
F12 Height
Layer Height {mm, L g (mm)
y ght {mim) AR S, o oo
°_—_‘0‘_—1 Log —E 0.20
- - 0.32
o6
VFR (mm3/s)

Zynua 48. Aldypappa emidpaons cuvSLACTIKWY TTAPAYOVTWY yla TNV 11 petafAnTr) andkpiong
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MetafAnt anoxpiong 2: SD_width (mm) vs Width (mm); Layer Height (mm);
VFR (mm3/s)

Boxplot of SD_width (mm)

0.04

0.03 J

(mm)

SD_width

Ly I

0.00

VFR(mm3/s) 124 124 124 124 124 124 124 124 124
Layer Height (nm) 008 020  0.32 008 020 032 008 020 032
Width (mm) 0.24 0.48 0.72

Zynua 49. AlGypappa TUTIKIG ATTOKALOT|G TOU TTAATOUG

KaAUtepa amotedéopata Sivouv Ta Selypata TTov To €0POG TLUWYV TOU E(VAL TILO
KovTta oto 0, SnAadt) Tov 1) TUTILKY] ATTOKALOT) TOV TTAATOUG Elvat kovTa oo 0.

H avaAvon Staomopdg £xel wg €ENG:

[livaxag 16. Avaivon SlakOUavong yia Ty 2n HeTaBANTH amokpLong

Source DF AdjSS AdjMS F-Value P-Value
Model 26 0.002644 0.000102 3.45 0.000
Linear 6 0.001261 0.000210 7.14 0.000
Width (mm) 2 0.000036 0.000018 0.61 0.548
Layer Height (mm) 2 0001216 0.000608  20.65  0.000
VFR (mm3/s) 2 0.000010 0.000005 0.17 0.842
2-Way Interactions 12 0.001062 0.000088 3.01 0.002
Width (mm)*Layer Height (mm) 4 0.000473 0.000118 402 0.005
Width (mm)*VFR (mm3/s) 4 0.000236 0.000059 201 0.101
Layer Height (mm)*VFR (mm3/s) 4 0.000353 0.000088 3.00  0.023
3-Way Interactions 8 0.000321 0.000040 1.36 0.226
Width (mm)*Layer Height (mm)*VFR 8 0.000321 0.000040 136 0226
(mm3/s)
Error 81 0.002384 0.000029
Total 107 0.005028

[TpoxVUTTEL OTL OTNV ATOKALOT) SEV £XEL EMISPAOT) TO TAATOG 1} 1) OYKOUETPLK)
Tapoy1. MeyaAvtepn emidpaom €xel To VPOG NG (vaG KAl o€ KpOTEPO BaBud
0 oLVSLAGOG TAATOVG — VPOV Kol 0 GLVSVACHOG VPOUG — TTAPOXT|G.
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AvuTo eival eppaves kat ota akoAovba Slaypappata:

Pareto Chart of the Standardized Effects
(response is SD_width (mm); o = 0.05)

Term 1.990
Factor Mame
B A Width {mm)
B Layer Height (mm)
C VFR {mm3/s)
AB
BC
AC
ABC
A
c
0 1 2 3 4 5 6
Standardized Effect
Zyrua 50. Aldypappa Pareto ylax v 21 petafAnT amokplong
Main Effects Plot for SD_width (mm)
Data Means
Width (mm) Layer Height (mm) VFR (mm3/s)
0.016 -
0.015
0.014-
0.013
5 0.012-
@
=
0.011-
0.010
0.009 -
0.008 -
0.007

0.24 0.48 0.72 0.08 0.20 032 1 2 4

Zynua 51, Aldypappa emidpacns KUpLwv TapayovT®wy yla TV 21 HetafAnTi amdkplong
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Interaction Plot for SD_width (mm)
Data Means

0.08 020 032 1 z 4
Width
{mm)
(o0 —e— 024
Width {mm) — B 0.48
| oo ~®- 072
- 0.005
Layer
¢“x o Height
e T - 0.015 (mm)
Layer Height (mm) P L & 008
-7 ® loow —W 020
?\‘\' - - 0.32
- 0005

VFR {mm3/s)
Zynua 52. Aldypappa emidpaomns cuVSUAGTIKWY TAPAYOVTWY YLO TNV 21 LETABAN TN ATTOKPLONG
daivetal 6TL £xovv interaction 0AEG oL TApAPETPOL LETAEY TOVG, WOTOGO HOVO

ot ovvdvaopol Width-Height kat Height-VFR éxyouv otatiotikd onpavtiki
emidpaom, agov o cuvdvacuds Width-VFR éxel P-value>0.005

