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YrevBuvn driAwan yia AoyokAomn kot yia kKAorr) mveUUATLKAG LOLOKTNOlaG:

‘EXw SLaBacel Ko KATOVONOEL TOUG KOVOVEG yLa Tr) AOYOKAOTIH) KOlL TOV TPOTO OWOTHG
avadopdg TwV MNywv TMOU MEPLEXOVTOL OTov 0dnyd ouyypadnG AUTAWHATIKWVY
Epyaocwwv. AnAwvw Ot, and ooca yvwpilw, TO TEPLEXOMEVO TNG Tapoloog
AutAwpatikng Epyaciag eival mpoiov Sikn¢ pou epyaociag Kot urtapxouv avadopEég o
OAEG TLG MNYEG IOV XPNOLpomnoinoa.

OL anoYELg Kal T CURIMEPACLOATA TIOU TIEPLEXOVTAL OE AUTH TN AUMAWMATIKA Epyacia
glvar tou ocuyypadéa Kot Sev MPEMEL va €PUNVEUOEL OTL OVTILMPOCWIEVOUV TIG
enionueg Boelg tng IXoAng MnxavoAoywv Mnxavikwv 1 tou EOvikov Metoofiov
MNoAuteyveiouv.

Avbpeadng AnuntpLog
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Nepidnyn

Tic tedevtaiec Sekaetieg, ot teyvoloyiec lMpoodetiknc Kataokeunc (AM — Additive
Manufacturing) amoteAouv npwtokAaodto {NTNUA TOOO OTOV EPEUVNTIKO 000 KAl OTO
Blounxoviko koouo. Ot texvodoyiec AM Sivouv tn SuvatotnTa KATAOKEUNC QVTIKEIUEVWV
uéow dtadoxikrc mpoodeonc endAAnAwy oTpwoewvV UALKOU.

Ex twv Tteyvodoyiwv AM, n texvodoyia OSitaotpwuatiknc eéwdnonc TtnyuEVou
oupuatoeltbouc uAikou (FDM — Fused Deposition Modeling), ue tnv ouvelopopa tng Open
Source bdpaon Replication Rapid Prototyper Project (RepRap), amoteAei mAéov tnv mio
onuo@iAn texvodoyia ek Ttwv TtEYVOAoylwv [Mpooletikng¢ Kataokeunc (Additive
Manufacturing). 2tn texvoloyia autrn GepuonAaoctiko UAIKO OUPUATOELSOUC UOPQNC
THKETAL KAl EVAmoTITeTaL SLAOTPWUATIKA ETTL TAQTEOPUNG EWG OTOU TtapayFel To TEALKO
npoiov. H épaon RepRap, ue Baoikn LOEQ TN KATAOKEUN KAl TN XPHON UNXOVWV pla
tblortapaywyn, odnynoe anuepa otnv unapén xaunAou KOOTOUG UNYAVWVY EKTUNTWONG,
UAlkwv aAAa kot Adoyiouikwy dtadéaiua yio eAsUepn eumopikn xpron.

Méow tn¢ Slepyaociac¢ authi¢ UMOPOUV va KATOAOKEUXOTOUV OUVIETA OXeSLAOTIKA
TTPOIOVTa O€ ULKPO XPOVO Kol KOOTOC dAAa yaunAng molotntac kat emnavaAnPnuotntac
Adyw tnc¢ xaunAnc mototntac tou €onmAlouoU Kal Twv AOYLOUIKWY. Q0TO00 N POKAnon
va erteuy9el n kataokeun vYnAng moLdTNTAG MPOIOVTWV LKavVd va xpnaotuomnoltndouv o
BLOUNXOAVIKEG EQAPLOYEC BPIOKETL OTO EPEUVNTIKO ETTIKEVTPO. ISLaiTEPA TO KOUUATL TOU
AoyloutkoU  eumepLeXel thv Umapén moAAwvV TOPAUETPWY KATEPYAOTIOC LKovd va
ETNPEAOCOUV TA TTOLOTLKA YOPAKTNPLOTIKA TWV TEALKWV TTPOoIOVTWV.

Eva armo ta TTOLOTIKA XOPAKTNPLOTIKA TWV TTAPAYOUEVWVY TIPOLOVTWYVY TTOU EVOLAPEPOUV
glval n Unxavikn CUUITEPLPOP, OToU yia Ta kowva Gcpuondaotika UAikda Bpiokouus
nAnSwpa epsuvwv. 2to mpooknvio mAgov Bpiokovtal YepuonAaotika ouvOeTa UAIKd
EVIOYUUEVQ UE [VEC WC KATEPYA{OUEVD UALKA TIPOKEIUEVOU va BeATiwdel n unyxovikn
OUUTTEPLPOPA.

JKomoc¢ napovoa SUTAWUATIKY) EPYAOIOC EIVAL O MEIPAUATIOUOC UE EVO VEO EUTTOPIKO
unxavnua ektunwonc (Flash Forge - Creator 3) ue to omoio eéomAiotnke to Epyaotrptlo
Texyvodoyiac twv Katepyaoiwv kabwe kat n afloAdynon oti¢C UNYAVIKEG LOLOTNTEC
EQPeEAKUCUOU TwWV TPOIOVTWVY mapayousva auto. To UAiko mou efetaletal givatl  To
evioyuuévo moAvauidio ue 15% ivec avOpaka (Carbon fiber PA) tn¢ etaipeioc BASF. To
Aoyiouiko mou ypnotuorotndnke eivor to CURA evw ol MOPAUETPOL KATEPYATIAC TTOU
eéetafovral givatl to potiBo mAnpwonc (infill pattern), to moocooto mAnpwaonc (infill
density) kat to moAdamAaoio ypauuwv nAnpwaonc (infill line multiplier). H unyavikn
aéloAdynon toug yivetatl ouupwva Ue To npoturto ASTM D638:2014. lNa tov oxediaouo
Twv nelpauatwy (design of experiments) xpnowomnotndnke n uédodoc¢ Taguchi, evw yia
TNV avaAuon Twv amoteAsouATwy xpnotuomnotidnke n avaivon Stakuuavang ANOVA.
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Last decades, Additive Manufacturing (AM) technologies have become a hot topic in both
the research and industrial worlds. AM technologies enable the construction of objects
through the successive addition of parallel material layers.

Among Additive Manufacturing (AM) technologies, the technology of Material Extrusion
(Fused Deposition Modeling), with the contribution of the Open Source initiative
Replication Rapid Prototyper Project (RepRap), has now become the most popular
technology among Additive Manufacturing technologies. In this technology,
thermoplastic filament material is melted and deposited layer by layer on a platform until
the final product is produced. The RepRap initiative, with its fundamental idea of building
and using machines for self-replication, has led to the existence of low-cost printing
machines, materials, and software available for free commercial use today.

Through this process, complex design products can be manufactured quickly and at low
cost, but with low quality and repeatability due to the subpar quality of equipment and
software. However, the challenge of achieving the construction of high-quality products
suitable for industrial applications is at the forefront of research. In particular, the
software component involves the existence of many processing parameters capable of
influencing the quality characteristics of the final products.

One of the quality characteristics of the produced products of interest is their mechanical
behavior, where numerous research studies have been conducted for common
thermoplastic materials. Now in the forefront are thermoplastic composite materials
reinforced with fibers as processed materials in order to enhance their mechanical
performance.

The purpose of this thesis is to experiment with a new commercial 3D printing machine
(Flash Forge - Creator 3) recently acquired by the Laboratory of Manufacturing
Technology and to evaluate the parts tensile mechanical properties as well. The material
under examination is the 15% carbon fiber-reinforced polyamide (PACF) by BASF. The
software used is CURA, and the processing parameters investigated include infill pattern,
infill density, and infill line multiplier. The mechanical evaluation is conducted according
to ASTM D638:2014 standards. The Taguchi method, was utilized for experiment design.
Finally the results of the measurements are analyzed using Taguchi and ANOVA.
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EuxoploTieg

Al autoU tou Kelpgvou Ya ndeda va ekppdow TI¢ Batéc euxaplotiec pou otnv
OLKOYEVEL LIOU KOl OTOUG KOVTIVOUG UOU avIpWwIToUC Lo TNV UTTOUOVI), CUUTTOPAOTAC!
kot urtootnpiény touc kad' 0An tn SlOpPKELX EKTEAEONC TNC mMapouoa SUTAWUATIKAG
epyaoioc.

ErmumAéov, euyaplotw Jepua tov entBAénovra kadnyntr uou Ap. Ayyedo MapkorouAo
yla tnv endoyn pou, kadwe kot tov urntoynplo dtdaktopa lavvn XptotobovAou yla to
evblapépov nou enebdelée, t kadobdnynon Kol TIG XPHOLUEC YEVIKEG Kol ELOIKOTEPES
oUuUBoUAEG Tou, Onwc emiong yLa tn 0An ouvepyaoia.
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1. Elcaywyn

1.1 Baolkoi opiopoi - OpoAoyia

H NpooBetikn Kataokeun (Additive Manufacturing) eival pia péBodog katepyaoiag yla
NV Hopdomoinon kal tnv dnuioupyiot TPLOSLACTOTWY OTEPEWV TPOILOVIWV Kal
amoteAeital amd €va  oUVOAO TeXVOAOYLwV ToU Aeltoupyolv Kuplw¢ Paon
SlOoTpWHATIKAG TpooBeong UALkOU o€ avtiBeon pe Tt oupPatiky péEBodo
HNXOVOUPYLKAG oadaipeong UALKOU TIOU XPNOLUOTIOLE(TAL Qnd TOUG TOMEIS TwV
KQTOLOKEU WV.

OL OUYKEKPLUEVEG TEXVOAOYieg avamtuxBnkav emnionua tn Sekaetia Tou 80" w¢g pla
Swadkaoia pe 1o 6po Taxeiag Mpwrtotunonoinong (Rapid Prototyping), Adyo tng
Taxelag xpovika Stadikaociog oxedlaopol Kol MApAywYAG TPWTOTUTIWY MOVTEAWV
(taxeta petapaocn anod 1o AuAo TpLodlaoTato oxESL0 0To TEALKO POIOV), O OXEON HE TLC
oupBaTikEC peBOSouC Katepyaoiag aAAA Kot AOYO TwV MEPLOPLOUWYV O SLaBEatua UALKA,
6lotnNTeg teAlkwv Tpoloviwy [1].  'EKTOTE, oL TeXVOAOYleC Katepyooiag HE TN
OUYKEKPLUEVN UEB0SO amod tn mepiodo epdaviong toug €xouy neplypadel pe Stadpopoug
0poug onwe: Araotpwpatiky Kataokeun (Layer Manufacturing), Taxeia Kataokeun
(Rapid Manufacturing), Taxeia Kataokeun EpyaAeiwv (Rapid Tooling), Tplodidotatn
Ektunwon (Three Dimensional (3D) Printing). O Aueplkdvikog opyaviopog Tumonoinong
yvwoTtr wg Apepkavikn Etatpeia Aokipwv kat YAtkwv (American Society for Testing and
Material — ASTM) opilel wg emionuo 6po meplypadng tng uebddou tov 6po Kataokeun
pe NMpdoBeon YAkoU/MpooBetiki Kataokeur) (Additive Manufacturing). Suykekplpéva
oto npotuno ASTM F2792-12a [2] avadEpeTal otL:

~

"H kataokeun pe mPooBeon UALKOU ival pia Katepyaoia Evwong UALKOU yLa th
TOPAYWYr OVTIKELHEVWV om0 OeS0péva TPLOSLACTATWY MOVIEAWV Kol
TPOYULOTOTIOLEITOL OUVRAOWG OTPWUA EMi OTPWHATOG, O avtiBeon ME TIg
peBodoloyieg katepyaciag pe adaipeon UALKOU OMWG OL MAPASOOLOKES
HNXOVOUPYLKEG KaTEPYQOieC"”

J

H péBodocg eival mpoypappaT{OUEVn KOL QUTOUOTOTOLNUEVN, Ylo TN TIApaywyr TOu
KWSLKaA EAEYXOU TN AELTOUPYLOC TWV HNXOVWYV TIPOCOETIKAG apaywyns/ tplodldotatwy
EKTUTIWTWV Xpnotpomnolovvrtal Sedopéva tplodlactatwyv Pndlokwv LoviéAwv ta omola
Tipogpxovtal anod tplodiaotatn oxediaon péow H/Y (3D CAD) i and Yndlomoinon
UTOPXOVTWYV amtwv HoviéAwv (3D scanning/ 3D digitizing) xpnolpomolwvtog
unxavnuata tplodlaotatng odpwonc (3D scanners), HETPNONG OUVIETAYUEVWV
(Coordinate Measuring Machines (CMMs) 1 Topoypaddoug (0nwg aktivwy X, LoyvnTIKWV
K.0L.).

Ta Swabéopa katepyalopeva UALKA, n molotnta emiddvelag, n OSlaoTacloAoyiki
OKpIBeLA, OL HUNXAVIKEG KAl PUOLKOXNHULKEG LOLOTNTEG Kal AAAQ XOPAKTNPLOTIKA TwV
npoiovtwy dtadépouv amnod texvoloyia o€ TexvoAoyla Kal amd pnXavnuo o€ UnxXavnuo.
To katepyolopevo UALKO pmopsel  va  Bploketal o€ peuot)  Kataotaon
(dwtookAnpuvoueva molupepr, BeppookAnpuvopeva, eAaoctopepr, OepUOMAACTIKA,
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MAOTEG, UElyHaTa) 1 OTEPEN KATAOTAON OKOVNG (UETAAALKN, KPpAMOTO HETAAAWY,
KEPOULKN, TAOQOTIKA, OUVOEeTn), oUPUOTOC (METAAAQ, OHLYWG OgpUOTMAQOTIKA N HE
Npooifelg) N dUAAWV (xapTi, TOAULEPT, KEPOULKA, LETAAALKA, OUVOETAQ).

Ao 1o 2010, n bk texvikn emutponr) "ASTM F42 - Additive Manufacturing” tou
ALEPLIKAVIKOU OpyavIopoU tumoroinong ASTM eival oXeTiki Ue B€pata TeXVoAoylwv
MpooBetikng Kataokeung kal €XeL WG OTOXO TNV £KS0CN TMPOTUTIWV OXETIKA HE TIC
TEXVOAOYIEC, Ta KATEPYQLOMEVA UALKA, TA AOYLOULKA, TOUG EAEYXOUC KO TG SOKLUEG.
JUudwva Pe TNV EMLTPOTH oL texvoAoyieg Mpoobetikn¢ Kataokeung taflvopolvtal o
ETTA KATNYOPLEG OMWE akoAoUBwC mapouaoialovtal oto «livakag 1».

Nivakag 1: Katnyopieg texvoloyiwv MNpooBetikig Kataokeung [3].

. . . , Epmopkr] ,
Tonog Katepyaoiag Nepwypadn Texvoloyia E‘:at:eio? YAka
DwTo-MoAUEPES PEUOTO TO
omnoio Bpioketal evidg . 3D Systems,
Soxeiou mpooBAaAAeTaL OE Stereo lithography 3D Ceram
DwtomoAupeplopdc (Vat | emhektikd onpeio amo (SLA), EnvisionTt’ec dwrto-
Photopolymerization) aktwofolia KatdAAnAng Digital light processing N ! TloAUEPN
oUXVOTATAC KA (DLP) Teijin Seiki/
otepeomnoleital povo CMET
onueia mpooBoli¢ tou.
2tayovidia  cwpatidia biet ( )
: ' Objet (Israel),
Ektogeuong UALKOU Katepyc?t(ousvou UAwoD . . MoAupepn,
. . evamnotiBevtal pe Multi-jet Modelling 3DSystems .
(Material Jetting) , ., Kepla
€KTOEELONG ETAEKTIKA €Tl (US)
mAatdoppag
) ) PEUOTO OUVBETIKG OTOXELO | powder bed and inkjet MoAuuepH,
Ektd€euong ouvdeTikou EVanoT{BeTaL EMAEKTIKA VAL | head (PBIH), 3D Systems Ao
UAko0 NV MPOOSECn KOKKWV Plaster-based (Us), thalllic,ucnq
(Binder Jetting) OKOVNG KATEPYaiOpEVOU 3D Printing (PP) Ex One (US) Métaa
UALKOU.
To KatepyalOUEVO UALKO Fused deposition Stratasys
E§wOnong YAwou TAKETAL Ko e€wBeital Sla modelling (FDM) or (Israel), NoAupept
(Material Extrusion) otopiou o emAeKTIKd FFF — Fused Filament | Bits from Bytes
onueia eni matpopuag Fabrication (UK)
Electron beam melting
(EBM),
OepULKNA EVEPYELA .
. , Selective Laser EOS (Germany)
SUVEVWONC SKOVNC T[pOO'BOO\E'l K('J.L OUVEVWVEL Sintering (SLS), " | Métona,
. ETUAEKTIKA KOKKOUG Selective Heat 3D Systems(US), A ,
(Powder Bed Fusion) KOTEPYATOUEVNC OKGVAC £l . : Arcam (Sweden) MoAupuepn
, Sintering (SHS),
mAatpoppag
Direct Metal Laser
Sintering (DMLS)
EvertdBeon pe Eolnaouevn Gsp;’uKn
KateuBuvopevn Evépyewa | EVEPYELR rtpooBaZ)\’}\st kot Laser metal deposition | Optomec (US), Mo
TAKEL TO KOTEPYOLOUEVO gtala
(Directed Energy " pvaom (LMD) POM (US)

Deposition)

UALKO KaBw¢ auto
evarmotifetal
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G)u}\)\a’ uhkoy Laminated object Fabrisonic
Aactpwpdatwon QUAAWVY guvevwvovratl Manufacturing (LOM), (US) Xopri,
LAOTPWHUATIKA yLa VoL . ,
(Sheet Lamination) PLK Y Ultrasonic MétoAa

oxnuaticouv to Mcor (Ireland)

. , Consolidation (UC)
TPLOSLAOTATO OVTIKELUEVO

1.2 lotopiki Avadpopun

1.2.1 BuoAoylkad cuotipata

H péBodog kataokeung pe mpooBeon uAkou (Additive Manufacturing) i Tplodidotatn
Extunwon (Three Dimensional Printing) &gv gival katt kawvolpyLo mou avakaAldOnke
npoocdata ano tov avopwro, UTNpXE, UTIAPXEL, Ebapudletal Slapkwe anod tn ¢uon Kal
ouvavtatal ot SOUEG Kal AELTOUpYLeG TWV BLOAOYLKWY CUCTNUATWV.

2TN MPOYHOTIKOTNTA, N avantuén kat eEEAEN OAwv Twv BLOAOYIKWY CGUOTNUATWY Kal
Sopwv AopBavouv xwpa HE XwPWKN N Slaotpwpatiky TpodoBeon UAwkou. Ta
napadelypa, ol BeATIOTOMOLNUEVEG TIPOOEYUEVEG SOUEC OTWG To d€pUa, To MOAAL, TO
HETAEL, Ta oota, Tt Sovria, ta Sévipa, ol e€wokeletol Twv apBpomodwyv kot GAAa
BlroAoyika mopwdn, kuPedwdn, appwdn, mAeypatwdn cuotripata xtilovrol TpooOeTIKA,
S10TL £TOL KOTA TO XTIOLHO Umopel eAeyxopeva va popdomolnbel n anattovevn pikpo
KOl LAKPO, ECWTEPLKN Kol eTidaveLlakry SOUN TOU TPOIOVTOC OTO XWPO Yl VO EKTEAEL
OPLOUEVEC epyaoieg [4].

Mapd to yeyovog OTL N UGCN XPNOLUOTIOLEL LA TIEPLOPLOUEV OXETIKA TIOAETA BACIKWY
otolxeiwv onwg C, O, H, P, N, S, Ca, Si, n mepimAokn Katl MOAUTIAOKN SLadpOPETIKA TOUG
Swataén kal koatoavoun oto xwpo oxnuatilel diadopetik) Soun kal xapilel teAeiwg
SL0POPETIKEG  LOLOTNTEC PBEATIOTOMOLWVTOG WC TIPOC KATOLEG  AELTOUPYLEC Kol
katamovnoelg. Etol avamtuooovtal Tto Guolkd PLOAOYIKA OpPYavIKA TIOAUUEPN
(moAuvoukAeotiSia omwcg to DNA, RNA, moAuoakyapite¢ onwg To ApuAo, Kuttapivn,
YAuKoyovo, xttivn, moAumentidla kol TPwteive¢ Omwe €viupa, HETALL, Kepativn,
KoAayovo, eAacotivn), Ta avopyava Guaotkd UALKA Kot ta BlooUvOeTa.

O P. Fratzl, R. Weinkamer [5] kat ot P.Y. Chen et al [6], [7], [8], [9] oTic ekBEaoelg TOU
avadépovrtal ota Blodoykad, Blo-vAkad kat BloolvBeta cuotipata Kabwg kat otn doun
KOl OTLG LOLOTNTEG auTwy Omou Sivouv pia oAU KaAn BiBAloypadikr) EmOKOTNON Ko
TIOAAEG avadopéEg.

H nébodoc dev cuvavtatal HOVo KOTA TNV avAanTtuén Twv BLOAOYLKWY CUCTNUATWY OAAA
edpapudletal kat amo Ta (dla yLa Tn KATAoKEUH TIPOLOVTWY. XapaKTNPLOTIKO tapadelypa
amoteAel n KaTAOKeEUn TNG KUYPEANC amd TIC MEAOOEC Ol Omoleg poooUV TO
amoBnKeLHEVO KEPL Kal ETELTA TO evaTOB£TOUV XTI{OVTOG TOLOUTOTPOMWC. 2TtNV Elkdva 1
daivovtal Swaddopa mpoidvta mou mapnxdbnoav aflomowwvtag, €AEyXoviog Kol
odnywvtag mARBo¢ peAlcowv va XTioouv emi €vOg LOVTEAOU, T QMOTEAECUATA Elval
evbladépovta. Napduolo TPOMO KATACKEUNE aKkoAouBoUV oL odrKeG, Laowvtag EUAO N
xaptl womou va mapaxBel XapTomoATo¢ Tov omoio evamoBETouv yla To XTIOLHO TNG
dwALag toug (Ewkdva 2), emiong, Stadopa mtnvad epyalovral opoiwg.
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AN\ XOpOKTNPLOTIKA TTapadeiypata anoteAolV oL apdAxVeG KoL Ol LETAEOOKWANKES T
omola TapAyouv Kol Katepyalovtal To HETAEL opoiwe. Ztnv Ewkova 3 ewkoviletal to
Baupaotd dladopeTiko amod Ta cuvnBLoPEVO KOUKOUAL TTOU KATAOKEVOOE N TtpovUudn
NG olwkoyévelag Urodidae, ¢whofeveital €vtog autrg¢ Ovtog OTo OTAdlo  TNG
HETAUOPDWONG Kal LEANOVTIKO AETILOOMTEPO. ITO 610 oxnua paivetal o LoTOG ToV omnoio
oxnuatioe evanoBbétoviag to Hetall pia apaxvn Nephila clavipes.

Mapopola epydotnKay enoThoves ano to MIT otnv epyacia pe titho silk pavillion [10],
odnywvtag mARBog and PeTaookWANKEG va eVATTOBECEL EMIAEKTIKA KoL EAEYXOLEVA TO
METAEL KAL VO OXNUATLOTEL N popdn ou daivetal otic pwrtoypadieg tng Ewova 4.

Qaivetal Aowmov ot n pebodog edapudletal Stapkwg and tn Guon ya TNV avamntuén
BeAtloTOMOLNUEVWY TIPOCEYUEVWY Sopwv oAAA Kal amd ta (Sla ta BloAoyikd ovia ta
ormoiot UMopoUV va XapaKTNPLOToUV WG «PBLONOYIKEC UNXOVEG TPpOoBeong UAKOU/
TPLOSLACTATNG EKTUTTWONGY.

Source: nymag.com
Ewdva 1: A§lonoinon peALcowyv yLa tn mapaywyr tplodiactatwyv popdpwv

Source: shu;terstock.com
Ewkova 2: Kataokeun KupeAwv Ko GwALldg and oPprKeg
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Ewdva 3: KoukoUAL vOpdNG Ko LoTOG apaxvng

Silk Pavillion MIT Project

Source: matter.media.mit.edu

Ewkova 4: A§lomoinon HETa§ooKWANKWY yLa TN tapaywyr] tplodiaotatng popdng

1.2.2 Mnxavég npocOeong UALKOU

Ot plleg TwV oNUEPLVWYV TEXVOAOYLWYV TTOPAYWYNG TPLOSLACTATWY OTEPEWV TIPOIOVIWV HE
SLo0TpWHATIKN TtPOoBeon UALKOU ToU £DAPUOCTNKAV OO ToV AvOpwro pmopouv va
EVTOTILOTOUV OTO TAPEABOV KATA TN KATAOKEUN TWV MEYAAWV Tupauibwv Omwg
Slootpwpatika emiong €Aafe Kal AapBAVEL Xwpa €WE KL CHUEPA N KOTOOKEUN TWV

KTipiwv.
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Avalntwvtog oto SUTAWUATO EUPECLTEXVIOG TTAYKOOUIWG UIMOPEL KATIOLOG val VTOTILoEL
TMANB0C TEXVIKWV KAl HNXOVNUATWY SLAOTPWHOTIKAG aAAA Kol XWPLKAG TtpooBeong
UALKOU yla TN Tapoywyn TPLoSLACTATWY POolovTIwy, l8IKA anod to tn dekaetia tou 80
Kall ETMELTA OTIOU TIAPOUCLACTNKAV OL TIPWTEG OXETLKEG AUTOUATEC TPOYPOUUATI{OMEVES
HUNXAVEG Katepyacoiag, epdavioTnKav peE TaXU pubuo VEEG Kol BEATIWUEVEG HNXOVEG,
TeEXvoloyleg, katepyalopeva UALKA Kal media epapuoywv.

H enmionun apxn twv texvoloywyv MNpooBetiknig Kataokeurng evtoniletal tov Alyouoto
Tou 1984, omou o Charle Hull ané tnv Ultraviolet Products (UVP) mepléypade éva
ocvotnua SLAOTPWHOTIKOU  PWTOMOAUUEPIOHOU He  xpnon laser umepwwdoug
oktwoPoAlag tn TEXVOAOyioa TNV omola koL ovopaoce 2tepeoAlBoypadia
(Stereolithography) [11]. O i6to to 1986 idpuoe tnv 3D Systems n omoia 1o 1987 oto
Auto-Fact Show Ttou Detroit mapouciace otnv ayopd TO TPWIO TOYKOOULWE
OAOKANPWHEVO EUTIOPIKO UNXAVNUO SLAOTPWHATIKOU GWTOTIOAUUEPLOMOU LE OVOUQ
SLA-1 (Stereolithography Apparatus — «Ewkova 5») kat etaipie¢ onwg AMP, General
Motors, Baxter Health Care, Eastman Kodam kat Pratt and Whitney to eykatéotnoav to
1988. To unxavnua Asttoupyouoe pwtomoAupepilovtag tnv eAeUBepn emipAveLd TOU
GWTOOKANPUVOLLEVOU PEUOTOU CAPWVOVTAC TN onUeLlakd pe déoun laser HeCd n omola
KateuBUveTaL Sla EVOC CUOTHMATOG MEPLOTPEPOUEVWYV KaBpemtwy (galvanometer driven
dynamic mirror), €10, oxnuatiletal eMupaveLaKd OTEPEO OTPWHA N Lopdr Tou omoiou
QVTLOTOLXEL O€ pLa SLATOWN TOU TIPOG APAYwWYr TPOIOVTOG eVw HOALG oAokAnpwOEL n
TIaPaywyr €vog oTPWHATOG Slatopns, n mAatdopua pall pe To KatepyalOPeVO TPoidy
BuBiletal evtdg Tou peuotoU Kal n Stadikacio emavalapBavetal €éwg OTou oTpwHa el
OTPWHUATOC oXNUatLoTeL n Tplodidotatn popdn, téAog, adol adalpebel to mMpoidv
ETpeTe va €l0€NBeL o€ €l61KO doupvo aktvoBoliag UV yia tnv mAnpn okAnpuvor tou
adou 1o KatepyalOUEVO UALKO ATaV TOTE aKpUALKO [12].

Mnyn: 3D System ca 1987
Ewkova 5: Mnxavnua SLA-1 tn¢ 3D Systems

To 1988, n 3D Systems nmapoucioaoce To SnUODAEC punxavnua SLA—250, evw cuvexilel £wg
Kol orjpuepa va avamtuooel pnxaviuata Stadopwv texvoloywwv. O Charle Hull ektdg tou
epnupe tn otepeoAlBoypadia, cuvéBale kal oto oxedLoopo Kol T Snuoupyia pLog
oAokAnpwueévng aAucidag Aoylopikwy H/Y, éva €€ autwv NTav kot o oxedlacpog Tou
apxetou .stl, popdn amodektr and AoylouLko TPLodLACTATNG EKTUTIWONG.
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AUEOWC UETA TNV EUMOPEUVPATOTONON TNG otepeoAlBoypadiag and tnv 3D Systems,
TIOMEG eTalpeieg and Slddopeg XwpPeC Tapouciacav to SIKA TOUG HUNXaAvUaTo
otepeoAlBoypadiag. Itnv lanwvia, n Wpubeioa anod tn Mitsubishi, Computer Modeling
and Engineering Technology (CMET) pe tig texvoloyieg Solid Object Ultraviolet Laser
Plotting (SOUP) kat n Sony & Japan Synthetic Rubber (JSR) pe tnv Design-Model and
Engineering Center (D-MEC) otn texvoAoyia Solid Creation System (SCS), dnuocievoav
TN S1KLA Tou ekdoxn TN otepeoAlBoypadiog to 1988 kat 1989 avtictolya. Itn Mepuavia,
To 1990, n Electro Optical Systems (EOQS) avémrtuée tO MPWTO TNG MNXAVNUQA
otepeoAlBoypadiag pe tnv ovopaocia STEREOS onwg kat n Quadrax Pe TO pnxavnuo
Mark 1000 [13].

MA£ov TN KAaOKNG dataéng tng otepeoAlBoypadiag tou C. Hull émou n cdpwon tng
S6éounc laser Ntav emupavelakn, epdaviotnkav Kot SLATAEELS TTOU XPNOLULOTIOLOUV SEaN
laser 6mou aktwvofoAoUv amno ekatépwBev Ttou Stadavoug Soxeiou Kal OxL eMAVELAKA.
Tétoleg Slatagelg xpnowomnoinoav ot Denken Engineering pall pe tnv Autostrade to
1991 otn texvoloyia Solid Laserdiode Plotter (SLP) [14].

MapaAlayn Tng otepeoAlBoypadiag Atav n xprion Aaumtipa KatdAAnAng aktivoBoAiag
avti laser kat n mpoBoAn Tou oAkd emi TnG Statoung e BoriBsla paoKwv e avolypota
N Hopdr Twv omoilwv eivat cUUPwWVN UE TN Hopdr TNG EKAOTOTE SLATOUNG, N akTvoBoAia
SiEpxetal Sl TwWV OVOLYHATWY TWV HOOKWV KOl £T0L, TO PEUCTO OTEPEOTOLELTAL KOl
oxnuatiletal apéowc €va oAOkANpo otpwpa. Ano to lopanA n Cubital to 1991 avéntuée
OXETIKO pnxavnua Baon tng wWbéag pe ovopa Solider Framework kot n texvoloyia
katepyaoiog ovopdotnke Solid Ground Curing (SGC). Tnv idla xpovid ot L.D. Mitcham,
W.E. Nelson ywa tnv Texas Instruments [15] nmepléypadav éva cuoTtnua MPAVELAKOU
GWTOTOAUUEPLOUOU PEUCTOU XPNOLUOTIOLWVTAC Hta SUVOLLKA HAoKO TIPOBOANRG Twv
Slatopwv Kat éva mpoBoAéa texvoloyiag Deformable Micromirror Device (DMD) o
omolog umopoUloEe va LEVEL OTACLUOG N} VAL KLVEITOL KATA TO £TtimeS0 Xy.

MapdAAnAa to 1991, emutAéov OU0O Ttexvohoyieg MpooBetikng Kotaokeung
eumopevpatonoidnkayv, n texvoloyia Slaotpwpatikng eéwbnong uAwkwv (Fused
Deposition modelling — FDM) amnod tnv etaipeia Stratasys, n omola avémMTtuée OXETIKO
pnxavnua pe ovopa 3D Modeler kat n texvoAoyia pe tnv ovopaocia laminated object
manufacturing (LOM). H teAeutaia avantuxbnke amno tnv Helisys 6mou n Kataokeur Twv
OVTLKELLEVWV YLVOTAV UE SLAoTpWHATWON GUAAWY, KOTIA Kal EMELTA ouVEVWON [16].

To 1992, mapouoctdotnke amd tn Desk Top Manufacturing (DTM) to pnxavnua
Sinterstation 2000 texvoAoyiag ouvévwong okovng Selective Laser Sintering (SLS). To
pnxavnua capwve pe laser CO2 evidg Bepuatvopevou Baldpou Kol mapriyays apeoa
TIAOLOTLKA KOl EUPECA UETOAALKA KOl KEPAULKA TIpolovTa (OKOVEC e TTOAUUEPD) adoU
auta amnattovoav Mupocucowpdatwon [17]. Eva xpovo apyotepa to 1993, n Soligen
avémTuée pnxavnuata texvoloyiag ektdoéeuong ocuvdetikol UAKoU (binder jetting). H
texvoloyia aut ebeupeBnke Kal KatoxupwOnke pe SIMAwPa eupeottexviag amo Toug
E.M. Sachs et al [18] to 1989 amno to maveniotulo tou MIT (Massachusetts Institute of
Technology), oOmou ouvleTikO UAIKO eKTofeUeTal O €MAEKTIKA onuela  emi
KatepyalOUevnNG oOKOvnG Tou Ppiloketal oe mAatpopua  KatEPyooiag ywo TO
SL0OTPWHATIKO OXNUATIOUO TOU TEALKOU QVTLKELUEVOU.
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To 1994, n Electro Optical Systems (EOS) avéntuée unxavnua to onoio ovopace EOSINT
P yla tnv mapaywyn MAQCTIKWVY TMPOIOVIWY, €nelta To pnxavnua EOSINT S yua t™
Tiapaywyn mpoiloviwy and Appo ya ehappoyEG XUTEUONG Kal UOTEPA TO HNXAVNUQ
EOSINT M texvoloyiag Direct Metal Laser Sintering (DMLS) to omoio mapnyaye dpeoa
HETaAALKA TtpoidvTa Sla LepLkng théng [19].

Ot R.C. Sanders et al to 1994 napouciaocav €va OAOKANPWUEVO CUCTNUA EKTOEELONG
BeppomAactikwv/Keplol Omou Kot n etalpeio Sanders Prototypes aveémtuée OXETIKO
pnxavnua pe ovopa ModelMaker [20]. H 3D Systems 1o 1996 avémtuée OOLO LNXAvNUa
ekto€evonc BeppomAaotikol/ keplol amod kepaln Pe TTOAAATIAG OTOUL Pe Ovopa Actua
2100. H texvoloyia ovopaotnke MultiJet Modeling (MIM).

To 1997, amnd tnv Arcam avamtuxBnkav Stadopa OXETIKA UNXOVALOTA TEXVOAOYLOG
Electron Beam Melting (EBM). To 1998, n Optomec MOUAQEL TO MPWTO TNG cLOTNUA
HETAAALKAG ekTOEEUONG KOl TTAPAAANANG TENG Katd tnv evanobeon dia deopwv laser
(Directed Energy Deposition) [21]. To 1999, o D. White [22] napouciace pio uBpLdLKN
pHEBOSO TOpaywynG OTPWOLYEVWVY METAAAKWY TPOIOVTWV e ouvévwon &la
umepNXNTIKWY TtaAavtwoswv (Ultrasonic Consolidation (UC)) kal KOMAG HUE KOTTLKA
epyaleia. Ta ¢pUAAO CUVEVWVOVTOL SLOCTPWHUATIKA HE UTIEPNXNTLKA XTUTNHATA UECW
€VOG epyaleiou (Sonotrode) kat kOBovtal mepLOSIKA Pe KOTITIKO epyaleio. Ta mpoiovra
UTIOPEL VO £XOUV ECOWTEPLKOUG QUAOUC, OTWG EMIONG VO EVOWHOTWVOVTOL KoL GAAQ
oTolXElol OTMWG NAEKTPOVIKA.

To 2001, o J. Hendrik [23] nepléypade éva cuoTnUa pe AKTLVOBOANGN Ao eKATEPWOEV
Sdladavoug doxeiou xpnoLdomolwvtag wg Suvaplkn paoka éva poBoléa texvoloyiag
Digital Light Proccesing (DLP). O iéiog idpuoe tnv EnvisionTec n omoia avémtuée Tto
Perfactory (Personal Factory). Ztnv Ewkova 6 daivetal to punxavnua Perfactory tng
EnvisionTec pall pe kamola nmpoiovta autou.
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Mnyn: Envisiontec
Ewkdva 6: Perfactory tng EnvisionTec kot mMAQOTIKA Ttpolovta

O dekaetieg Tou 1990 kat Tou 2000 avédel&av MANB0¢ TOAAWVY GAAWV VEWV TEXVOAOYLWY
MpooBetikn¢ Kataokeung AAAa Kat mapaAAayEC auTwy ou avadEpOnkay, Ue EMIKEVTPO
TO0O0 TIG BLOPNXAVIKEG EDAPUOYEC 000 Kal TIG dladlkaoieg mpwtotumonoinong. H Anén
Twv ToAolwY  SUTAWUATWY  EUPECLTEXVIOG, OMWG NG TeXvoloyiag e€wbnong
BeppomAaoctikou UAkoU (Fused Deposition modelling — FDM) to 2009, oériynoe otn
Taxelo avartuén xapunAov KGoToug unxavnudtwv?!.

"Eva katdAoyog uttapyel otnv ioTooeAida http://www.3ders.org/pricecompare/3dprinters
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2. Kataokeun pe mpocOeon UALKOU

2.1 Apxn Aswtoupyiog

To yeyovog Tou MPOoHETIKOU XTLOLUATOG TOU POIOVTOg CUVENAYETAL SuvaTOTnTa OXESOV
eAeUBOEPNG KOL ATIEPLOPLOTNG LOPPOTIOLNCGNG AUTOU TOCO ECWTEPLKA 00O Kal EEWTEPLKA/
erupavelaka SLOTL KAt To XTiowo Hmopel va avamtuxBel kabe emBuunt popodn).
FevikOTtePQ, KAl BAON KWWNUOATIKNAG, N Hopdomoinon evog avtikeluévou Sla mpoobeong
UALKOU propel va AdBel xwpa e Suo Tpomoug:

o Xwpwka (Tpwodaotata): H mpooBeon UAikoU AapPdvel xwpa tPLOSLACTATA LE
avantuén Tou MPOIOVTOG XWPLKA EVW UMOPEL val yivel onuelo-onpeio N emudavela-
emupaAveLla e ouvexn 1 SLakpLto Tpomo.

e Awootpwpatika (Awobdidotata): H Swadikaocia Aappdavel xwpa He enaAAnAo
otoilfaypo oTpWHUATWY OO TA oMol EKACTO OVTLOTOLXEL O pLa SLATOWN TOU TIPOG
TIapOywyrn TPOIOVTOC, £T0L, N TPLOSLAOTATN AVATTUEN AUTOU TIPOKUTITEL ATd T
OUVEVWON TWV ETILUEPOUG OTPWHATWV.