MetafAnty amokpiong 3: Neck/width ratio (mm) vs Width (mm); Layer
Height (mm); VFR (mm3/s)

Boxplot of Neck/width ratio (mm)

1.1

. BDH lal

E 0.9 ﬁ
E B
£
a :
E 0.5
-= H
=
=}
E 0.7 1
3 8 Q H
S Ll
=z 0.6
0.5
0.4- T T T T T T T T T T T T T T T T T T T T T T T T T T T
VFR {mm3/s) 124 124 124 124 124 124 124 124 124
Layer Height (mm) 0.08 0.20 0.32 0.08 0.20 0.32 0.08 0.20 0.32
Width (mm) 0.24 0.48 0.72

Zyriua 53. AlGypappa avadoyiog Aaipov - TAGTouS tvag
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H avaAvon Staomopdg £xel wg €ENG:
[livaxag 17. Avaivon Stakdpaveong yla thv 30 petafBAnT amokplong

Source DF AdjSS AdjMS F-Value P-Value
Model 26 168228 0.064703 16.46 0.000
Linear 6 1.45490 0.242484 61.69 0.000
Width (mm) 2 0.04651 0.023257 5.92 0.004
Layer Height (mm) 2 138254 0.691268  175.87 0.000
VFR (mm3/s) 2 0.02585 0.012926 3.29 0.042
2-Way Interactions 12 0.21531 0.017942 4.56 0.000
Width (mm)*Layer Height (mm) 4 012887 0.032217 820  0.000
Width (mm)*VFR (mm3/s) 4 0.07080 0.017700 450  0.002
Layer Height (mm)*VFR (mm3/s) 4 0.01564 0.003910 0.99 0.415
3-Way Interactions 8 0.01207 0.001508 0.38 0.926
Width (mm)*Layer Height (mm)*VFR (mm3/s) 8 0.01207 0.001508 0.38 0.926
Error 81 0.31837 0.003931
Total 107 2.00065

[IpokVUTTEL OTL OTO HPNKOG AdpoV €xeL emipacm apxlka To UVYPog Kal
SEVTEPEVOVTWG TO TTAATOG, 1] OYKOUETPLKT Ttapox™ Kal ot cuvdvacuol Width-
Height kot Width-VFR.

Pareto Chart of the Standardized Effects
(response is Neck/width ratio (mm); a = 0.05)

1.990
T

Factor Mame

A Width {mm)
B Layer Height (mm)
C WFR (mm3/s)

0 1 2 3 4 5 ] 7 8
Standardized Effect

Zyniua 54. Aidypappa Pareto yuo tnv 31 petafAntr amdkplong
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Main Effects Plot for Neck/width ratio (mm)
Data Means

Width (mm) Layer Height (mm) VFR (mm3/s)

0.95

0.90

0.85

Mean

0.80

0.75

0.70

0.24 0.48 0.72 0.08 0.20 0.32 1 2 4

7

Zynua 55, Aldypappa emidpacng KUpLwV TopayovTwy yla Ty 31 HeTafAN T amokpilong

Interaction Plot for Neck/width ratio (mm)
Data Means

1 2 4
1.0
Width
{mm)
o ——  0.24
Width (mm) | ™S e, | ®TTTT ) foa TO 0
- oF
-, —* Layer
Height
) {mm)
Layer Height {mm) - —— logs —®— 008
. - 0.20
R .
U 0.32
-
08
VFR {mm3/s)

Zynua 56. Aldypappa emidpacng cuvSLACTIKWY TTAPAYOVTWY yla TNV 31 HETAPBANTI) ATIOKPLONG
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E@o6oov 1o VFR £xel P-value>0.05 otig petafAntég amokplong 1 kot 2 kat £xel
OPLOKN TN 6TNV 3, UTTOPOVUE VX BEWPNCOVE OTL SEV £XEL OTATIOTIKA OT)UAVTIKT
enidpaon. Zuvdvalovtag Aotmov Toug adAAovg dvo Tapdayovteg (width, height),
oxedlaletal To ak6AovBo Slaypappa TOU TAPOVOLALEL TO TWG ATTAWVOVTAL OL
TIUEG OTIG HETAPBANTES amtOkAlong 1 kau 3.

Scatterplot of Actual/nominal width ratio vs Neck/width ratio (mm)

1.57 Layer
0’ Width Height
1.4+ * (mm) (mm)
+ ‘et * ® 024 008
® 024 020
13- ¢ ¢ 024 032
¢+ 0
o 4 048 008
= [ - > 048 020
= 127 - a 4 048 032
] “q " om . ¥ 072 008
E T 4_: ______________ _.!_.__:__ ________________ 1.1 ® 072 020
= sem t..“ . E 072 032
= 7Y
= > F
E 10 e 4 A
2 A
0.0 oo 0.9
yv]
<
0.8 - ®
. [ .
..- u o0 \ [ ] v v
0.7 ° ’vv il
0.s-l T T T T T T T
0.4 0.5 0.6 07 0.8 09 1.0 1.1

Neck/width ratio (mm)

Zynua 57, TuvduaoTiko Sy pappa Twv Topayovtwy

To oeT TAPAUETPWV TIOV E(VAL ATIOSEKTA ElVaL AUTA TTOV BPlOKOVTAL AVAUETH OTLG
KOKKWVEG  ypauués. IlpocBeta Ponbntika Swxypdaupata Pplokovrat oto
[Mapaptnua.

Ta TEAMKA OET TAPAUETPWY TIOV TPOKVTITOVV aTd TNV avaAvon o€ emimedo 1D
elvat:

Hlivaxag 18 Ta oet mapapétpwy amd 1D
# Width (mm) Layer Height (mm)

1 0.24 0.08
2 0.48 0.08
3 0.48 0.20

HE BEATIOTA ATTOTEAEGHATA VAL £XEL O CLUVSLACUOG 2.
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AkoAovBel molOTIKY afloAdynomn HEoW TWV EKOVWVY ATIO OTEPEOCKOTILO TWV
ektuTtwpevwy 2D Sokipiwv (Zxnua 49). MeAetwvTal TA OET TAPAUETPWV TIOU
E8WOAV IKAVOTIOWTIKA AToTEAEoUATH 0TV avdAvon o€ emtimedo 1D.

W=0.24mm [t W=0.24 mm A W=0.24 mm
H=0.08 mm H=0.08 mm . H=0.08 mm
Q=1mmd/s . . . Q=2 mm?/s Q=4 mm?¥/s

W=0.48 mm ) 8 ¢ W=0.48 mm |
H=0.08 mm A 3 H=0.08 mm
Q=1mm‘/s - M i Q=4 mm?/s

W= 0.48 mm W=0.48 mm . ’ ' y W=0.48 mm
H=0.2mm i 1 . H=0.2mm MAS ih: H=0.2 mm
Q=1mmi/s 1 Q=2 mm?/s ' Q=4 mmi/s

[

Zyrua 58. 0L elKOVES Ao 0TEPEOCKOTILO Yl Ta 2D Sokipia TwV EMAEYUEVWY OET TTAPAUETP WV

Eivat eppavég 0tL 1o o€t mapapétpwy 1, pe mAdtog ivag 0.24 mm kat VPog (vag
0.08 mm, evw Sivel kavomomTikd amoteAdéopata oto 1D, oe emimedo 2D €xel
QVOLOLOHOP@T) EKTUTIWOT).

ZUVETIWG, TA TEAIKA OET TTAPAUETPWYV ElVAL:

Hivarxag¢ 19. Ta TEAKA GET TTAPAUETPWYV
Width (mm) Layer Height (mm)  VFR (mm3/s)
0.48 0.08 2
0.48 0.20 4

ATO Ta OET TTHPAPETPWY TIOV TIPOKVUTITOUV ETAEXONKE 1) TLU] TNG OYKOUETPLKNG
Tapoyns Baoet to Eynua 41 (actual/nominal width ratio), 6Tov emAéyetal to oet
LLE TLUT) TTL0 KovTa oto 1.

Ao Ta TEAIKA O€T, eMAEXONKE va ekTUTIWOEL 0 cuVSVAoPOG TTAGTOoUG 0.48 mm /
vPoug 0.2 mm / mapoyns 4 mm3/s oe 3D Sokipulo TmoOv oxeSLAOTNKE PE TNV
ovpBatikn Stadikacio (CAD). H ektomwon £ywve 0TS (81eg cuVONKEG e Ta SokipLa
1D kot 2D kat o péyeBog mov emAexOnke eivat 65 x 56 mm.
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H oykopeTpIKn TTapoy” YA TI§ CUYKEKPLUEVEG CUVONKES avTIoTOLXEl o€ TaXVTNTA
ektuTtwonG 2745 mm/min ([Mivakag 8) 1 46 mm/s. O xpOvog ekTUTIWONG elvat
2 wpeg kat 41 Aemtd.