H mAeoPndia Ttwv TEXVOAOYLWV TIPOCOETIKAG Tapaywyng AETOUpyel Katd
SLaOTPWHATIKO TPOTO adoU 0 OXESLACUOG KAl TIPOYPAMUATIOUOC TNE KATEPYAOLAG lval
amAoVoTeEPOg Kal Ttaxutepog. H péBodog Paoiletal otnv apxn OTL omolodnmote
TPLOSLACTATO OTEPED UALKO QVTLKE(UEVO UIMOPEL VA TIPOKUEL EQV:

e '"Tepaywotel" vontd n tplobildototn yewpetpia Paon povtéhou/ oxebdiou
TIPAYLATOTIOLWVTOG TOUEG O auth He oplloviia mapdAAnAa  emninmeda Kot
UTTOAOYLOTOUV OL SLATOMEG amod Ta onpeia cUPBOANG TNG YEWHETPLAC HE Ta eMinmeda
auta.

e KatepyaotoUv KATAAANAQ UALKA ylo TN KOTOOKEUN OTpWHATWY Pdacn Twv
avtioTolywv SLaTOHWY TNG YEWUETPLAG UE TIAXOC OTPWHATOC (00 E TNV amootaon
HeTaEL Suo ToHWV.

e JuvevwBouv emdAAnAa Kot SLACTPWHATIKA TA OTPWHATA KATA TNV KatevuBuvon
TEQAXLOMOU Kal Katd tnVv idla osLpa.

Enopévwg, Sla TNG KATAOKEUNG OTPWHATWY OO TA OMola £KAOTO OVTLOTOLXEL O pLa
Slatopn evog tplodldotatou poviédou/ oxediou kat tg emAAANANG ouvEVWONG TwV
OTPWHATWY OUTWV £LG €va eviaio owpa, Ba oxnuatiotel n teAKn UAKN Tplodldotatn
popdn tou. Baon autng¢ tng apxng AELTOUPYOUV OL QUTOUATEG TIPOYPOAUMOTI{OUEVEC
unxaveg mpodcobsong  UAkoU/  tplodldotatng  eKTUMWONG,  KATAOKEUAIOVTOG,
otolBalovtag Kol ouvevwvovtag KABe otpwpo SlaTopng Tou MHOVIEAOU ME TO
EKATEPWOEV.

Avaloya pE Tn XPNOLUOTOLoUpEVN TeXVoAoyla TG pueBodou, pla pnxovr mpocBeong
UAlkoU mepthapfavel Siadopa cuotipata €AEyXou Kol TEPLPEPELAKA Yl TNV
umooTnPLEn t™¢ Katepyaoiag. MakpooKOTIKA, Ta SUo BaOKA cuoThpaTa Eival:

e JUotnua KepaAng katepyaoiag: elval To cuotnua Sla Tou omoiou Katepydlgtal To
apopdo UALkO. Mmopel va eival ya mopadetypa kebpaAn ektdoéevong, e€wbnong,
KOTING UALKOU, KedaAr aktivoBoAnonc yla mpooBoAr Kal otepeomoinon peuotou
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UALkOU 1] Bepuikng aktvoBOAnong ylo B€puavon Kol CUVEVWON TWV KOKKWV TNG
oKOvNgG.

e JUotnua mAatdopuag Katepyaoiag: n Baon eni tng omolag XTileTal TO OVTLIKELUEVO.

H oxetikn kivnon petal Twv SUo AUTWV CUCTNUATWY TIPEMEL VA €lval TETOLA WOTE Vol
ETUTPETEL TNV TIAPOYWYI] TOU TPLOSLACTATOU OVTLIKELLEVOU.

H katepyaoia kal n Aswtoupyia TwWv pNXAvWV €lvol KUKALKA emavoAapBavopevn Kot
ekteAeltal we €NG:

e Katepyacio UALKOU ylo Tn mopaywyr oTpwUATo¢ SLaToung (katepyacio Katd to
emninedo xy).

e JUVEVWON OTPWHATOC HE TO €eKATEPWOeV otpwua. OAOKANPWON GCUVEVWONG
otpwpato¢ Statoung, katakopudn PuBlon mAatdopuac (1 avuPpwon KedaAng)
KOTA LAKOG (00 HE TO TAX0G OTPWHATOC KOL TTOPAywYr VEOU OTPWHATOG.

H cuvévwon TwV CTPWHATWV UMOPEL va YiveL:

e Me autoyevy ouvévwaon xwpi¢ va mapepBarietal Eévo UAKO, €tol, to (6lo TO
KATEPYALOMEVO UALKO TWV OTPWHATWY CUVEVWVETAL dla BEpuavaong, aktivoBoAnong
K.Q.. LE GUOLKO 1 XNULKO TpOTO.

e  Me etepoyevr) ocuvEvwon otav mapeUBAAeTAL E£VO UALKO CUVOETIKO OTOLXELO OTIWC
KOAAQ K.Ol. LETOEL TWV OTPWHATWYV KOL TO OTOL0 EVEPYOTIOLELTOL UE PUGLKO 1 XNHULKO
TPOTMO Ue Bépuavaon, aktivoBoAnon K.a.

Itnv Ewlkéva 7 mapouotaletal n SLOTPWHOTIKY KOTOOKEUH HLOG MTTEPWTNAG CUUPWVA UE
TA (PONyoU LEVA.

Ewkova 7: AL0OTPWHATIKAG KATOLOKEUH MTTEPWTAG

Oa mpEneL va onUelwBOel OtL avaloya Ue TNV Hopdr Kal TNV eTAEYUEVN KatevBuvon
SL00TPpWHATWONG TOU TPOG Ttapaywyr TPOIovVTog, €dv dnAadn UMAPXOUV OTOTOUES
KAloelg, e0ox€C, MPOeCOXEC 1 ALWPOUUEVA TUAUATA TOU TIPOG Ttapaywyr Tpoioviog,
UTTOPEL va amaltouvIal UTIOoTNPLYATA KOTA TO XTIOLWWO TOU Ta omoila YE To TEPAC TNG

Sep-23




AutAwpatikn Epyacia — Avépeddng AnpAtpLog

katepyaoiog Ba mpémnel eUkoAa va adatpouvtat. Xtn BBAloypadia mapouvoialovral Suo
TUTIOL UTTOOTNPLYLATWV.

O MpWTOG TUTOC UTOOTNPLYUATWY edapuoletal eni To MAEIOTWY AMo TIG TEXVOAOYIEG
SlootpwpdTwong GUANWY PE CUVEVWON KOL ETTELTA KOTI) QUTWY, £T0L, KATIOLN T AT
OQUTOU XPNOLUOTIOLOUVTOL YLOL TO XTLOLHO TOU Tpoiovtog kat dAAa Buoialovtal yla tTnv
umooTnpLEn Tou.

O 6eUTEPOG TUMOG UTIOOTNPLYMATWY £PopUOleETAL QMO T UTOAOLTIEG TEXVOAOVYLEG
NMPOcOeoNC UALKOU OXL MOVO yla TV UTOoTNPLEN TOu MpPolovtog aAAd Kal yla Tnv
OUYKPATNON aUToU €Ml TNG MAATPOPUAC KATEPYOOLAE KAl yla va QmoTPAmoUV TUXOV
TaPAUOPdWOELS. TO UAIKO XTLOLHATOG KOTEPYATETAL KOL EVATIOTIOETAL yLa TNV avartuén
TOU TPOLOVTOG evw TtapdaAAnAa kal Omou amatteltal xtilovral cupmayn i MAeypotwdn
unootnpiypnata oamo 6o i Sladopetikd UAKO (USOTOSLOAUTO, YaunAOTEPNG
Bepuokpaaciag THENG) amo to UALKO XTLoiHaTOoC.

QOoTO00, UTIAPXOUV UEPLKEC TEXVOAOYLEC OTIOU TO KATEPYALOUEVO TIPOTIOV avelaptnTa ano
TN KatevBuvon SLACTPpWHATWONG KoL TN popdr) Tou dev amattel untootnpiypata adou To
1610 T0 KaTEPYA{OUEVO UALKO TO UTIOOTNPLIEL, TETOLEC Elval OL TEXVOAOYIEC CUVEVWONC
oKkovNng eni mMAatPOpUaC Kal oL TEXVOAOYIEG eKTOEEUONG KOANAG EML OKOVNG OOV TO (610
TO KATeEPYO{OUEVO KOKKWAEG UALKO uTtooTnpilel To KatepyalOUEVO POIoV KaBwG auto
BuBileTal evtog TNG 0KOVNG SLACTPWLATLKA.

Mnyn: 3D Systems

Mnyn: 3D Systems

Ewkdva 9: AsUTEPOG TUTOG UTIOOTNPLYUATWV
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2.2 Pon &gbopévmv eAéyyxou

H Baotkn mopeia epyaciwv (process chain) o eninmedo AOYLOULKOU yLa TOV EAEYXO HLOG
UNXOVAG SLACTPWHATIKAG TPOoOeong UAKOU HE OKOMO TN Topoywyn €vog
Tplodlaotatou npoiovrog nepthapPfavel ta €€n¢ Buata [24]:

1. Ixebiaon tplodiactatou Pnolakou HovieAou pe Aoylopikd cuotiuata 3D CAD i
tpLodlaotatn Pnolomoinon undpxovtog antol HLoVIEAOU.

2. NAeypatomnoinon emnupavelag tou Pndlakol HoViEAOU (MPocEyylon HUE TPlywva,
e€aywyn oe apyelo .stl  .amf).

3. NOyloMIKO OXeSLOOPOU  KOTEpyaoiag, €mMAOYEC METABANTWYV KAl ouvlnkwv
Katepyaciog, Slaxeiplon Tou MAEYLATOMOLNUEVOU HOVTEAOU, TEUAXLOUOG AUTOU Kal
apaywyrn Kwdka eEAEyXou Unxavng.

4. T[pogTolaoio HnNXavig.

5. EAeyxopevn Asttoupyia. AlQOTpwWHATIKA Katepyooia UAwoU PBdacn tou Kwdika
eAéyxou.

6. MapaAafn mpoidvrog, adaipeon UMOOTNPLYUATWY EAV UTTAPXOUV, KABAPLOUOG Kol
AGAAeG petenetepyaoiec.

Av kol o oxeblaopog g katepyaciog Stadépel amd texvoloyia oe TeEXVOAoyla
NMPOCOEONC UALKOU KOL OO MNXavr o€ pnxavn, n Baolkn mopeia epyaciag ival omwg
npoavadEpOnke. Apxikn mpolndBeon elval n unapén evog tplodidotatou Pndlakou
HOVTEAOU.

Ao TNV AAAN, éva uTtApXoV amTo HovTEAO pmopet va Pndlomotnbel kat va mpokUeL To
Tplodlaoctato Pndlakd aviiypado to omoio pmopel va mapapeivel autouolo 1 va
puetaPAnBouv otolyeio Tou (emokeun, avaokeun). H Stadikaocio auth tng Pndlomoinong
Kol avtlypadnig umapxOVtwyv HOVIEAWV ylol TNV ETLOKEUN, OVOOKEUN 1 Tapaywyn
KAWVWV aUTwV ovopaletal avtiotpodn pnxavotexvia (reverse engineering).

To tplobidotato Pndlakd poviédo wg mpoiov eite Pndlonoinong/ cdpwong eite
oxeblaonc dta 3D CAD pmopel va TepaxLotel pe Suo Tpomoug:

e To (610 10 Aoylopiko oxediaong N Yndlomoinong va TEPOXLOEL KOl va UTIOAOYLOEL
TIC SLaTopEC Tou TPpLodilaotatou PndlakoU poviéAou. Ta AoyLoUKA Ba TipEMEL val
elval oupBatd LE OUYKEKPLUEVEG MNXOVEC TPOoBesong UAkoL Kol va
umootnpilouv Tto0 OXeSlOUMO TNC Katepyooiog (emAoyEC HeTaBANTWV Kol
ouvOnKwv) yla Tn apoywyr] Tou Kwdika eAEyxou.

e To tplodiactato Pndplakd POVIEAO Vo LETATPATEL O Lo amAn petafLBaoiun
Hopdn wote KABe onuelo TNG yeWUETPLAg TOU va lval eUKOAa uTtoAoyioLuo amnod
KATOL0 AAAO AOYLOULKO TO omoio Ba avaAdBel va To TepayioeL, va UTIOAOYIOEL TIG
SLOTOUEG, va eMITPEMEL ETAOYEC oUVONKWY Kal LETOPANTWY KATEPYOAOLAG WOTE
TapAEeL TOV KWALKO EAEYXOU YLAL CUYKEKPLUEVN NXOVH.

Ao Tta TponyoUEVA, TILO TIPAKTIKO €lval n e€aywyn Tou TploSlaoTaTou HOVTEAOU Ao
To Aoyloplkd oxediaong i Ynolomoinong oe po popdn n omoia Oa meplypadel tn
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VEWUETPLO PE TETOLO TPOTIO WOTE VA UTIOAOYLIETAL €UKOAQ QMO £€va OTOKAELOTIKA
0POCLWHUEVO AOYLOULKO TEUAXLOMOU KOl TIapaywyns KwKa EAEYXOU YL CUYKEKPLUEVN
punxavn. Ta meplocdtePa MPOYPAUMOTA oXeSLOONG TPLOSLACTATWY OTEPEWV MPOCHEPOUV
TN SuVaTOTNTA TTAEYLATOTOLNONG TOU TPLOSLACTATOU LOVIEAOU HE TPlywVa Kal e€aywyng
otn pnopdn apxeiou .stl (Standard Tessellation Language) n omoia gival n kaBlepwpévn
TIoU BaoLKA XpNoLLoToLeiTal amd T AOYLOUIKA CUOTHMOTA TPLOSLACTATWY EKTUTTWTWV.
O tumnog .stl avantuxdnke yia tnv 3D Systems to 1987 [25] amnod tnv Albert Consulting
Group Kal XpnOLUOTIOLE(TAL £WG KoL OEPA.

Katd tn mAeypoatomnoinon tou poviéAou Baon tou mpotumou .stl, 0An n enupaveld tou
npooeyyiletal pe emnimeda tpiywva, £tol, n Mpooeyylon Twv enimedwv oplldvilwy,
Katakopudwyv 1 umod otabepn kAlon emupavelwv Tou HOvtEAou elval amoAutn o€
avtiBeon pe ) nepintwon twv KaumuAwv emnidpavelwv (LetaBAntn kAion), ya autod, Ba
TPEMEL va eTUAEYETAL N emBLUNT ovoxn Kol akpiBela MPOoEyylong TwV KAUTUAWY
EMLPAVELWY EVW 00O HeyaAUTepn eival 1600 peyaAUTepo Ba eival to mARBo¢ Twv
TPLYWVWV TIPOCEYYLONG Apa LEYAAUTEPO Kal To pPEyeBog tou apxeiou. Itnv Ewkoéva 10
daivetal pla opaipa KoL To AMOTEAEGHA TNG TTPOCEYYLONG AUTAC HUE SladopeTikd aplBuo
eMinedwyv Tplywvwy

Mnyn: 3D Systems
Ewova 10: Npoaogyyion odaipag pe S1adopeTKO aplOUo Tplywvwv

To apyxeio .stl mepiéxel mAnpodopieg mAeypatonoinong plag emipavelog pe emnineda
Tplywva opilovtag yla kabe Tpiywvo ta Tpila onpelo TOU 0TO XWPO KoL TO SLAVUCA TTOU
elval kaBeto oTNV ENLPAVELD TOU TPLYWVOU.

‘Ooov adopd TO TEUAXLOUOG pLag TplodldoTtatng yewpeTpiag eival pa dtadikaoia katd
TNV OTtoLal TPAYLATOTIOLOUVTOL TOUEG O€ auThV pe dlodlaotata enineda 6mou Bdaon g
Soblaotatng SLaTopunG KATAoKEUATIETOL TO AVILOTOLXO OTPWUO CUYKEKPLUEVOU TIAXOUG
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(00 pe tnv andotaon PeTagy Suo Topwv To onoio pall pe dAAa kot otav cuvevwBouv Ba
anoteAécouv TNV TeEAKNA Tplodldotatn.

‘EtoL, cUUPWVA UE TA TTPONYOUUEVA KOLL CUMTTANPWVOVTAC, N TEALKH TIOLOTNTA EMLPAVELOG
Kot Staotacloloyikn akpifela evog SLaoTpwpaTikoU mpoiovtog Ba eival cuvaptnon Twv
KATWOL aOAANAEEAPTWHUEVWVY OTOLXELWV:

e [luKvOTNTO CTPWUATWVY TIPOCEYYLONG (TMAXOG OTPWHOTOG) KoL TEXVIKN TANPWONG

QUTWV.
o  Texvikn mMapeUBOANG OTPWHATWY HETOED TWV TOUWV.
e KatevBuvon SLaoTpwHATWONG.
e AxpiBela mAeypatonoinong tou tplodidotatou Pndlakou HOVTEAOU.

e Texvoloyla  mpdoBeong  UALKOU,  KATOOKEUQOTIKWY KOl  AELTOUPYLKWY
XOPAKTNPLOTIKWY (OPAAHATA, ATIOKALOELG) TOU UNXAVLATOC KOTEPYATLOG Kot AANAWY
ETUAEYUEVWY CUVONKWVY Kol LETABANTWV KATEPYAOLAG.

e |SoTNTWV KATEPYOAIOUEVWY UALKWV.

2.3 Texvoloyisg

H mpooBetikn mapaywyr amoteAeital amd moAAEC TexvoAoyleg Kal n opadomoinon
QUTWV Yivetat amno to ASTM F2792-12a [2] onwg avadEpBnke Kal oTo mpwTto KedaAalo.

2.3.1 QwrtonoAvpueplopdg (Vat Photopolymerisation)

O dwtomoAupepLonog eplypddel pia opdada SladopeTikwy TEXVOAOYLWV TTPOCOETIKAG
KOTOOKEUAG. 2ZTIC TeXVoAoyle¢ WTOTOAUUEPLOUOU, TOAUUEPEG PEUOTO TO oOmoio
Bpioketal evtog Soxeiou mpooPdaAdetal pe aktvoBoAia KAtdAAnAng ocuxvotntag o€
ETUAEKTIKA onuela kol pe Stadopeg SLATALELS, OTIOU KAl OTEPEOTOLELTOL OTA ONUElA
npooPBoAng tou. H avamtuén tou mpoidvtog umopei va AdBel xwpa SLACTPWUATIKA A
XWPLKA.

To  ouotaTkA  Twv  KOTepYalOHEVWYV  GWTOMOAUUEPWY  PEUCTWV  Elval:
dwTOEVEPYOTOLNTEC, OALyOUEPH Ta omoia kaBopilouv TIC BacLkEC LOLOTNTEC, LOVOUEPN
Ta omola puBuilouv tn TaxLTNTA PWTOMOAUUEPLOUOU Kal TO LEWOEG, EAACTIKOTIONTEG,
otaBepomolnTEC Kal avildpaoTikog SLaAUTnG. Otav ol dwToEVEPYOTOLNTEG EKTEOOUV OE
KATAAANANG ocuxvotntag aktwvoBoAla, avildpoUv LE TO HOVOUEPH KoL EEKWAEL N
Swadkaoia oxnuatiopol alucidwv moAupepwv (rMoAupeplopog). H  aktwvoPolAia
evepyonoinong eivat ocuvnBw¢ unépubpn, umopel Opwg va eival kot GAAou TUTIOU
avaloya HeE To €i60¢ Twv dwToEVEPYOTOLNTWY. APXLIKA, TO TIPWTA GWTOMOAUUEPH ATAV
OKPUALKAG Bdong evw €nmelta avamtuxdnkav emofikd kal BvuAalBepkd n Kal pE
TPOOUIEELS AAAWY UALKWV Kal Hoplwv OMwG METAAALKWY, KEPOULKWY KOKKWV A va gival
uOpoyEAeg, MOATwoN, aoteg [26]. Emiong pmopel va givat dtadavr 1 un KoL apKeTA
€ENQOTIKA evw N olotaon autwv Sladépel, 1oL, oL BLOTNTEG ToUuG HipouvTal dtadopa
UALKA OTIWG TaL BLOUNXOVLKA TTAQLOTLKAL.
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Etaipeieg mou avamtiooouv pwtomoAupepn yia Stddopa pnxavipata, pue Stapopetiki
oloTaoN, LNXOVLKEG Kal GUOLKOXNHULKEG LOLOTNTEC elval petafy aAwv: Huntsman, Adeka,
Japan Synthetic Rubber (JSR), DSM Somos 0nwg Kal £TALPELEG KATAOKEU NG LNXOVNUATWY
TIoU TapAAANA avamtuooouv Kal peuotd onwg n 3D Systems, Teijin Seiki/ CMET,
Prodways, 3D Ceram, EnvisionTec, Dreve (Inonovation Meditech), Formlabs.

2.3.2 ItepeoABoypadia (Stereolithography (SLA))

Mua 8éoun laser katdAAnAng ouxvotntog eotialetal, odnyeital Sia meplotpedoOUeEVWY
KOOPEMTWY, COPWVEL ETUAEKTIKA ONUELOKA KOl OTEPEOMOLEL TO PWTOOKANPUVOLEVO
PEVOTO oUUdwva PE TN popdr TNG EKACTOTE SLATOUNG TOU TIPOG OpAywyn MPoiovtog
EVW MOALG oAoKANpwOEL N mapaywyn evog oTpwpatog, n mAatdopua Bubiletal evtdg Tou
pevotol pall pe To KatepyalOUEVO TPOIOV, €vag CapwTInG (sweeper) capwveL v
empavela tou peuotol yo va eéaodalilotel n emumedotnta kat n Sadikaoia
enmavaAapBAavetal £wg 0Tou TMPOKUEL TO TEAKO TPLOSLACTATO OTEPED TPOidV. Avaloya
LLE TN Hopdr) TOU TIPOIOVTOC UIMOPEL va TtapayovTal Ko UTtootnpiypoto and to (51o UALKO.

Tn dwatagn autn xpnowuormnoletl n 3D Systems amnod 1o 1987 otav S1€Beoe T Maykoouiwg
MPWTN pnxovn mpdéobsong UAWKOUL TexvoAoylag GWTOMOAUUEPIOUOU TNV Omola Kol
ovouoaoe otepeoAlBoypadia (stereolithography (SLA). To olyxpovo upnxavnud tng
Projet 7000 kat mMAQOTIKA Ttpolovta autol ¢aivovtal otnv Ewova 11.

Source: 3D Systems

Ewkova 11: Projet7000 tng 3D Systems kaut poiovta

2.3.3 Ekto&euong uAikoU (Material jetting)

H mpooBetikn mapaywyn mpoioviwv edpapudlovtag tn Texvoloyia ektofeuong UALKOU
mpaypatomoleital  evamoBétovtag Sla  ektoeuong otayovidia 1 cwpatidla
KaTtepyalOUEVOU UALKOU O€ ETUAEKTIKA onpeia emi mAatdpoppag pe dtadopec Slatdlelg
Kol pE€oa evw N avamtuén tou mpolovto¢ pmopel va AdBel xwpa SLACTPWHOTIKA
(toulaylotov tpelg Babuol Kivnuatikng eAeuBepiag) N XwWPKA (TOUAAXLOTOV TEVTE
BaBuol kwnuatikng eAeuBepiag). Ta mpoidvta umopel va eival €yxpwua eite
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xpwpatilovtag ta eKtofeuopeva UAKA eite ektofelovtag UAKA SLadopeTkoU
XPWHUATOG.

H Baowkn Stataén twv pnxavnuAatwyv ektofeuons UAIKOU KOTA SLOUOTPWHUATIKO TPOTIO
napouvotaletal otnv Ewkova 12. Mia 11 meploootepe KePAAEC €KTOEELONG UALKOU
XPNOLLOTIOLOUVTAL YLOL TNV ETUAEKTIKI) ONUELOKA EKTOEEVON EVOC UALKOU XTLOLLATOG TOU
TPOIOVTOG Kol evOog SeUTepoU SLadopeTIKOU UALKOU (av umdpxel deutepn KedaAn)
XTLOLHATOG TWV UTIOOTNPLYUATWY Tou €mi tn¢ mAatdpopuag. MoOAlg oAokAnpwOel n
TIAPOYwWYr €VOC OTPWHATOC TO OTOLO AVTLOTOLXEL O pLa SLATOUR TOU MPOC mopaywyn
TPoioVTOG, N TMAATPOpUA KOTEPYAolaG KATEPXETAL (eite avépxetal n kedaAn) ya T
Katepyaoio Tou enodpevou Kal n dladikacia emavalappavetal Ewg 6tou MPokKUYPEL TO
TEALKO TIpOoioV. H kivnon petall Tig kedalng kat tng MAATHOPHOG TTPETEL VAL ELVOL OXETLKNA
KATA TOUG AEOVEG X, Y, Z, ouvNBwG N kKePaAn Kveital katd To eminedo xy kat n mMAathopua
KOTA Tov dfova z, OUWG, N KATAVOUN TwV afovwy pmopet va Stadépel aAAd Kol va pnv
elval kapteotavn. H kaBe kedpahr) punopet va €xel MTOAAMAA aveaptnTwG EAEYXOUEVA
OTOULO EKTOEELONC.

Support material

Build material Inkjet print head

Part support structure

Built part

Build platform

a additively.com

connect & manufacture,

Ewkova 12: Baoikn Statagn eKtoeuong UALKOU

2.3.4 Ekto&euong ouvdetikoL UALKOU (Binder Jetting)

H mpooBetiki mapaywyn mpoidovtwy ebappoloviag tn texVoloyia ektdééeuong KOAAAG
TPAY LATOTIOLELTOIL EKTOEEVOVTAC TO CUVOETLKO oTOoLXELO (KOANQ) OE ETUAEKTIKA onuela el
™G Katepyaldpevng okovng mou Pploketal eni mMAatdOpUAC Yyl TN CUVEVWON TWV
KOKKWV TNG EVW N avarttuén Tou mpoiovtog AapBavel xwpa Staotpwpatikd. Ta mpoidvta
uropet va eivat yxpwpa adoul n ektofeuopevn KOAA Umopel va xpwHatileTal evw Ta
KatepyalOUEVA UALKA UTOPEL val €lval OTOLASATIOTE O€ KOTAOTOON OKOVNG OTWG, ALUOC,
TIOAUEPN, LETOAAQ, KEPAULKA, YU OC, oUVOeTa. Ocov adopd Ta LETOAALKA KOL KEPOLULKAL
npoiovta, autd Ba mpemnel adol €xouv MpwTta popdomnolnBeil, va mupocucowHaTwWOoUV
f)/ KOl VO EUITOTLOTOUV HE KATAAANAO UALKO MARPWONG YL TO KAELIGLHO TUXOV TOPWV.
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Ztnv Ewova 13 odaivetar n Boaotkn Sldtaén Twv HNXOVNUATWY OSLOOTPWHOTIKAG
eKTOEELONG KOAAC emi Kokkwdoug UAKoU. H kedaln ektofeuong Kiveitol Katd to
emninedo xy mavw ano tn mAatdpopua katepyaoiag ent tng onolag Bploketal n okovn Kal
EKTOEEVEL O€ ETUAEKTIKA OnUela Tn KOAAQ CUVEVWVOVTOG TOUG KOKKOUG oxnpatilovtag
€TOL €VA OUVEKTIKO OTPWLA TO OTOL0 QVTLOTOLXEL O€ ULt SLOTOUN TOU TIPOG Tapaywyn
TPOTOVTOG EVW UOALG OAOKANPWOEL N mapaywyr EVOG OTPWHATOG SLATOUNG, N MAatdOpua
KOTEPYAOLOG KATEPXETAL, VEO UALKO QUMAWVETAL KOLL ETIITESWVETAL YLOL TNV KATEPYATLO TOU
EMOUEVOU OTPWHATOC Kal n Stadikacia emavalapBavetal £wg OTOU TPOKUYPEL TO TEALKO
npolov. Ta katepyalopeva Poiovta dla TNG CUYKEKPLUEVNG TEXVoAoyiag Sev amaltouy
unootnplypata oe kapia mepintwon adou to unootnpilel n 6la N oKOVN €Vtog TNG
omolag Pubiletal to mpoidv kalL dev umdpxouv SUVAUELG TIOU UMTOPOUV va TO
napapopdwoouv. H kedbaAr unopel va £xel TOAATMAQ EAeyXOUEVA QVEEAPTNTO OTOULAL
ektoEELONC.

Liquid adhesive supply Inkjet print head

Leveling roller

Built parts

Frowsarsupply.

Powder bed

Build platform

additively.com

connect & manufacture
Ewkova 13: Baowkn Siatagn ekto§euon KOAAaG

2.3.5 Xuvévwong Zkovng (Powder Bed Fusion)

H npooBetiki mapaywyn mpoioviwv edapudlovtag tn TeXVoAoyia cuvévwong oKovNng
el MAAThOPUAG TTPAYLATOTOLELTOL CUVEVWVOVTAG SLa ETUAEKTLIKAG IPOcSoong BepULKNG
EVEPYELOG TOUG KOKKOUG TNG KatepyalOUeVNG oKOVNG VW N Katepyaoia Adaupavel xywpa
Slootpwpatikd. Ta katepyaldpeva UAKA ival omoladnmote KOKKwdN Kal Lkava yla
cuoowpatwon Sla B€épuavong, yla mapadelyla opLlyws LETOAAQ, TTOAUMEPH, KEPAULKA,
dUOIKN AUPOG elte Pe MPOOUIEELG, KpApaTa KAl cUVOETAL.

H Baoikn dtataén ouvévwong okovng pe 6éoun laser paivetal otnv Etkova 14. H 8€¢oun
gotaletal, odnysital Sl CUCTAUOTOC TEPLOTPOPLKWY KAOPEMTWY Kol OCOPUWVEL
ONUELOKA €T TNG OKOVNG TN Hopdr TNG EKAOTOTE SLATOUNG EVW HOALC cuvevwOel éva
OTPWHA, TOTE N MAATPOPUO KATEPXETAL, TPOPOSOTEITAL UE VEO UALKO, ETMUMESWVETAL yLa
TN KATEPYAoia TOU EMOUEVOU OTPWHATOC Kal N Stadikacia emavalappavetot Ewg 0tou
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TPOKUYPEL TO TEAKO Ttpoidv. AvaAoya PE TN KatepyalOUEVn OKOVN KAl TO HNXOVLOMO
ouvévwong To Tpoiov pmopel mapapopdwbel, yia autd mpEmel va xtilovral Kal
umootnplypata moapd tou OtTL N dla n okovn to unootnpilel, otnv Ewova 14 kat Ewkova

15 daivovtat Slatdelg HePIKNG Kal TARPOUG TNENG LETAAALKNG oKOvNG Sla S€oung laser
(SLM) kat nAektpoviwv (EBM).

Laser Lenses Laser beam X-Y scanning mirror

Leveling roller
Built parts
Powder supply D
Powder bed
Build platform

a additively.com
connect & manufacture

Ewova 14: Baowkn Siatagn cuvévwong okovng pe S€éoun laser

Electron beam column

Electron beam

Metal powder supply

Built parts

Support structure | Build envelope

Build platform

additively.com

connect & manufacture

Ewkova 15: Baotkn Slatan ocuvevwong oKOvNG HE SE0N NAEKTPOVIWVY

Sep-23



AutAwpatiki Epyaocia — Avdpeddng Anpntplog

2.3.6 EvamnoOeon pe KatevBuvopevn Evépyela (Directed Energy Deposition)

H nmpooBetikn mapaywyn npoidviwyv edapudlovrag tn texvoloyila evamnoBeong uALkou
HUE KOTEUBUVOUEVN E€VEPYELA TIPAYUOATOTOLETAL €vamoBETovVTaE TO KOTEPYA{OUEVO
KOKKWOEG | oUPUATOELOEC UALIKO Kol TTAPAAANAQ CUVEVWVOVTAG TO Slol EC0TLAOUEVNG
Bepuikng evépyelag. Ta mpolovia o OAeG oOxedOV TIC TMEPUTTWOEL QATALTOUV
petenefepyacio adpol auTa £XOUV OE PLEYAAO ) LKPO BaBuO T Baoikr TNG TEAKNG TOUG
popdne. Ta katepyalopeva UAIKA UTtopel va eival omoladnmote oe popdr okévng n
oUPUATOG KOl LKOVA YL TOUAQXLOTOV HEPLKA TAEN woTe va cuvevwBouv. H avamtuén
puropel va AdBel xwpa SLOOTPWUATIKA (TOUAAXLOTOV TPel PBabuol KvnuUaATiKAg
eAevBepiag) N xwpikad (touldaylotov mévte Babuol Kvnuatikig eAeuBepiacg).

H texvoAoyia xpnolpomoL)Onke apxLka YL EMLOTPWOELG KAL CUUMARPWON YLO ETILOKEUEG
HUNXOVOAOYIKWY EEQAPTNUATWY KAl KUPLWG HEPWV KWVNTAPWY OEPOOKADWY OMWG
TtepUylwv TOu OTPOPIAOU KOl TOU CUMMLECTH, UOTEPQ, £eklvnoe n XPnon Ing ywa
mapaywyn TeLodlaoTatwy TPolovIwy. H €psuva Kol OVATTUEN HNXAVWV QUTAG TNG
TEXVOAOYLWV OTWG Kal GAAWV TIOU UTTOPoUV VA KATEPYOOTOUV KOl VO Lop¢OTIOL|CouV
HMETAAALKA TpolOVTO XpnHUOTOSOTOUVTIAL £VIOVa QMO KPATLKOUG OPYAVIOUOUC Kol
ETALPEIEC EVW ETOLPEIEC HE QVTIKE(UEVO TNV aegpodlaotnuikry &elxvouv peyaAo
evbladépov.

Electron Beam Free Form Forming. Pre and Post Machining

Source: Nasa

Ewova 16: Npoiov texvoloyiag EBFFF tng NASA ko peteneéepyacia adaipeong
UALKOU

Sep-23



AutAwpatikn Epyacia — Avépeddng AnpAtpLog

2.3.7 Awoctpwpatwon QUAAwv (Sheet Lamination)

H mpooBetiki mapaywyn mpoioviwv epoapuoloviag tn texvoAloyla SLooTpwHATWONG
GUAWV TIPOYUATOTIOLETAL CUVEVWVOVTAC ETTAAANAQ KOl SLAOTPWHATIKA GUAAQ oo ta
omolo. €KOOTO QVTLOTOlKEL O Ml SloToM TOU TPOG Tapaywyr TpoiovioG. H
Sl00TpWHATWON UMOopPEL va mpaypatomnotn0eL:

» KoBovtag mpwta Ta  Katepyaldpeva GUAMa kol Emelta otolBalovtag Ko
OUVEVWVOVTAG Ta eEMAAANAQ StaoTtpwpatika. Ta dUAa eival R6n popdomotnuéva Kat
amattouv pévo otoifayua.

» JtolBalovtag, CUVEVWVOVTAG KOl E£TEltol kOBovtag ta kKatepyalopevo ¢uAda. Ta
UMt TwV GUAAWY Tou Sev Ba aMOTEAECOUV TO OTPWOLYEVEG TEALKO Ttpoidy, Ta
urnootnplypata SnAadn, mPEMEL Pe To TEPAC TN SLACTPWUATWONG va adatpolvTal.

H mpwtn nepimtwon Ynopet va mpaypatonolnbet eite autopata Sta pnxavnuatwy eite
XElpOKivNTa EVW Ta KATEPYALOUEVA UALKA UITOPEL va £lval OoLaSMTIOTE LKAVA YLO KOTIA
OMWG XOPTL, TIOAUUEPH, KEPOMKA, METAAA Kal ouvBeta. Ocov adopd tn Seltepn
nepimtwon, €xouv avadepbel Stddopa AUTOUOTO CUOTAUATA YL TN TPOYLOTOTOINoN
NG KATEPYOOLAC.

Itnv ¢alvetal to texvoloyiag Ultrasonic Consolidation pnxavnua Soniclayer tng
Fabrisonic to omoio Aettoupyel pe ouvévwon OSla UTEPNXNTIKWY TAAOVTIWOEWV
(Ultrasonic Consolidation (UC)) kat komn¢ pe Komtikad epyoaldeia. Ta dUAAQ cuveVwvovTaLl
SLOOTPWHATIKA HUE UTIEPNXNTIKA XTUTHUOTA UECW €VOG epyaleiou (sonotrode) kot
KOBovtal EPLOSIKA UE KOTITIKO pyalAeio. Ta mpoidvta Umopel va £XOUV ECWTEPLKOUG
aUAOUG, OTIWG EMIONG VOL EVOWHATWVOVTAL KAl AAAQ oTOoLXElD OTIWG NAEKTPOVLIKA.

\/""\,_._ﬁ-:-‘Tj ‘Q—a—_-s'/'\—/"-‘

ll" e 1) Ultrasonic
“  motion causes oxides
/ to breakup

‘ i = 2) Localized asperities

p—— yield and collapse

3) Heat and pressure
create high strength
solid state bonding

e

Source:Fabrisonic

Ewova 17: TexvoAoyia Ultrasonic Consolidation ko pnxdavnpa SoniclLayer tng
Fabrisonic
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2.4 Edappoyeég kal eploplopoi tng NpooBetikn Kataokeung

Ewg twpa, n popdomnoinon moAUTAOKWY TPLOSLACTOTWY OTEPEWV OVTLKELUEVWY YiVETAL
KUPLWG ME TG TexVoAoyieg katepyaciog adaipeong UAlkoU. Kata tnv Katepyaoia,
adatpeital otadlakd Kot ETUAEKTIKA UALKO Sla KOTITIKWY oo €Vl KOUUATL LEYAAUTEPWVY
Sltaotdoewv kat palag. Etol, mpokUMTeL N TEAKA popdr tou mpoiovtog. And tTnv AAAn n
KOTOOKEUN TPLOSLAOTOTWY OVTIKELWEVWY HE TPOCOETIK Katepyaoia popdomnolel 1o
EKAOTOTE TPLOSLAOTOTO OVTIKEIUEVO PE TTPOOBeon UAKOU. AuTd Sivel OTIG TEXVOAOYLES
TPOOOETIKNC KATAOKEUNC TN SuvVOTOTNTA VA UIMOPOUVE va dnLloupyrnoouy Tplodlactata
OVTIKElUEVA OUVOETNG KoL TOAUTAOKNG YewUeTplag. OL texvoloyieg MpooBeTIKAG

Kataokeung e

™mv

EUdAvIon TOUG KOTEOTnoav ToxUtepn TNV péBodO

TIPWTOTUTIOTIOLNONG TIPOTOVIWY, EVW HE TN MAPodo Tou XPOVOU Kal TNV QVATTTUEN TOUG
Bplokouv OpKETEG €DAPLOYEG TOOO OE PBLOUNXAVIKO, TOPAYWYLKO, ETAYYEAUATIKO
eMinedo 000 Kol O IPOCWTILKO, EPACLTEXVIKO [27].

Ot texvoloyieg MpoaoBetikn¢ Kataokeung wdelouv €va eupl GACUA TOPEWV OTIWE TNG
autokwntoflopnxaviag,
6pupATWY, TOU OTPATOU, TNG APXLTEKTOVIKNC Kal ToAwv aAwv. Etol, and tnv taxeia
TIPWTOTUTIOTIONON O8€VEL MPOC TN KATACKEUN TEALKWV TPoioviwy. 2tnv Eiwkova 18
TAPATNPOUUE TNV aUENON TOU TMOCOOTOU XPNONG TWwV TeXVOAOYLWV [MpoCOETIKAG
Kataokeung €wg to 2013 yLo KATOOKEVEG TEALKWV TIPOLOVTWV.