Eucova 56. To ektumtwpévo 3D Sokipto

‘Eywve AMPm KATOLWVY PETPTOEWV PE TAYVUETPO YA GUYKPLOT] TWV TPAYUATIKWV
QTIOOTACEWY LLE TIG OVOUAOTIKEG.

1)

(8)
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Zynua 57. Ol HETPOVUUEVEG ATIOCTACELS

Avtég ouvoyilovtal otov akdéAovBo mivaka:

[livaxag 20. TOYKPLOT] OVOUACTIKWV — TIPAYHATIKWOV HEYEDWV
Métpnon Ovopaotiko peyebog  Ipaypatiko peyebog

(D 65.0 mm 62.2 mm
(2) 55.9 mm 55.7 mm
3) 52.0 mm 51.9 mm
4) 27.3 mm 27.2 mm
(5) 24.2 mm 23.8 mm
(6) 6.5 mm 6.2 mm
6.5 mm 6.3 mm
6.5 mm 6.4 mm
(7) 7.8 mm 7.8 mm
(8) 27.8 mm 27.8 mm
9) 1.3 mm 0.6 mm - 1.0 mm
(10) 13 mm 12.8 mm
(11) 450 450
(12) 7.8 mm 7.8 mm
(13) 5.2 mm 5.2 mm
(14) 9.1 mm 9.1 mm
(15) 13.0 mm 12.8 mm
(16) 16.9 mm 16.7 mm
17 20.8 mm 20.6 mm
(18) 3.9 mm 3.7 mm

* Avtin N Tt AapfBavetal yio va pedetnBel n eAeBepn ekTUTIWON HETAED 2
nipoefoxwv (bridging) kot TOCO eMITUXEG NTAV. ZE OAN TNV £KTAOT] TOUG, TX KEVA
QAVAPESA OTIG YEPUPES TIPETIEL VAL €x0VV (610 néyeBog (oo pe 1.3 mm. Qotdo0, 6TNY
TPGEN UTTAPXEL CUVEXTG LETABANTOTITA KL OL TIELPAUATIKES TILEG KULXIVOVTAL OE
QUTO TO €VPOG,.

[Mapammpeital ikavoTon Tk akpifela ota TEPLoCOTEPA PEYEDT, UE TIUEG KOVTA
OTIG OVOUAOTIKEG Slaotdoels. Kuplwg oty mepimtwon g Sidotaong (1)
TPATN PN ONKE GNUAVTIKY ATIOKALOT IOV amodiSeTaL 0TO AOYLoMIKO slicer, yia Tnv
omolat VTAPXEL SuvATOTNTA £@apPHOYNG SLoPOwTKOV Tapdyovta ywx v %
TPOCAPUOYT] TOV UIIKOUG KaTd Tov X dgova.
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To Soxipo peAeTONKE KL TTOLOTIKA XPTOLLOTIOLWVTAG OTEPEOOKOTLO. OL ELKOVES
OV ANPONKAV ATIO TO GTEPEOCKOTILO €lval 0L aKOAOVOEG:

=

Zynua 58, Eikéveg amo Tig An‘touébaeg TOV SOKLuiov W: 0.48, LH: 0.2
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Ol ElIKOVEG QUTEG AVTLOTOLYOVV 0TA aKOAoVOa onueia Tov SokLpiov:

Zynua 59, TYnUaTikn avamapioTtacT) TwV AETTOUEPELWV TNG EKTUTIWOTG

Ta ToloTIKA XapaKINPLoTIKA Tov oxeTiovtal pe T 1D kot 2D Sopég elvat ToAY
LKOVOTIO U TIKQ, 1) AAANAOETIKAAVYT TWV VWV glval ota eMBLUNTA emimeda Kot
Sev TapATNPOVVTAL QALVOUEVA VTIEP/UTIO €EWONONG 0TI EEWTEPLKEG ETILPAVELEG
Tou Sokipiov. '00ovV APOPAE T EMUEPOVS YEWUETPIKA XAPAKTNPLOTIKA HE TILO
oUVOETN YEWUETPLX, EIVAL AVAUEVOUEVO VA XPELAJETAL TOTIKA TIPOCAPUOYT] TWV
mapapétpwyv (0mws ovvnbiletatl oto FFF) ouykekplpéva yla To KaBe YEWUETPIKO
XOPOUKTNPLOTIKO, CUVETIWG UTOPEL Vo YIVEL TTEPALTEPW TIAPAUETPLKT UEAETT KOl
BeAtioTomomon, Ta omola OPUWG eival TEPA ATO TO AVTIKE(LEVO TNG TAPOVCAS
epyaciag.
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5. SJUUTTEPAO AT

H texvoroyla 3D ektuomwong FFF eivat pa svpéwg Siadedopgvn texvoroyia
TPOCOETIKNG KaTaokeuNnG. To eMikeVTPo TNG TApoVOAG EPEVVAG TAV 1] LEAETT) TNG
EMSpaon G BacIKWV TTAPAUETPWV EKTUTIWONG KOL CUYKEKPLLEVA TOV TTAATOUS TNG
vag, Tov VPOUG CTPWUATOG KL TOU OYKOUETPLKOU puOUOV pONG, OTA YEWUETPLKA
XOAPAKTNPLOTIKA TWV TEAIKWOV EKTUTWHEVWV Soklpiwv. Méoa amd pa oelpa
TEPARATWV KAl AVOAVOCEWV TIPOEKLYAV TIOAVTIUEG TIANPOPOPLEG OXETIKA [UE TNV
OX€0M UETAL) AUTWV TWV TAPAUETPWVY KAL TNG TIOLOTNTAS TwV EKTUTIWOEWV FFF,
KaBws kal §V0 oeT BEATIOTOTOMUEVWV TIHPAPETPWY TIOV SIVOLV To KAAUTEPQ
ATOTEAEGUATA YLt TO 8E50UEVO VALKO Kal TIG Se§0UEVEG GCUVONKEG.

EmmAéov, aut 1 épeuva  Tpotelvel pld  pebBodoAoyla  TAPAUETPLKNG
BeAtiotomomong ywx texvoAoyieg 3D ektuMwong. Ta Sokipia Tov oxediaotnKav
EMTPETOVV TNV OHASOTIOMOT TMOAAATIAWY CET TUPAUETPWY CGE WIKPO oplOpnd
Sokliwy, TOU amALTOUV HIKPY) TOCOTNTA VAIKOU Kol KATAOKELA{oVTAl OF
OUVTOUO XPOVIKO SlAoTnua, TAPEXOVTAS €va YPNYOPO KOl EVEAIKTO OXNUX
a&loAdynong. MeAdovtikg, 1 peBododoyla autn pmopel va emektabel oe peydio
€UPOG VAIKWV KOl VX EUTTAOUTIOTEL TEPALTEPW HE EPYOUAElA TELPAUATIKOV
oxedlaopov kat BeAtiotomoinong. ‘Etol, pmopel va amoteAéoel TOAUTIHO EpyaAeio
TOGO Ylot LEAAOVTIKOUG EPEVVNTEG OO0 KAL VLA EMAYYEAUATIEG, KADLOTWVTAG TILO
€UKOAN TN SladiKaoia EMAOYNG TAPAUETPWY KAL ETILTAXVVOVTAG TOV pUOUO NG
kawotouiag tov FFF.

Amoé ™V tpgYovoa katdotaorn NG £pevvag oto FFF, elvalt mpopavég ot 1
texvoloyla ovveyilel va e€ediocoeTal ypriyopa. Me Tig auEavOEVEG ATIALTNOELS Y1
TPOCAPUOGUEVA KAl VYMANG atO8001 G AVTAAAAKTIKA 0€ S1A@OPous KAGSOUG, N
onuacio ™G TapaueTpikng BeAtiotomoinong dev pmopel va vmepektiundel. H
EMITEVEN TWV EMOVUNTWV YEWUETPLKWV XAPAKTNPLOTIKWOV, HNXUVIKOV SLOTNTWV
KAl @WIPIOHATOG ETMUPAVELDV O EKTUTIWHEVA OVTIKE(HEVA €lval Kploung
onuaciag yw T e@Qapuoy£éG ToOUG 0TOV TPAYUATIKO koopo. H epyacia avty
VTIOYPOAUUIEL TOV KEVTPIKO POAO TNG ETAOYNG TTAPAUETPWVY OTNV EMITEVEN AVTWV
TWV OTOXWV KABWE KAl TNV AVAYKN Yl TIEPAULTEPW Epevva o€ auTod To Ttedio. To
ETMOUEVO ETITESO TNG TTAPOVCAG HEAETNG B TV 1) HEAETN TNG eMiSpaong TG
BepLOKPACIAG OTNV TIOLOTNTA TWV EKTUTIWHEVWVY SOKIIWV.
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