NG OTPLKA, TNC OEPOSLOOTNULKAG,

WV  akadnuaikwy

ITocooTa YpNoNC YLE TEAIKI] KOTEGKEDT)]
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Mnyn:Wohlers Report 2014

Ewkova 18: Nocootd xpriong LeBOSou yLa TEALKN KATAOKEUN

Mepikég avadopég 6oov adopd TNV EUPECH TOPAYWYN TEAWKWV TIPOIOVIWV £ival n
KOTOOKEUN MOVTEAWV yla XPron o€ TEXVIKEG eMevOeSUEVNG XUTEUONG IOl TTAPOyWYN
METAAALKWV TIPOLOVTWY, N KATAOKEUT) KOAOUTILWV KOL TTUPNVWVY OO A0 YLa T XUTEUON
UETOAALKWV TNYUATWY, N KATOAOKEUN HOVILWY KOAOUTILWV Yla TARPWON TAQCTIKWY N

KOTOOKEUN £pYaAeiwV Kal BonOnudtwy mapaywyng Kat ToAAG GAAa.

Mapd TA EMAVAOTATIKA QTOTEAECHUATO TNG TPLOSLACTATNG EKTUTIWONG, e€akoAouBel va
elval plo apketd e€eAlooOpevn texvoloyia kal €xel Ta Opld tnc. Meploplopol mou
oxetilovtal Kuplwe pe {nTAMoTo OMwc n SlaotacloAoylk okpiBela KoL n molotnTa
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ermupaveiag ta mopayopeva TPOIOVIA, TA OMOolo amaltolv MeTemeepyaocia amnod
oupPatikég neBOSoUC. XapaKTnploTkO TapAdelyla QmOTEAEL TA pnYOvVAUATA TNG
gtalpiag Fabrisonic?, n omoio aoyoleitat pe pnxavipata ouvévwons ¢GUAwv,
KATAOKEVALEL UBPLOIKA pnxavhpaTa Tplodlaotatng ektunwong pall pe CNC dppéla. Eva
AaAo Zntnua eivat To uPnAd KOOTOC ayopA TWV MPONYUEVWY CUCTNHATWY KaBwg Kal
€MiONG N AVTLOLKOVORLLKN Kal apyn padlki mapaywyn [28].

2 https://fabrisonic.com/
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3. Texvoloyia e€wOnong vAkou - FDM

3.1 AvalAuon Asttoupyliag

Ek Twv TeEXVOAoylwV TPOOBETIKNG mapaywyns, n texvoloyia e€wbnong uAtkou (FDM)
OVNKEL OE QUTEG TWV OTIOLWV Ta TPOLOVTA ElvaL AELTOUPYIKA KAl LKAVA VO EPYOOTOUV OE
TPOYHATIKO TiEPLBAAAOV. Emtiong, ot tdldtnTEG TV MAAOTIKWY TTpoidvTwy MANoLalouy o€
HEYAAO BaBOUO TIG LOLOTNTEG TWV AVTLOTOLXWV TAPAYOUEVWY LE OUUPBATIKEG BLOUNXOVIKEC
pnebodoug, and tnv AAAN OpwG, N MoLOTNTA ETLPAVELAC ElVaL PTWYOTEPN CUYKPLTIKA UE
KAmoleG AGAAeG texvoloyieg TG peBOdou OAAG pe KATAAANAEG HETEMEEEPYAOIES
BeAtiwvetat (xnuwn tpooPoAn, Aelavon, eniotpwon).

2tn texvoloyia Fused Deposition Modelling (FDM), 1 aAAww¢ Fused Filament Fabrication
(FFF), To katepyaldpevo UALKO Bpioketal o€ popdr cUPUATOG TUALYUEVO O KapOUAL. H
Baoikn Statagn Twv pnxavwy e€wbnong tnyuévou uAtkou (FDM machines) mepllapBavel
™ KepaAn e€wbnong, n omoia e KATAAANAN sowtepikn) Siatagn (KuAivbpwv n
080VTWTWVY TPOoXwWV) 08nNYel TO CUPUATLVO UALKO TIPOC TO BEPUALVOUEVO GTOULO TO Omolo
SlaBétel, omou kat GpTAvel o NUippevoTn Kataotaon. Kvoupevn cuvoAlkd n KedaAn os
oxéon Pe TN Kol uevn mMAatdopua Katepyaoiag eEwOel kal evamoBEtel To nuippevoto
UALKO. To evamoteBév uAkO ovopaletal ‘dpopog’ (raster or road) TO omolo HETA TN
evanobeon Puxetal Kol otepeomoleital. To TEAKO €mBOUUNTO  AVTIKELPEVO
KOTOOKEUATETAL PUE TNV OKPLPN evamobeon AeNMTWY OTPWOEWV NUIPPEVOTOU UALKOU OE
pla Stadlkaoia otpwong e otpwon. H oXeTkn Kivnon autwv opiletal cUpdwva LE TOV
oplOuntiko €Aeyxo CNC. H ouvnBéotepn kivnon tng kepaAng ival Katd Tov x-y afova
Kol TNG TMAQTHOPUOG KOTA TOV Z afova, €Vw QUTEC TPOTIONMOLOUVTOL avaAoya To
KOTOLOKEUQLOTH TOU pnxavnuatog [29].

Plastic filament

Coil reel

Driving motor

¥ EX1S
ALY CITECTE

prassssssssshass

Fabncatimz
iy
Hase plale g

Ewkova 19:Apxn Asttoupyiag FDM Ektuniwtn [29]

ITIC OloutepdTNTEG TNG TEXVOAOylag elval n duvatdtnta KATAOKEUNG CUVOETWY
VEWUETPLKA OQVTIKELUEVWY. OMwe avapEPAPE KL OE TIPONYOULEVO KEPAAALO yla TNV
umooTtnpLEn tng duvatotnTag amalteital xprion unootnplyldtwy (supports) ta omoia
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pmopel va pogpxovtal armo To 810 To UAKO Kataokeun R and dAlo BonBntikd LAKO. Ta
UTTOOTNPLYHOTA XPNOLUOTIOOUVTAL YLl TN OTAPLEN TwV TPeEEXOUOWV SOUWV Kal TNV
dlatApnon NG akePALOTNTOG Tou. Ta UNMOOTNPlYHATO META TO MEPA TNG KATEPYATiag
adatpouvral.

H texvoloyia mnepleypadnke amd tov S.S Crump 1o 1989 wg €va QUTOMATO
TIPOYPAUUATI{OUEVO TPL-0EOVIKO oUOTNUA SLOOTPWUATIKAG e€wBNoNG Kot evamoBeong
katepyalopevwy VAKwy emti mAatdopuag [30]. To 1991 o Crump idpuce tnv €talpeia
Stratasys n omoia Kal aveénTuée TO OXETIKAG TexvoAoyiag unxavnuo 3D Modeler, evw 0Aa
TO LETEMELTA TTAPAYOEVA LNXAVAUATA TNG eTalpeiag Baoilovtal otn tén kat e€wbnon
oupHaToeLldoug BeppomAactikol UALKOU. H texvoloyia katepyaoiog ovoudotnke Fused
Deposition Modeling (FDM).

To 2004 ano to nmavenotiuo Bath tou Hvwpévou Baolkeiou, o A. Bowyer &gkivnoe tnv
Open Source 6pdon Replication Rapid Prototyper Project (RepRap) pe otdxo tn mapoxn
Kat Stakivnon TMANPodopLwY OXETIKA UE TO OXESLAOUO KAl TN KATAOKEUN XOMNAoU
KOOTOUG EKTUTIWTWV Kol Aoylopikwy. H dpdon autr) mupodotnoe tnv avamtuén tng
pHeBOSOUL Kal TNV epdAvion MOAAWY ETALPELWV KATACKEUNG pnxavnuatwy [31].

MA€oV oL OXETIKEG tNYEC TANpodOpnaong (apbpa, SuTAwpata eupeottexviag K.a.) Ttepi TG
texvoloyiag €€wbnong UAkoU  (Hnxavipota, Aettoupyla, £Aeyxog, AOYLOULKA,
Katepyalopeva UALKA) elval TTOAAEG, OTIWG ETIONG OL OXETIKEG SPACELG AOYLIOUKWY Kal
punxavwv (Open Source) Sta Twv omolwv Ta HéEAN Stapolpalouv eAeUBEPA KL AVOLKTA TLG
YVWOELG, T SNULOUPYNUOTA TOUG, £ToL KABe péENOG N xpnotng tTwv Slapolpaldpevwy
otolxelwv pmopel va cuvelodEpeL 0To KOWwPEAr OKOTO avaSPAOTIKA, E ATOTEAECUQ
va enwdelolvtal OAoL armod autr) Tn SnULoUpYLKN, SNUoKPATIKN Kot eEAeUBepn Silepyaoia.
MNa mapadeypa, n dpdocn RepRap €xel WG AVTIKEINEVO TNV Tapoxn Kal dlapoipaon
TIANPODOPLWYV CXETIKA HE TNV QVATITUEN TPLOSLACTATWY EKTUTIWTWY KUPLWCE TEXVOAOoyLlag
e€wbnong UAwou. Ta nAektpovikd KukAwpoto Omwg Tto ArduinoRaspberry Pi,
BeagleBoard, Smoothieboard kat CNC USB Controller uropouUv va xpnotgomnotnBouv yla
TOoV €Aeyxo pnxavwv katepyaciag. Ta Aoylopikd omwg to LinuxCNC kat Printrun, ta
Aoylopika petadpaong tou kwdika gAéyxou (G-Code, M-Code) kat mpoopllOpeva yLa
MLIKpOEAEYKTEG Omw¢ To Grbl kat Marlin emtpémouv tov €Agyxo UNXAVNUATWV
KOTEPYAOLOG KAl TPLOSLAOTATWY EKTUNWTWY. Ta Stdonua AELToupyLlka cuotripata Linux
kat Android Baolopéva og Unix pumopoUv va xpnotpomnotnBouv yla Tov EAeyxXo LnXovwv
Kol va Asttoupyrjoouv oe MAATPOopUeG Omws To Raspberry Pi kat BeagleBoard. Ot
Swadiktuakol Lototomnol Thingiverse kot Grabcad mpoodépouv tplodiaoctata Pndlaka
HOVTEAQ Ta OTtola UrmopoUV va uAomotnBouv Sta Tn¢ TPLodLAoTaTNG EKTUTIWONG.

3.2 YAa katepyaoiog tng texvoloyiag FDM

H texvoloyia FDM eotialetatl kuplwg otnv e€wbnon BepuomAactikwy (moAupepn)
UALKWV KaTepyaoiog Adyw TwV XapoKTNPLOTIKWY TNENG TouC. Ta BepUOMAQOTIKA UALKA
HoAOKWVOUV Ot €va eupl ddaopa Bepuokpaclwv €wg tn Bepupokpacia vaAwdoug
petantwong (glass transition temperature - Tg), oxnuatilovtag éva UAKO pe uPnAo
wbdeg bavikd yla e€wbnon Héow akpoduoiou. 2Tl Pacikég LOLOTNTEC Twv
BepuomAactikwy mepllappavetat n Beppokpacia téng (melting temperature — Tm), n
Bepuokpacia valwdoug petamtwong (glass transition temperature - Tg) katL o
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ouvteAeotng Oepuikng OwaotoAng (coefficient of thermal expansion - CTE). H
Bepuokpacia téng (Tm) emnpedlel tnv Beppokpacia mou anatteital oto Bepualvopevo
otopo e€wbnong, evw n Bepuokpacia VAAWSOUG LETATTTWONG O CUVOUAOUO UE TO
ouvteheot Bepuikng SlacTtoAng oxetilovtal PE TO TOCO TNG BepUIKAG TAONG TOU
Sdnuloupyeital KATA TNV EKTUTIWON TO OTOLO HE TN OELPA TOU UMOPEL va EMNPEACEL TNV
TPOCKOAANGN Tou UAWKOU otn mAatdopua katepyaoiag [32].

Ta o dnuodréatepa BeppomAaoTikd UALKA €ival To moAU-yalaktiko oy (polylactic
acid - PLA), to moAu-akpulovitpilio-Boutadiévio-otupoiio (ABS), to tepedBaAikd
noAuntportulévio  (polyethylene terephthalate - PET), to moAuavOpakikd
(polycarbonate - PC), n ehaoctouepry BepupomAaoctikr) moAvoupeBavn (thermoplastic
polyurethane (TPU) elastomer), to moAuvalBuAévio uPnAng nukvotntag (high-density-
polyethylene-HDPE), to moAuotupévio unAng avtoxng (high impact polystyrene —
HIPS) kat to moAuapidio 1 valkov (polyamide -PA, nylon), UAKA pe XOUNAEG BEPUIKES
KOl HNXAVIKEC LOLOTNTEC LOAVIKA WOTE va Xpnolpomolnbolv o€ XaunAoUu KOGTOUG
EUTTOPLKOUG EKTUTIWTECG AAAQL [N LKOWVOTIOLNTLKA Yl Xprion o€ BLopnXavikéG edapUOYEC.
Mo 1o e€16elkeUUEVEC edapOYEG eETIAEYovVTaL BEpUOTAQOTIKA UPNARG TTOLOTNTAC OTTWG
noAU-aBepoketovn (PEEK) 1 to moAvu-aBepuidio (PEI, ULTEM1000) ta omoia Opwg
anattouv Bepupokpaocia tRENG peyaAltepn twv 350°C, mpdyua €MTEVEUO HOVO OF
e161kou g LPNANRGC BepoKpaTLAC TPLOSLACTATOUG EKTUTIWTEG. 2T0 MNivakag 2 cuvoilovtat
oL BAGOLKEC LBLOTNTEG TWV KOWVWV BEPUOMAACTIKWY UALKWV TNG TEXVoAoyiag FDM.

Nivakag 2 1616tnteg UAILKWV Katepyaoiag FDM [32]

YAWKQ
PLA ABS PET PC TPU HIPS | Nylon
I616tNTEC
Ogpuokpaola | 1a0 590 | 220-240 | 230-255 | 270-315 | 230-260 | 220-230 | 270-315
e€wbnong °C
Oeppokpaota 20-55 | 80-110 | 55-70 | 90-120 | 40-60 | 50-60 | 90-120
mAatdpoppuag °C
Cre 85 63-110 | 60-92 50-70 | 89-170 | 80-90 | 50-70
(um/m-°C)
Tg (°C) 60-65 | 105-110 | 70-78 | 145-150 | -35 100 | 145-150

H BeAtiwon twv WOLOTATWY TwV KOWwV BEPUOMAACTIKWY EMLTELXONKE UE TNV TPOCONKN
WV evioxuong deutépou UALKOU o€ autd. OL mio cuvnBLopévol TUTIOL VWV EVIoXUONG
elval n evioxuon pe iveg avBpaka (carbon fibre-CF), pe tveg yuaAwoU (glass fibre -GF) kai
ue iveg Kevlar (Kevlar fibre- KF).

3.3 Mapapetpol eAfyxou Katepyaoiag tng texvoloyiog FDM

H moltdtnta evog teAlkoU e€aPTAOTOC IOV KaTaokeualetal e tn uEBodo FDM efaptdatal
o€ HEYAAO BaBuO amo TIG eTAEYUEVEC TTOPAUETPOUC EAEYXOU Katepyaoiag. H duon tng
Slepyaciag pe tnv evamobeon nuippeuotou BeppomAaoTikoU UALKOU KaBLoTd ta TEAKA
OVTIKEUEVA OVIOOTPOTILKA. [EVIKA OL TIOPAUETPOL TIOU £XOUV ETLPPON O OAn TN
Slepyacia taglvopouvtal w¢ mapdpetpol oxedlaouol, meplBaAlovtikol MopAUETPOL,
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TIAPAUETPOL UALKOU Kal TTOPAMETPOL EAEYXOU Katepyaoiag. EE autwv cuykeKpLueva oL
TIAPAUETPOL €AEYXOU TNG Kotepyaciag mapouctdlouv HPeYaAUTEPn EmPPON oOTn
Slepyaoia ekTUTWONG KAl OTO TEALKO QTOTEAECHUA, OUYKPLTIKA HUE TOU UTIOAOUTOUG,
KaBwg emnpedlouv dpeoa TV KaAn ocuvinén Hetafl Twv evanobéoswy, TNV Lelwaon Twv
KEVWV UAWKOU K.o.. EmutAéov ta oddApata mou &Snuoupyolvial €€ autwv TwvV
TIOPAUETPWY £XOUV CNUOVTIKA EMISpOON OTA XOPOKTNPLOTIKA KAl TN TOLOTNTA TOU
TEAIKOU QVTIKELEVOU. ETOL, HE TN evOeAeX) LEAETN TOUG Umopel va emteuxBOel KAANg
noloTNTaG poidvrta. Mapakdtw mopouactalovial oL MOPANETPOL KATEPYAOLag BAaon TG
oelpag dlaxeipong toug [33]:

» NpooavatoAopdg kataokeur (Build orientation).

IxeTileTal ME TOV TPOMO WE TOV ONMOIO TO TPOG KOTOOKEUN OQVIIKELLEVO E€lval
TIPOCAPUOCHEVO ETILTNG MAATPOPUAG KATEPYACLAG WCE TIPOC TOUC TPELC KUPLOUG AEOVEG X,
Y, z. Aut n MapApeTpoC amoteAel dlaitepa onuavtikn ywa 6Ao To oXeSLAOUO TNG
Katepyaoiog kabwc kabopilel tnv UTAPEN UTTOOTNPLYUATWY, TOV OPLOUO TWV TEUAXLOUWV
niou Ba yivouv, tn Stadpopn tng kKePaAnG.

> Yyog Swotpwpdatwong i maxog Swaoctpwpdtwong (Layer height or Layer
thickness).

Adopd to UPOoG TNE OTPWONG UALKOU TIOU EVATOTIOETOL OO TO OTOULO, O €val TIANPNG
KUKAO Aettoupylag katd to katakopudo eninedo. To VoG autod Baciletal 0To TUTIO TOU
akpodUGIOU TIOU XPNOLUOTOLEITAL, KOL EVOL TIAVTIOTE ULKPOTEPO QIO TN SLAUETPO TOU
akpoduaiou.

> AplOuadg nepypappdtwyv kot NAdtog nepypappatog (Number of walls and Wall
width).

Avadépetal, aplBpd Twv eEWTEPIKWY TOLXWHATWY TIOU ETIAEYETAL VO KATAOKEUO.OTOUV
KaBwg Kal oto MAATOG Tou evamoteBEv uALkoU (road) Twv e€wTEPIKWY TOXWHATWV. To
TAATOC Umopel va elval (00, UKPOTEPO 1 HEYOAUTEPO OO TN SLAUETPO TOU OTOWIOU
e€wbnong Kkal umopel va eAeyxetal e tn puBULON TNG mapoxns e€wBnong uALkou.

»  AplOUOGg Avw-KATW cuunaywv otpwoswv (Top-bottom solid layers).

MNooa Ba eival Ta cupmayrn CTPWHOTO AVAUECA OTa omoia Bplokovtal pn cupmayn
oTpwpata Ta onoia Ba mAnpwBouv pe Kamola mukvotnTa

» Motipo nmAnpwong (Infill pattern).

Avayetal otov TUTO MARPWONG TTOU XPNOLOTIOLELTAL YLOL TNV E0WTEPLKN doun. Ytdpxouv
ToAAG SLaBéoipa potifa mAnpwong Omwe YPaupLKo, Slaywvio, opBoywviKo, TPLYWVLKO,
e€aywviko, SLapavtoeldeg, KuPeAoeldEC K.aL..

» MNukvotnta nAnpwong (Infill density).

H mukvotnta mARpwong UTIoSNAWVEL TOV OYKO UALKOU TIOU EKTUTTWVETAL OTO ECWTEPLKO
kaBe otpwonc. H mukvotnta AapBavel tipeg ano 0% (koitho) €wg 100% (OxL TMANPwWC
ouumayng).
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» KatevBuvon nAnpwong (Raster angle).

AnAwvel TNV ywvia evamoBbeong UAIKOU KATd HUAKOC TNG TEPLOXN G KATAOKEUNG WE TIPOG
To X — afova. H ywvia autr pnopei va petaBarletal ano 0 €wg 90 poipeg kal va sivat
otaBepn f evaAAa€iun.

» MAdtog nAnpwong (Raster width).

Elvat To mAdtog evanoBeong UALKOU TTOU XPNOLUOTIOLE(TAL YLO TNV TIANPWON E0WTEPLKWV
TIEPLOXWV TOU TIPOC KOTOOKEUN OVTLKELMEVOU. TO TAXOC QUTO eMnpedleTal amod TN
SLAapeTpo Tou akpoduolou Kal OpOLa UMOPEL va EAEYXETAL UE TN PUBULON TNG MAPOXNG
e€wOnong vALkoU.

» ALAKevo 1 KeVO aépog (Air gap).

AVTUTPOOWTEVEL TO EOWTEPLKO KEVO SOUNC HETAEU SUO YELTOVIKWY EVATIOBECEWV OTNV
16l otpwon. To kevo aépog pumopet va AaBel unSevikn Twun, B€TIKA 1 aApvNTLIKA TLUN. 2TN
TIEPLMTWON TOU UNSEVIKOU KEVOU 0EPOC OL YELTOVIKEC EVATIOOEDELC elval o€ amAn emadn
HETAEL TOUC. ITN BETIKN TIUA TOU KEVOU OEPOC OL YELTOVIKEC evamoBEéoelg ywpilovratl
HETAEL TOUC PE ATOTEAECHA TN TO XoAapr Soun. ITn apvnTki TR KEVOU 0€POG oL
VELTOVIKEG evamoBeoelg katalappavouv oxedov tnv idla B€on pe amotéAeopa tnVv o
nukvry Soun. To &uakevo 6& pmopel va mPooSloploTel MPOKTLKA KOl CUVETIWG N
TIPOLYLOLTLKI) TIUKVOTNTO TIOLKIAAEL QVA UNXAVN LA KoL AOYLOULKO.

» Tayutnta ektinwong & taxutnta e§wbnong (Printing speed & Extrusion speed).

H taxvutnta kepalng ektumwong adopd tnv TaxlTNTA Kivnong tng KepaAng étav autn

EVATTIOBETEL UALKO €TIL TNG MAATHOPUOG, EVW N TOXUTNTA E€WONCNG avTLOTOLXEL 0TO pUBUO

e€wBnon¢ e to omoio To akpodPUOLo EVATTOBETEL TO KATEPYALOUEVO UALKO.

> Ogppokpaocia e§wOnong & Oeppokpaocia nmAatpoppag (Extrusion temperature &
Building platform temperature).

H Bepuokpaocia e€wbnong oxetiletal pe tn Bepuokpacia mou dlatnpeital evidg Tou
Bepuatvopevou akpoduaoiou kat emnpedlet o LEWSEC TOU UALKOU TTIOU XPNOLUOTIOLELTAL.
H owot puBulon tng Bepuokpaciog tng mAatdpopuag ival amapaitntn ywo v
anoduyn oGaAUATWY OO TUXOV OTOTOLN OTEPEOTOLNGN N ElOXWPENON uypaciag Katd
™ Slepyaoia.

» Awdpetpog akpoduoiov (Nozzle diameter)

H &ldpetpog tou akpoduoiou €xel onuavtiky enidpacn OTo MAXOG TOU evamoteOév
UALKOU, KaBwc emnpedlel AUECA TNV TTTWON TILEONC KATA URKOG TOU OTOUIOoU.

» Mnkog avappodnong (Retraction length or Retraction distance).

H mapdpetpog auty kabopilel tTo pNRKog tou vApato¢ to omoio efwBeital amod to
akpoduolo, kol TPEMEL va pubuiletal pe akpifela wote va amodevyovral TUXOV
odAApata Katd TV EKTUTIWON.

» Neppaldov epyaciag (Work environment).

To mepiBallov oto omolo yivetal pia Siepyacia FDM eival ouvBwg oL ouvOnKeg
TEPLBAANOVTOC, WOTOCO £PEUVEG £XOUV amodeifel OTL £va el61kO TeplBaAlov epyaciag
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EMNPEALEL TA XOPAKTNPLOTIKA TOU TEALKOU TPoiovtoC. To €161kd meplBallov epyaociog
nephappavet eAeyxopevn Puén tou e€wBoupevou UALKOU cuvBWE LE AVEULOTHPO.

2T MoPAKATW Kova «Elkova 20» mapouctdlovial CUYKEVTPWUEVA OL TIOPALETPOL KAl
oL LALOTNTEG TWV TEALKWYV TTPOLOVTWV TNG TexvoAoyiag FDM.

Printing parameters

- Printing speed
- Material feed rate
- Nozzle temperature

- Matrix materials
- Reinforcement materials
- Fibre length

- Bed temperature - Fibre content

- Building orientation - Additional materials

- Rasterangle - Sizing agents

- Raster distance - Plasticizers

- Raster thickness - Compatibilizers

- Infill volume - Surface modification

- Contours number

Mechanical properties

- Stiffness and strength

& - Tensile Physical properties
£ - Flexural Thermal properties . -
o S von - Dimension accuracy
s Shea? - Crystallinity - Surface finishing
E - Impact resistance - Process temperature = Fﬂa.re alignment
- Viscosity - Voids
otns b Thermal conductivity - Warpage
- Fracture mechanics ) . .
- Storage and loss modulus - Electrical conductivity

- Inter-raster strength

Ewodva 20: Napapetpot kat 18tdtnteg tng Texvoloyiag FDM

3.4 XapaKtnploTtika npoloviwv tng texvoAoyiog FDM

MPOKELEVOU Ta TEAKA TTAPAYOUEVA TIPOLOVTA TG TEXVoAoyiag FDM va sival amodektda
WOTE VA XPNOLUOTOoLoUVTaL O€ BLOUNXAVIKEG edapUOVEG, Ba mpémel autd va Slabétouv
KATIOLA XOPOKTNELOTIKA. Ta XQPAKTNPLOTIKA ToU Kupiw¢ Aappdvovtal umoyv ota
napayopeva mpoidvta tng texvoloyiag FDM, eival n &lactacloloyikn akpiBela
(dimensional accuracy), n empavelakn tpaxvutnta (surface roughness) kot n UNXaVIKN
ouuneplpopd (mechanical behavior). Ot mapapetpol mou avadépdBnkav mopaAnavw
€XOUV EUUECN N AUECHN EMLPPON OTO XOPOKTNPLOTIKA QUTA, TIPAYUA TIou KoBLotd tnv
TIEPALTEPW EPEUVA TOUG avayKaia.

= AwaxotacioAoyikn akpipela (Dimensional Accuracy)

Ta mapayopeva npoiovta tng texvoloyiag FDM votepolv og Slaotacloloyikn akpifela
o€ olykplon HE AAAeG pueBodoug MPooOETIKAG KATAOKEUNG OTWG TNG TEXVOAoyiag Tou
GWTOTOAUUEPLOUOU 1 TNG CUVEVWONG OKOVNG. 2tn texvoloyia FDM, ol mapdpetpol
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eAN€yxou TnG Katepyaoiag elval auTéG OV UIMOPOUV VOl EMNPEACOUV TNV aKpPiBeLd TwV
Slootdoewv og peydlo Babuod. O BEATIOTEG pUBUIOELS TWV TTAPOAUETPWY AUTWV Elval
{WTIKAG onuoaoiag yla tnv SLacTacloAoyLK aKPIBELA TWV MAPAYOUEVWY AVTIKELLEVWV.

ApPKETEC €lval ol mpoomabeleg mou €xouv yivel yla tnv BeAtiwaon tng SL00TAGLOAOYIKNG
akpiBelag LECW MPOCOPUOYNG TWV MAPAUETPWY EAEYXOU Katepyaaoiag. Ot Sood et al [34]
HEAETNOOV TNV EMLPPON TWV MOPAUETPWY KATEPYAOCLOG 0T SLo0TACLOAOYIKY aKpiBeLla
Xpnollomnolwvtag peBodoug BeAtiotonoinong. To CUUMEPACUO OTO OMoio KATEAnEav
elvat otL Suokolo va emiteuxBel BEATIOTN €AoY MOPOAUETPWY TIOU Ba amodwaoEL To
embupunto amotélecpa. Mapopola kot ot dnuootevoelg [35], [36] dev undpeoca va
Swoouv pla andvinon and tnv anoPn tng cUVOALKAG AUoNG 0 aUTO To TPOPRANUa. Ot
Kwnoelg erutdyxuvong/ emPBpaduvong tng kepalng katd tn Sldpkela Tng evanobeong
€Xouv PeYaAn emnidpaon cuudwva pe toug Agarwala et al [37], 6mou auto pmnopel va
TipocapuooTel eEAéyyovtag tn Tpododoacia tou UALKOU.

Ot Azhikannickal & Uhrin [38] peAétnoav Siaotacioloyikn akpifela Sokipiwv ABS
e€etalovrag TIG MOPAUETPOUC HOTIBO TMARPwWONG, TUKVOTNTA TIANPWONG Kol aplOuo
TIEPLYPOUUATWY. Ta amoteAéopata €6el€av OTL N MOPAUETPOS TOU pHoTiBou MANpwaong
anédwoe 1o Alyotepo opdApa. Ot Oguzhan Emre Akbas et al. [39] tnv emppon tng
Bepuokpaciag¢ akpoduoiou kabBwg kot T Tpododooia UAKKG yia  Sokipa
Kataokevaopéva and ABS kat PLA. H tayxutnta tpododooiag €6el€e tnv peyaAltepn
emppon ota Staotactoloyikny akpifeta. Ou M. Vishwas et al [40] avadépouv OTL n
enidpaon Tou TaAxoug SlaoTpwHATWONG oUpPdalel oto 85% Tng oakpifelag Tou
EKTUTIWHEVOU QVTIKELUEVOU O€ oUYKpLon HE AAAeC tapapétpout. OL T. Nancharaiah et al
[41] opoilwg avadépouv TNV AUECN CUCXETION UETAEU TTAXOUG SLAOTPWHATWONG Kol
Slaotaololoyikng akpifetac. Ot Moza Z et al. [42] pe ta melpapata toug untédetéav otl
n Swaotacloloykn akpifela oto emimedo XY emnpedletal Kuplwg amd TO UAKO
EKTUTIWONG O€ TOCG00TO (39.9%), akoAouBel n mukvotnTa MANPWONC (23.9%), o aplBuog
TIEPLYPOUUATWY (22.5%) Kal To Taxo¢ Staotpwpdtwon (13.7%).

H Bepuokpacia eEwbnong Seixvel va elval €vag onUavTIKOG TapAyovTag EMLPPONGS TNG
Slaotaololoyikng akpifelag kabwg amod ) pia edv n Bepuokpacia ivat oAU xaunAn,
TO UALKO Ba €xel uPnAo LEwdeG kaL Ba eivatl SUOKOAOG va eEwBNBeL, amod tnv GAAn €av n
Bepuokpacia eivat vPnAil To UAKO Ba elval apketd peuoto. Mapoda autd n
Bepuokpacia e€wbnong cludpwva pe apketég LeAeteg [43], [44], delyvel va pnv €xel
TOCO ONUAVTLKA €MLPPON 0T SLaoTacLoAOYIKY akpifela aAAd emnpeAlEL ONUAVTLIKA TNV
emupavelakn tpoaxvtnta. Amo tnv AAAn ot Valerga et al [45] efetdlovtag toug
TIAPAHETPOUG EAEYXOU KOATEPYACLOC KAL T XOPAKTNPLOTIKA TwV UALKWVY Slamioctwoav otL
n Bepuokpaocia eEwBnoNg €lval n MmO CNUAVTIKY TTAPAPETPOG EVW €ELOOU ONUOVTLKA
elval n molotnTa Tou VALKOU Kal n mepBarAovTikr vypacia 6mou autd Ba amoBbnkeuTel.
OL Dey and Yodo [46] eéetalovtag tnv dlactactoloyikr akpifela katéAnéav oto OtL To
XOUNAO TAX0G SLACTPWHUATWONG, O HLKPOC OPLOUOC EEWTEPLKWY TIEPLYPOUUUATWY KAl N
xapnAn Bepuokpaocia e€wbnong dwoav tnv kaAutepn Slaoctacloloylky akpifela ota
TELPAUATA TOUG.

Ot Sudin et al. [47] woxupilovtal OTL Ol AVOXEC TWV pnxavnuatwv FDM €xouv tnv
ONUAVTLKOTEPN ETUPPONG OTIC SLaoTAoLOAOYIKN OaKpiBela Twv TEAKWV Tpoidvtwy. OL
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Alafaghani et al. [48] e&€tacav tnv emppon €€l (6) TAPAUETPWY KATEPYOAOLAG
(mpooavatoAlopudG KATAOKEUNG, TOCOOTO TANPWOoNG TtaxUTNTO €eKTUMWONG
Bepuokpacia efwbnong, maxog OSlaoTpwpATWONG Kot HotiBo mARpwong) oe
Sdlaotacloloyikn akpifela kat punxavikr cupneplpopd. Xpnaotpomnoinoe évav Lig mivaka
TEPAMATWY KL KATEANEE HE TNV OeElpd E€mPPONG WG €EAG: TPOCOVATOALOMOG
KOTAOKEUNG, Bepuokpacia e€wBnong, maxog SLACTPWHUATWONG KAl ETELTO TTOCOOTO
MAnpwong, Hotifo mMAnpwong kat taxutnta ektunwong. Ou Alafaghani and Qattawi [49]
TAAL €8el€av OTL oL XaUnAEG TLUEG o€ Beppokpaciao e€wBnong, maxog SLAcTPpWUATWONG
KOl TTOOOOTO MANPWONG UE €€aywVIKO potifo MANpwong elval amaltoupeva yla KoAn
Sdlaotactoloyikn akpiBeta, amod tnv aAAn yla va au€nBel n avioxn TwV OVTLKELLEVWY N
avénuévn Bepuokpaoia e€wbnong, to PEATIOTO TAXOG SLAOTPWHATWONG, TO TPLYWVLKO
potifo mAnpwong kat to uPnAo MooooTo MANPWONG Eival ATALTOUUEVAL.

* Emudavelakn tpayvtnta (Surface Roughness)

H emudavelakn tpayxvtnta ivat éva e€lcou ONUOVTIKO XOPAKTNPLOTIKO TO OTOLo Uropet
va KpIVel molotnTa evog mPoilovtog Kal Tpemel va Aappfavetatl umoyty. Ot Turner and
Gold [50] peAétnoav tnv emiupavelokn TPAXUTNTA Kal SlaotacloAoyikn akpifela Twv
TIOPAYOEVWY QVTIKELUEVWY. Bprikav OTL n tkavotnta puBuwong tng pong tpododoaiag
UALKOU TTPOG TO OTOWLO BEATLWVEL GNUAVTIKA TNV EMLPAVELAKT TPOXUTNTA KABWE KL TLG
Sdlaotaoelg. Ot Sandhu et al. [51] e€€tacav tnv enidpaon Tou MAXoUG SLACTPWHATWONG
(0.16mm, 0.2mm, 0.28mm), Tn¢ katevBuvong MAnpwaong (30°, 45°, 60°) kat tou potifou
MANpwong w¢ mpo¢ TNV emidavelakn tpaxlutnta. O ocuvluaopog TOU TAXOUG
Slaotpwpdatwong oto 0.16mm, TnG katevBUvVoNg MARPwWong ot 60° kat kKuPBkoU (cubic)
potiBou mMAnpwong €édwaoe To KAAUTEPO ATOTEAETUAL.

Ot S. Dinesh Kumar et al. [52] opolw¢ e€étacav MEPAPATIKA TOUC TIOPAUETPOUG
Katepyaoiag (maxog SlaoTpwpdtwong, mAaxog MARNpwong, koatevBuvon TANPWonC,
0pLOUOC EEWTEPIKWV TIEPLYPAUUATWY KAl SLAKEVO) WG TIPOC TNV ETILPAVELAKI TPpOXUTNTA.
KatéAnéav otL ta emipavelakd oPAALOTO LELWVOVTAL XPNOLLOTIOLWVTOG XAUNAO TTAXOC
SL0OTPWHATWONG, APVNTIKN TLUA KEVOU a€POC AVAUECA OTLC EVOTIOBETELC KOl XOUNAO
Taxo¢ mMAnpwong. Emiong toviocav tnv onupacia amoduyng Xpriong UMOoTNPLYUATWY yLa
Vv BeAtiwon tng emidavelakng tpaxvtntac. Ot R. Anitha et al [53] peAétnoav tnv
enidpaon TPLWV MAPAPETPWY EAEYXOU (MAXOG SLACTPWHATWONG, TAXUTNTA evanobeong
KalL TTAX0G MARPwWoNG) w¢ mpog tnv entdavelakn Taxutnta oe dokiuta and ABS. Bprikav
OTL N emudpavelakn TpaxVTNTA EMNPEATETAL ONUOVTIKA amd To mAaxog SLaoTpw UATWONG.
Ot K. Thrimurthulu et al. [54] BeAtiotonoincav TV MAPAUETPO TOU TTPOCOVATOALOLOU
KOTOOKEUAG YlOL VO ETILTUXOUV HELWON TOU XPOVOU KATAOKEUNG Kal PeATiwon tng
emubaveLlakng TpaxUTNTOC.

Ot D Chaidas et al [55] epevvnoav tnv emnidpacn tng Bepuokpaciac e€wbnong os
ouVOUAOUO HE TO TIAXOGC TWV EEWTEPLKWV TIEPLYPAUMATWY WE TPOG TNV EMLPAVELOKN
Tpaxvutnta o dokipta PLA. Ta anoteAéopata £€6el€av OtL n auvénon tng Beppokpaciag
e€wbnonc pewwvel ta emidpavelakd opaipata. OLLT. Christodoulou et al [56] peAétnoav
Vv empavelakn tpaxutnta katd I1ISO ASTM 52902-2021 os Sokipwo amd uAko PLA
XPNOLLOTIOLWVTAC £VAV KOWO EUTOPIKO EKTUTIWTH XOHNAoU KOOTOug, Omou  Kal
CUMTEpPOVAV OTL OL KOLVOL XONAOU KOOTOUG EKTUTTIWTEC 8E UMOPOUV VO KATOOKEUACOUV
KOANG emidpavelakng TpaxUTNTAC AVTIKEHEVO AOYo TNE XAUNANG TTOLOTNTOG OE AOYLOULKO

KOl LNXaVA LOTaL.
Sep-23




AutAwpoatikn Epyaocia — Avépeddng AnuntpLog

= Mnxavikn cuunepidpopa (Mechanical Behavior)

H unxavikn cupnepldopd oXeTI{ETAL UE OPLOUEVES UNXOVIKEC LOLOTNTEG OTIWG OVTOXN O€
epeAkuopo, BAIYN, kaupn, kpouon, KOMwon K.o.. Yrapxouv TOAAG &nuocleupéva
apBpa oXETIKA PE TNV a€LOAOYNON TTAPAUETPWY TIOU EMNPEATOUV TNE LNXAVLKEG LOLOTNTEC
TWV TTOPAYOUEVWV TIPOTOVIWV.

O MPOooaVATOALOHOG €KTUTWONG €TUOPA ONUOVTIKA OTn UeTtafoAn tng Soung tou
QVTLKELUEVOU TIOU Ba KATAoKEVAOTEL KABWG LETABAANEL TOV OPLOUO TWV TEUAXLOUWY TIOU
QIALTOUVTOL YLO TN KOTOOKEUN Tou. KOTA OUVEMELD KOL OL HMNXOVIKEG LOLOTNTEG
ennpealovtal and TOV TMPOCAVOTOAOUO KATAOKEUNG TOU QVTIKELUEVOU.  ApKeTol
EPEVVNTEG OTWG OTI Snuootevoelg [57] , [58], [59] €fétaocav tnv MOPAUETPO TOU
T(POCOVATOALOMOU KATOOKEUNG 0 SoKipla epeAKUOUOU. ZUUUEPLIOMEVOL TTWG O APLOUOG
TWV OTPWOEWV €EAPTATAL CNUOVTLKA QMO TOV TPOCOVATOALOMO TapaThpnoav OTL n
au€énon Tou aplBpoU TwWV OTPpWoewV evanobeong odnyel oTn cucowpevon Tacewv. Etal,
KatéAn€av OTL 0 opllOVILOG MPOCOVATOALOUOG TAPOUCIAcE TNV KAAUTEPN HUNXOVLKN
avtoxn. O Raut, S. et al [60] epelivnoe tnv enibpaon TOU MPOCAVATOALCUOU KOTOOKEUNG
OTLG UNXQVLKEG LOLOTNTEC KOLL 0TO CUVOALKO KOOTOC TWV TOPAYOLEVWV TIPOLOVIWY OO TNV
FDM texvoloyia. Q¢ mPoG TIC UNXAVIKEG LOLOTNTEC e€€tacav TN BeAtiotomoinon tng
TIAPOHETPOU WCE TIPOC TNV AVTOXH o€ EHEAKUCUO Kal KAppn xpnotpomnolwvtag ABS UALKO.
Ta dokipta kataokevaotnkav cUpdwva pe Ta potunta ASTM oe tpeic StadopeTikolg
npooavatoAlopou (0° 45°, 90°) otoug Tpei¢ afovec oe Slatagn Omou n peyalutepn
empavela tou Sokiiov Nrav mapaAAnAn otov dfova meplotpodnc. Itn Siataén tou
Soklpiov oto y-afova oe 0° MPOCAVOTOALOUO Ttapouciace TNV KAAUTEPN QVIOXH OE
edpelkuopo, evw n avtiotoyn Siatagn kata to x-afova eudavioe TNV KAAUTEPN AVTOXA

oe kauyn.

H dtapopdwon tou maxoug Sactpwpdtwong €xel anodexBel ot aAAnlosmibpd otn
Snuloupyia duvatwy ecWTEPIKWY SEGUWV KaL TNV avtiotown Leiwon Twy Stakévwy. Ot
Kadir Ginaydin & Halit Stleyman Tirkmen [61] epeUvnoav TtV €MPPON TOU TIAXOUG
Slaotpwpdtwong 6oov adopd tnv avtoxn o€ epeAkuopo. To po e€€tacn UALKO ATav
ABS kal ta tdyn mou enéAe€av nrav 0.09, 0.14,0.19, 0.29, 0.39 mm. Arto tnv afloAdynon
TWV QNMOTEAECUATWY TOPATAPNOAV HUN YPAUULKA CUUTEpLPOpPA, EVw n HeEYOAUTEPN
avtoxn og epeAkuopo Ntav o 0,29mm maxog StacTpwpdtwons. Opolwg ot Siti Maryam
Md Nor et al. [62] e€€taoav Tnv emidpacn Tou MAXOUC SLACTPWHUATWON O0TOV EGEAKUCUO
yla ta UALka ABS kat Carbon fiber reinforce A [63]BS, omou enéAe€av ta rtaxn 0.18, 0.25,
0.31. Auto mou poéku e ATav OTLyLa To ABS n avénon tou mayoug enédpepe Peiwon TG
avtoxng oe edeAkuopo, evw ywa to CF-ABS mapouciace pla otabepny cupmnepldpopa.
Mapopoiwg ot Dr. Tahseen Fadhil Abbas et al. [64] avadépovtal otnv enidpacn tou
TIAXOUC SLAOTPWHATWONG 0 avtoxn epeAkuopou yla dokipta PLA, 6mou mapatipnoov
OTL N Melwon tou mayoug dlaotpwudtwong odnyel otnv avénon TNG avioxng os
edpeAkuopo.

H katookeun EWTEPLKWY TIEPLYPAUUATWV 1 AAALWCE EEWTEPLKWY TOLXWHATWV HELWVEL TNV
OUYKEVTPpWON TAoewv ota onueia petaBoAng tng Siatoung. Ou Croccolo et al. [65]
epyaotnkav mavw oe ABS-M30 uAwkkd efetalovtag tnv emppon Tou aplbpol Twv
TIEPLYPOUUATWY OTLG LNXOVIKEG LOLOTNTEG, OTIWCE avtoxn o€ ehEAKUOUO, 0€ KA N KaBwG
KOL TO HETPO EAACTIKOTNTOG, TOOO TELPOUATIKA OGO KOl HE AVAAUTLKA HovteAomoinon.
MEPOUATIKA KATAOKEV OOV TECOEPELG TUTTOUC SOKLUIWVY HETABAANOVTAG TOV apLlOUO TwY
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€EWTEPLIKWV TEPLYPAUUATWY, O TUTIOG 1 €lxe Eva eEwTePLKO TEPilypappa, 0 2 TECOEPQ
e€wTtePLKA Meplypappata, o 3 entd kat o 4 &éka. Mapatnpnbnke OtL n avénon tou
apLOUOU TWV TEPLYPAUUATWY EMEDEPE KAAUTEPES LNXAVIKEG LBLOTNTEG. ETtiong, ol Ahn et
al. [66] emonpavay TNV CNUAVTIKOTNTA TWV EEWTEPLKWV TIEPLYPAUUATWY, TovilovTag N
KOTAOKEUN TIOAAQTAWY TIEPLYPAUUATWY PBEATIWVEL TNV avlooTporia UAWKOU  Kal
QTOTPEMEL TNV €vapén PWYHWV OE TEPLOXN €KTOC TNG OTEVWOoNG Tou Sokuuiou
edeAkuopov. EmumAéov, mpoTelvav OTL TO TMAATOG evamnmobeong Twv TolYwHATwy Ba
TIPETEL VA €LVl OKEPALO TIOAAQTAAGLO TOU TTAATOUG ECWTEPLKAG TTANPWONG.

H Sltapdpdwon g eowTePIKNG SOUNRG TOU AVTLKELLEVOU KOBOoPIleL €EL00OU TIG UNXAVIKES
8Lotntec. H eocwteptkn dlapopdwon oxetiletal amod tnv emAoyr Tou oTul 1} potifou
TMANPWOoNG KaBwg Kal Tou Oykou UALKOU TANpwong. o To ypapuiko potifo (Linear
pattern) onuavtikn enidpaon OTIG PNXOVIKEG LOLOTNTEG EXEL N KaTteLBUvVON TANPWONG
(raster angle), n mukvotnta MARpwong, to MAAtog TMANpwong (raster width), kat to
Slakevo (air gap) petall yerovikwy evamobéoswv. Ol Es-Said et al. [67] avéAluoav tnv
ETLPPON TNG KATELBUVONG EVATIOBEONC OXETIKA UE TNV avToXH o€ EHEAKUCUO, KA Kal
kpovon. To UAIKO Tou xpnolpomolibnke ntav to ABS, evw koateuBuvoelg Tou
e€etaotnkav Atav ot 0°, 45°, kot 90°. H kaAutepn avtoxn ebeAkuopol Kat Kappng
napoucLaotnke otig 0° ywvia evandBeong. KataAryoviag, EMLOrUAVOY TNV OYKOUETPLKA
ouppikvwon mou Aappavel xwpa efattiag t™¢ alkayng ¢aong (pevotonoinon-
otepeomnoinon), dnuovpywvtag acbevig eocwteptkoug deopolg. O Lanzotti et al. [68]
eniong €pelvnoav TNV E€MPPON TwV TAPAUETPWY ONMWG TAX0G SLUOTPWHATWONG,
katevBuvon TMARpwoNng Kal oplOpd meplypapudtwy o Sokipla PLA. Auto mou
napatnpenOnke NTav otL n avénaon tng ywvia evandbeong PelwWVE TIG LNXOVIKEG LOLOTNTEG
Twv Sokipiwv. Ol Sung-Hoon Ahn et al. [69] €€étacav tnv emppor] tou SLOKEVOU
HeTaBaAlovtag To TMAATOG evamobeong kot tn kKatevBuvon evamobeonc. Katd tnv
afovikn evamnobeon n peiwon tou dlakévou 0dAynoe og UIKPN avénon tng avioxng oE
epeAkuopO, evw oTLg ANAEG KaTeLBUVOELG Tapouciaoe peydAn avénon. Amo tnv GAAn,
oL Sood et al [70] e€étacav nelpapatikd Tnv enibpacn MapAUETpWY OMWE KateLBuvaon
MANPWoNG, TAxoG TAApwong kal Oldkevo, xpnolomowwvtag ABS UAwko. Ta
CUMMEPAOUATA OTa omoia odnynBnkav Atav OTL Ol UIKPEG ywvieg evamoBeong dev
npoteivovtal SL1OTL TOPAYOUV HOKPLEG EVATTOBEDELG UE OUVETELA TN SnULoUpyia TACEWY
KOTA KOG TNG evamnoBbeonc to onoio odnyel o otpePAwoelg KaBwC Kot og adUVOHOUC
6eopoUC petafl yeltovikwy evamoBéoswv. To 6o cuppaivel Kol Katd TNV TANPWON
AEMTWV EVOTIOBECEWV KOTA TO TTAATOC TOU OVTLIKELUEVOU.

H Sdwaotaupolpevn evailayr otpwoewv (Criss-cross meshing) umod pia cUyKEKPLUEVN
ywvia amoteAel pla €€EAEN tou amAoU ypappikoU potifou o6mou mapatnpeital n
LKOVOTNTO KATAVOoUnG Twv taoswv. OL L. Baich et al [71] mewpapatiotnkav pe téocoepa
S10popeTIKA OTUA yeplopatog cupmepA\apfAavovtag To amAOd YPOUMLKO OTUA HE
unéevikn kot Betikn TR Slakévou, TO OLACTAUPOUUEVO YPOUULIKO HE BeTIKA TLUA
Slokévou Kol To avtiotolo TMANPWE cupmaync. EkteAwvtag ta avtiotolya melpapata
KaTEANEQV OTO OTL TO TLO CUUTAYAG OTUA yepiopatog €é6woe tn KOAUTEPN OvVTOXN OE
epeAkuopo, OAIPN kot kaupn. Ou Dawoud et al [72] afloAdynoav Tn pNXOVLKA
ocuuneplpopd tou ABS UAIkOU o€ Sokipla UALKOU KOTOOKEUQOUEVA HECW TEXVOAOYLAG
FDM KoL Ta CUYKPLVE PE OVTLOTOLXOL KOTOOKEUAOUEVA HEOW TEXVIKWY XUTEUONG UEOW
€yxuong. OL mopaduetpol mou €Aafe umoPlv otn tplodldoTtatn €KTUTWON ATAV Ol
SL0POPETIKEG YWVIEG TWV SLOOTAUPOUUEVWV OTPWOEWV KaBWC Kal Tou BeTikol Kal
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apvnTkoL Kevol aépocg. Ot ywvieg mou e€€taoe eival 0°/90°, 30°/-60°, 45°/-45°, 75°/-75°
KOl TIHEG KeEvOU +0,05mm. Ta XapaKTNPLOTIKA TTou éAafe umoYPv ATav n MuKvoOTNTA
UALKOU Twv Soklpiwy, avtoxn oe edpeAkuoud, kappn kat kpouon. Ta amoteAéopata
€6eLEav OTL XpNOLLOTIOLWVTOG OPVNTLKEG TLUEG KEVOU N TIUKVOTNTA €dTace 0To 98% Tou
avTloToL(oU XUTOU He €yxuon. H avtiotolxn Sokiun epeAkuopol €6el€e TNV emidpaon
TO00 TNG OUVOALKNG Slepyaciag 600 Kal TwV avVTioTOLX WV TIAPOUETPWY, OTIOU UEYLOTN
avtoxn epeAkuopol ota 34.3 MPa napouciace n 45°/-45° ywvia dtactalpwong Evavtt
Twv 37.7 MPa tou xutou.

Mépav Twv e0WTEPIKWY Slapopdwaoewv Tou avadEpbnkav, urtapxouv TANBwWPO OTUA
veulopatog ta omola dev €xouv e€ETOOTEL KAl UMOPEL VA £XOUV ONUAVTLKI ETLPPON OTLG
UNXOQVIKEG 81oTNTeC. OL Osman et al [73] Slevipynoe MelpapATIK €PEuva ylo va
0ELOAOYNOEL TIG LNXOVLIKEG LOLOTNTEC, ebeAKUTHOU Kal OAIYPNG, cuvapPTAOEL TWV MOLKIAWV
potiBwv yepiopatog. To kupehoeldEg potifo yepiopatog €86eL€e TNV KAAUTEPN UNXOVLKN
ouunEPLPOPA CUYKPLVOUEVO HE TO QVIIOTOLXO TPLYWVLKO, TETPOYWVLKO, KUKALKO Kol
Stapavtoeldéc potifo. Ou Anupindi and Zolfagharian [74] ef€tacav tnv OAUTTIKN
ouuneplpopd tou KuPehoeldoug potifou mMARpwong yia ta UAKKA ABS kat PLA. Ot
peTaBAnTOl TapApETpoL ATAvV n TukvotnTta MARPwong (25% kat 50%), tOo TAXOG
Staotpwpatwong (0.1mm kat 0.2mm) Kal TPooavaTtoALloUOC Kataokeung (0° kat 45°). Ta
OUUTEPACUOTO OTO omolo odnynénkav Atav OTL To KUPEAOELSEC OTUN YEUIOMOTOG
aroteAel Wbavikn emloyn potifou kabwg mpoodépel uPnAn akapia Kal LOOTPOTN
ouumneplpopad. Ané tnv aAAn, ot Miguel Fernandez-Vicente et al. [75] xpnotpomnouwvtag
WG OTUA MARPWONG TO YPAUULKO, TO SLaywVLO KAl TO KUY EAOELSEG LE TTOCOOTO TTANPWONG
20%, 50% kaL 100%, mopatrpnoe OTL LEYLoTN avtox epeAKUCHOU elXE TO Slaywvio OTUA
(45/-45) pe 100% mukvoTnTA MANPWONG.

OLS. Garzon-Hernandez et al [76] aoxoAn6nkav pe Tov KABOPLOPO TwV TAPAUETPWY YL
™ BeAtiwon TNG €0WTEPLKAG TUKVOTNTAG TWV OSOKWWIWV KOl KOTA OUVEMELN TWV
UNXOVLIKWV L8LoTATWV. Mol €K TWV TIAPOUETPWY TIOU EEETACTNKOV NTAV KAL N TaxUuTnTa
EKTUTIWONG, OTIOU TapaTNPNBNKe OTL N avénon tng taxuTnTag 0drynos os moAU eAadpld
avénon twv Slakévwv tng SoUNAG.
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4. Ixedlaopog Nepapdatwv (Design of Experiments)

4.1 MNapayovtikog Ixediaopog (Factorial Design)

O oxeblaouog nepapdtwy (Design of experiments — DOE) eivat pia texvikn kaboplopou
Kat Slepevvnong OAwv tTwv mBavwyv cuvBnkwyv og €va Telipapa To onoio mepthapBavet
noAamAoU¢ moapadyovteg. Xtnv BBAoypadia, n TEXVIKA aut) ovadEpETal WG
TIaPAYoVTIKOG oxedlaouog (factorial design). Mpokelpévou va avamntuxBet onoladnmnote
Stadikaotia, mpémnel va peAetnOel évag aplBudg mapayoviwy. H HEAETN OUwWG Tou KABE
TIAPAYOVTA E€lvOl OPKETA KOUPAOTIKNA Kol XpovoBopa. O mopayovilkog oxXeSLOOUOC
XPNOLUOTIOLELTAL yla TN MELWON Tou GUVOAIKOU aplBpol Twv TEWPAUATWY Yyl va
erutevxBel n kaAutepn ouvoAiwkry PBeAtiotomoinon tng Sladikaciag. O oxeSLAOUOG
kKaBopilel TV enidpacn Tou KABe Mapdayovta oTnV anokpLon, KaBwE KoL ToV TPOTO HE
Tov omolo o KABe mapayovtag emdpA avaloya Pe T LETABOAN TWV AAAWVY TTOPAYOVTWV.
OL emdpaocelg alAnAemidpaong Stapopwv mapayoviwyv Ba pmopovoav va niteuxbouyv
HOVO HE TO oXeSLaouo nelpapdatwy [77].

O MopayovTLKOC OXeSLAOUOC ETUAEYETOL TIPOKELWWEVOU va eKTIUNOel n emibpaon Twv
Sladpopwv mapayovtwy. Ot TapayovTIkol oxedlaopol XpnoLomoloUVTaL EUPEWG YLa T
Slepelivnon Twv eMOPACEWV TWV MELPAUATIKWY TTAPOYOVIWV Kol TwV aAANAeTdpdoewv
HETAEL QUTWV TWV Mapayovtwyv. H aAAnAenidpaon onuaivel MW TO AMOTEAECUA EVOC
TIAPAyoVTa TOKIAEL avaAoya LE TO EMIMESO TWV AAAWV TIAPAYOVTWY OE HLO ATTOKPLON).
JTO TAEOVEKTNUATA TWV TIOPOYOVIIKWY TELPAUATWY TEPAAUPBAVOVTOL TO OXETIKA
XOUNAO KOOTOG, O HELWHUEVOC OPLOUOC TMEPAUATWY KOl oL AuénUéveg SuvATOTNTEG
afloAdynong twv aAAnAemidpdoswv PeETOEY TwV MOPayovIwyY eAEyxou. O MapayoVTIKOG
oxeblaopog pmopel va taflvopnbel oe U0 Kkatnyopleg:  TMAAPNG TOPAYOVTLKOG
oxeblaouog (full factorial design) kal KAAOUATIKOC TOpayovTLKOG oxedLaouog (fractional
factorial design) [78], [79].

4.1.1 NAARpn¢ napayovtikog oxediaopog (Full factorial design)

Ye évav MANpn mopayoviiko oxedlaouo, e¢etaletol kabe ocuvbuaouog kKabe emumédou
napayovta. Mo napddelyud, o aplOpog Twv eKTEAEOEWV-EMavaARNPewV yla €va ARpNn
TIAPOYOVTIKO OXESLOOUO TPLWV EMMESWVY £lval axbxc, uToSelkvUOVTAC OTL O TIPWTOG
napayovtag efetaletal os a enineda, o dsUtepog mapayoviag o b eninmeda, evw o
Tpitog mapayovrag o€ ¢ enineda. O aplOUOG TWV EKTEAECEWV yLa EVA TIAN PN TTAPOYOVTIKO
oxeblaopd n mapayoviwy, o kabévag pe a emnineda woovltal pe a™. O cuvnBéotepa
XPNOLOTIOLOUUEVOC TIANPNG TIOPAYOVTIKOG OXeSLAOUOG elval o oxedlaopog Suo
emunédwy, o onoiog cupPBoAileTal wg 2™ OTaV UTIAPXOUV N tapAyovtes. Meplkeg GpopéEg,
Uropet va xpnotpomnolnBet éva KatdAANAO TTOAUWVULLLKO LOVTEAO yLa TNV TteEpLypadn Twv
EMOPACEWV TWV TIAPOYOVTIWY TIOU UEAETHONKAV OE LA ATOKPLON KOL OTN CUVEXELD VA
BeAtiotomonBel n andkpilon edpdoov sival anapaitnto. O aplBusés Twv enavaAPewv
yla évav TARpn MOpayovIKO OXeSLAOUO QUEAVETAL YEWUETPLKA KaBwg aufdvetal o
0pLOUOC TWV TOPAYOVTIWV. ZE TIOAAEG TIEPUTTWOELG, OTAV TIPEMEL va HEAETNBOUV ol
eMOPACELG €VOC HEYAAOU aplOpol TopayovIwY TAUTOXPOVA, amalte(tal €vag moAU
HEYAAoG aplBuog emavaAnPewyv. MNevikd, auto Ba anoteAécel éva HeyaAUTEPO Melpapa
TO ormoio bev eival OLKOVOULKA KAl TIPAKTIKA EPLKTO [79].
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4.1.2 KAoopatikog mapayoviikog oxediaopog (Fractional factorial design)

Otav o aplBuog twv enavoaAnPewv ya €vav TARPN TAPOYOVIIKO OXeSLOOUO eival
OXETIKA PEYAAOG, oL emBupNTéC MANpodopieg pmopouv cuxva va AndBolv ekteAwvtag
pHovo éva kAaopa (fraction) Tou MARPOUC TMOPAYOVTLKOU OXESLOOMOU, O OTOlo¢ cuxva
avadEpPeTal WG KAACUATIKOG TIAPAYOVTIKOG OXESLAOUOC. O KAAOUATIKOC TTOPAYOVTLKOG
oXeOLAOUOG TTapPEXEL Lo eVAAAAKTLKA AUGoN OTav 0 aplOuog Twy emavalfPewy yla Evav
TIAN PN TIAPOYOVTIKO OXESLAOUO €lval TTOAU peydlog yla va eival epiktdg. Me autov tov
oxeblaopod, oL emOPACEL OPLOUEVWV TIAPAYOVIWV OFE WUla AmoOKPLon UIopouv va
HEAETNOOUV UTO ML OLKOVOWUIKN) KOl TIPAKTLIKA Katdotacn. O oxedioopog Taguchi
(Taguchi design), o oxeblaouog Plackett-Burman (Plackett-Burman design), o Kevtplkog
ouvBetog oxedlaopog (central composite design) kat o oxedlaopog Box-Behnken (Box-
Behnken design) aviikouv otn Katnyopio Tou KAOGHOTIKOU TTAPOYOVIIKOU OXESLAOUOU
[79].

4.2 MéEBodog Taguchi

H nuéBodoc Taguchi elval pla TEXVLKN OXESLAOUOU TIELPAUATWY, N omola elval xproun
otn Helwon Tou aplBUOU TWV TEPAPATWY, XPNOLUOTOLWVTAG 0pBoywvIoug TIVaKEG
npoomabwvtag va EAAXLOTOTOLNOEL TIG ETUOPACELG TWV TTOPAYOVIWV EKTOG eAEyxou. H
Baowkn ¢hoocodia tng peBddou Taguchi ival va e€aodaliosl Tn moldtTnTA 0TN PAoh
oxeblaopou. Ta peyaAUtepa MAeovekThHata TG peBodou autng eival n peiwon tou
XPOVoU Sle€aywyng MEPAPATWY, N LElWON TOU KOOTOUC Kal N SLamiotwaon onUavIKWY
TIAPOYOVIWY OE ULKPOTEPO XPOVLKO Staotnua. To onUavTikotepo oTddlo oto oxeSlaopd
EVOG TELPAMOTOC EYKELTAL OTNV €MIAOYN Twv TMapayoviwv eAéyxou (control factors).
Mpénetl va cupnepiAndBouv 600 To SUVATOV TIEPLOCOTEPOL TTAPAYOVIEG yla Vo £ilval
SuvaTtog 0 EVIOTIOUOG U ONUOVTIKWY HeTaBAnTwy os mpwipo otadio [79], [80].

210 OXeSLOOUO TOU CUCTHAMOTOC, O LNXOVLKOG XPNOLLLOTIOLEL ETILOTNLOVIKEG KOl [LNXOVLKEG
OpPXEG yLa va kaBopioel tn Baotkr Slapdpdworn. 2to otddlo oxedLaopol MTOPAUETPWY,
TPoodLopllovTal CUYKEKPLUEVEG TLUEG VLA TLG TTOPAUETPOUG TOU CUCTHMATOC. ZuvnBwg, o
0oTOX0G €lval va KaBoploToUV OL OVOUOOTLKEG TIUEG YLOL QUTEG TIG TIAPAUETPOUG, HE
anotéAeopa TNV eAaxlotomnoinon tng KETAPANTOTNTAC TTIPOEPXOUEVN ATIO AVEEEAEYKTES
HeTaPANTEG (peTaBAntég BopuBou). O oxedLOOUOC avoXwV XPNOLUOTIOLE(TAL ylot TOV
KaBoplopod Twv KOAUTEPWV OVOXWV Twv Tapapétpwyv. O Taguchi ouvicta va
XPNOLLOTIOLOUVTAL OTATLOTIKEG TIELPOUATIKEG pEBoSoL yla va BonBrioouv otn BeAtiwon
NG molotnTag, WSlaltepa Katd T SLAPKELX TOU OXESLAOUOU TIOPAUETPWY KAl AVOXWV
[79].
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Ewkova 21: Aradikaoio oxediaopou Taguchi [81]

4.2.1 OpBoywviol tivakeg Taguchi

O Ap. Taguchi xpnowomnoinoe éva €dlkd ouvolo opBoywviwv mvakwv (Orthogonal
arrays - OA) yla va mapoucLdoel Ta elpapata tou. Ot opBoywviol mivakeg mpoodEpouy
TIOAAQ TAeovekTApaTa. MPpwToV, T CUUTTEPACHATA TTOU TIPOKUTITOUV aTtd TETOLOU £(60UG
TELPAUATA LoXUOUV 0 OAOKANPN TN TELPAUATIKN TIEPLOXN Kal KAAUTITOVTIAL Amd TOUG
TIAPAYOVTEG EAEYXOU KOl TG puBULloELg TouG. AeUTepoV, UTIAPXEL LEYAAN €€OoLKOVOUNON
oTN TIEPAUATIK TtpooTiabela. Tpitov, N avaAuon twv deSopévwy ivart TToAU eUKOAN Kot
TETAPTOV, UMOPEL VA AVIXVEUOEL avaxwpenon oo to npooheto poviélo. H Stadkaoia
T(POCAPHOYNG EVOG 0pBoywVLou TIiVaKA O €va CUYKEKPLUEVO €pYo £XEL yivel dlaitepa
€UKOAN pe tn PBonbela evog ypadikol epyaleiou TIOU OVOUAIETAL YPAUULIKO ypadnua
(linear graph), to omolo avamtuxBnke amdé tov Taguchi ywa tnv avamapdotoon
oAAnAemidpacewv petafy (euywv otnAwv o opBoywvioug mivakeg [79] .

Yrndpxouv TpeLg TUTOL opBoywviwv TVAKWY, EKEVOL TTOU A.OXOAOUVTAL UE TTOPAYOVIEG
SU0 emuédwy, ekelVOL TTOU OLOXOAOUVTOL UE TTAPAYOVTEG TPLWV EMUTESWV Kal EKELVOL TTOU
aoxolouvtal pe mapdyovteg pktol emunmédou (mixed level factors). H emloyny tou
KatadAAnAou opBoywviou mivaka PBaciletal ota akdéAouBa kpltipla: o aplOPog Twv
TAPAYOVIWY Kol Twv oAAnAemdpdoswv mou pog evdladépouv kat n embuuntn
TIELPAUATIKA avAAucon 1 oL Tteploplopol kéotoug. O mpwtol duo tumol kabopilouv To
ULKpOTEPO 0pBoywvLo Tivaka ou eival Suvatod va xpnotpomnotnBeil, evw o Tpitog TUmog
Sivel tn duvatotnta va Sie€axBel éva peyaltepo nelpapa pe peyautepn avaiuon. H
avaAuon pmopel va kupaivetat and 1 (Lkpotepn) £wg 4 (LeyaAUTepn) umtodelkviovtag
N cadnVveLd e TNV omola KAOE eMIPUEPOUC EMISpacn mapayovIwy Kal tAANAETILOpACEWY
uropet va afloloynBei os éva neipapa [79].
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O Taguchi €xeL dnuoupynosl 18 Boaowoug opBoywvioug TivaKeEG TTou ovoudlovtal
npotunol opBoywviol mivakeg (standard orthogonal arrays — «Ewkéva 22») ot
TIEPLOOOTEPOL QMO TOUG OMoloug Hmopouv va  PBpeBolv kal ot  eladpwg

Sdladopomnotnuéveg LopdéEg.

Orthogonal | Number Maximum Maximum Number of Columns at These Levels
Array* of Rows Number of
Factors 2z 3 4 5
Ls 4 3 3 - - -
Le 8 7 7 - - -
Ls 9 4 - 4 - -
Liz 12 11 11 - - -
Lis 16 15 15 - - -
Ls 16 5 - - 5 -
Lis 18 8 1 7 - -
Lis 25 6 - - - 6
Ly7 27 13 - 13 - -
L3z 32 31 31 - - -
L3z 32 10 1 - 9 -
L3s 36 23 11 12 - -
Lss 36 16 3 13 - -
Lso 50 12 1 - - 11
Lss 54 26 1 25 - -
Les 64 63 63 - - -
L4 64 21 - - 21 -
Ls1 81 40 - 40 - -
F 2-level arrays: Ls, Ls, L12, L1g, L3z, Les
3-level arrays: Ls, Lz7, Le1
Mixed 2- and 3-level arrays: Lis, Las, L'3s, L5

Ewkdva 22: Npdtumnol opBoywvioL ivaKeg

4.2.2 BaBpoi eAeuBepiag

MNa tnv emloyn tou katdAAnAou opBoywviou mivaka Taguchi yla ta melpapota, TPEMEL
va urtoAoyLotouv oL cuvoAlkol BaBuot eAeuBepiag (degrees of freedom - DOF). O BaBuot
eAevBeplag opilovtal w¢ o aplOUOC TWV OCUYKPIOEWV HETAEU TWV TOPAUETPWV
oxeblaopol ol omoiol gival avaykaiol va yivouv, oUTwG WOTE Vo TPOCSLOPLOTEL TTOLO
emninedo elval KAAUTEPO KOL CUYKEKPLUEVA TTOOO KAAUTEPO €ival. MEvikd, o aplOpog Twv
BaBuwv eheuBepiag mou oxetilovrtal e Evav TApAyoVTa LoOUTAL LE EVAV LLKPOTEPO OO
ToV aplOud Twv eMUTESWV yla auTov Tov apdyovta. MNa mapddelypa, pa mopapUeETPOS
oxeblaopol Tplwv erMESwy PeTpAcL yia dUo Babuoug eleuBepiag (DOF). O Babuol
ehevBepiag¢ mou ouvdéovtal pe TNV aAAnAemibpaon petafl SUO TOPAUETPWV
oxeSlaopou divovtal amo To yvopevo Twv Babpwyv eAeuBepiag yia tic SUo MopAUETPOUC
oxeblaopol. MeTd Tov UTTOAOYLOUO TWV amattoluevwy Babuwyv eAevBeplag, To emOpevo
BrApa gival n emhoyr Tou katdAAnAou opBoywviou mivako POKELLEVOU VO TALPLAEEL OTO
OUYKeKPLUEVO Teipapa [79].

O aplBuog Twv oelpwV evog opBoywviou TivaKo OVIUTPOOWTIEVEL TWV ApPLOUO TwV
TELPAUATWV. MpoKELUEVOU Evag Tiivakag va umopel va emhexBel, o aplOpog Twv oelpwv
TPEMEL va elval TouAdxLotov (00¢ pe Toug Babuoug eAeuBeplag mou amattouvtal otn
HeAETn mepimtwong. O aplBuog Twv oTNAWV VO TIVOKA QVILTPOCWTTEVEL TO UEYLOTO
0pLOUO TTAPOYOVIWY TIOU UTITOPOUV VA LEAETNOOUV XPNOLLOTIOLWVTAC TOV CUYKEKPLUEVO
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niivaka. EmutAéov, ywa va xpnolponoljooupe aneuBeiag évav Mpotuno OpBoywvio
Tiivaka, TPENEL va elpaote o Béon va taplafoupe tov aplBpud Twv eMUTESWYV TwWV
TIOPAYOVIWY HE TOV apLlOUO TWV EMUMESWV TWV 0TNAWV 0TO Ttivaka. ZuvrBwg n te€aywyn
TELPAMATWY £lval akpLPr), EMOUEVWE YL AUTO TO AOYO XPNOLUOTIOLOUE TOV ULKPOTEPO
Sduvato mivaka ou TANPOL TLG AMALTAOELG TOU TIELPAMATOG [79].

4.2.3 Signal to Noise Ratio (SNR)

H petaBoln Twv XopaKTnPLOTIKWYV TOLOTNTAC EVOC TTPOIOVTOC TTOU ATTOTEAEL AVTLKELLEVO
€pPEuUVOC WG anokplon (response) o €vav MAPAYOVTO TIOU ELOAYETOL OTOV TIELPOOTLKO
oxeblaopud eival to “onua” (signal) tou emBupntol amoteAéopatog. Qotdoo, otav
Sle€ayetal éva meipapa, umapxouv OAOL eEWTEPLKOL KOl ECWTEPLKOL TTAPAYOVTEG OL
omnoiot dev €xouv oxedlaotel oto meipapa aAAd ennpedlouv To anotéAeoua. Autol oL
avegEAeyKTOL MOpAyovTeC ovopalovtal mapayovies “BopuBou” kat n enidpacn Toug oto
OTOTEAECHA TOU XAPOKTNPLOTLKOU moldtnTac mou e€etaletal ovopaletal “66puBog”. H
gévvola tou Adyou onpatog mpo¢ BopuBo (S/N) mpoépxetal amod TOV TOMED TNG
nAektpoloyiag. O Taguchi epappooe AMOTEAECUATIKA QUTH TNV €vvola yLla va KaBoploel
TN BEATLOTN KATAOTOON OO TA MELPAUATA.

O otoxo¢ omoloudnmote Melpapatog eival va mpoodloplotel mavta o uPnAdtepog
Sduvatog Aoyoc S/N yia to amotédeopa. Mwa uPnAn T tou Adyou S/N urmtodnAwvel otL
TO oNpa eival MOAU PEYAAUTEPO OO TIC TUXALEG ETUOPACELG TWV TapayovIwyv BopuBou.
O oxeblaopuog tou mpoidvtog/dadikaocioc cUpdwva pe tov uPnAotepo Adyo S/N
arnodibel mavra tn PBEATIOTN TOLOTNTA HE TV gAdytotn StakVpavon. Ot Adyol S/N
HETAOXNUOTI{OUV QpKETEC EMAVAARYELG O ML TR, N ool UTTOSEIKVUEL TN TOCOTNTA
NG SLAKUPOVONG TIOU UTTAPXEL KOL TN UETOTOTILON TN LECNG OIOKPLONG TIPOKELUEVOU VOl
EVTOTILOTOUV OL TTAPAYOVTEC EAEYXOU TIOU UITOPOUV VAL LELWOOUV TIG SLOKUAVOELG KOl Val
BeAtiwoouv tn mototnta [79].

YTApxXouV TPELG KATNYOPLEC XA POAKTNPLOTIKWY TTOLOTNTAC YLo TNV avaAuon tou Adyou S/N:

e 000 UIKPOTEPO TO00 KahUTepO (smaller the better)

% = —10log, % (Z )’2)

e 000 peyaAUtepo T000 KaAUtepo (larger the better)

S 1 1
N ‘1°1°g1°;(z ?)

® TO OVOMOOTIKO €ilval To kaAutepo (nominal is best)
S 1(y?
—=—=10log.o—| =

OTOU J 0 HECOG OPOG TWV TAPATNPOEWY, 532, n Stakvpavon tou y, n 0 aplOpog Twv
TIOPATNPACEWV Kal y Ta mapatnpoupeva dedopéva i o kABe TUTOG XapakTnpLoTkou. H
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QTtOKALON HETAEU TTELPAUATIKWY KAl ETULOUMNTWY TLLWV 0PLZETAL WG CUVAPTNON AMWAELNG
(loss function). H cuvaptnon anwAeLag LETOTPEMETAL TTEPALTEPW O AOyo S/N.

4.2.4 ANOVA

H avaAuon Stakupavong (Analysis of Variance - ANOVA) eival n otatiotik péBodog mou
XPNOLLOTIOLEITAL TIEPLOCOTEPO YLA TNV EPUNVELD TIEWpApATIKWY Sedopévwy. Edapuoletal
OTA AMOTEAECUOTO TWV TIELPAUATWY YLO TOV TTPOCGOLOPLOUO TNG TTOCOOTLALAG % CUUPBOANC
kaBe mapapétpou. H avaluon ANOVA avixveUel SladopEég otn Héon amodoon Twv
OUAdWV TWV avTKEWWEVWY TIou e€etalovrtal, avaAUovTag TN CUVOALKN HETAPOAN OTIC
niNYES tG. O kUpLog otoxog Tng ANOVA eival va efaydyel amod Ta amoTeAEoUATA TN
petaBoAn mou mpokaAel 0 KABE MaPAYOVTOG O OXEON HE TN OUVOALKN HeTaBOAR Tou
napoatnpeitat oto amotéAeopa. Emiong xpnowwomoleital yia tov €AEyxo TNG
onuavtikotntag (significance) OAwV Twv KUPLWV TTAPAYOVTWV KoL TwV AAANAETILOpACEWV
TOUGC, OUYKPIVOVTAC TO PECO TETPAYWVO UE IO EKTIUNON TWV MELPAMOATIKWY OPOAUATWY
0€ OUYKEKpPLUEVA eTtimeda epmiotoouvng (confidence levels). Ta oxedlaypdppoto mou
avamnoplotolV TIg KUPLEG emdpaocelg (main effects plots) emutpénouv Tov mMpocdlopLlopo
TOU ETUMESOU TOU KABE MaPAyoVTa TIOU TIOPEXEL TNV EAAXLOTN TLUN ammoKkpLong. Méow tng
avaAuong SlakupOvonG Kal ToOU TT0C00TOU ETILPPONG TOU KABE mapdyovia Unopel va
anodaolotel Mmool and autoUG UMopPoUV va amopakpuvBouv amd to meipapa. To
amoTéAeopa lval AlyOTEPOL TTAPAYOVTEG TTPOG LEAETH KL LELWON TOU GUVOALKOU XpOVOU
KalL KOOTOUG EKTEAEONC TOU TIELPAMATOC [79].
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5. Nepopatiky dtadkaoia

JKOTOG TNG MApoVoOG SUTAWUATLKAG Epyaciag eival N LEAETN TwV SOKIUWY EPEAKUGHUOU
o€ ektunwpéva dokipta PA-CF, pe tn néEBobdo FDM. Onwg mapatnpndnke amd tn
BBAloypadia To HeyaAUTEPO MEPOG TNG MEXPL TWPA £peuvag adopd TN HUNXAVLKN
OUUTIEPLPOPA QVTIKELMEVWY amtd TOAUMEPEG UALKO, Ta omoia Kataokevalovtal amod
ETIAYYEALATIKOUG EKTUTTIWTEC, OTIOU CUYKEKPLUEVA EOTLALEL OTNV GUYKOAANGCN HETAED TV
VWV KoL KOT €EMEKTAON OTa KEVA Tou Onuoupyouvtal. OnMwe ONUELWVETAL N
OUYKOAANON HETAEU TwV VNUATWVY &gV €lval TOOO LOXUPN KOl TO XOPAKTNPELOTIKA TOU
OVTLKELWEVOU elval uTtode€aTepa 0 OUYKPLON LE TNV TIEPIMTWON TTOU TO UALKO Sev ATtav
EKTUTIWHEVO. TNV Tapoloa pyacio EMAEYOUUE va €EETACOUE TNV ECWTEPLKA Soun
TWV EKTUTIWHUEVWVY AVTIKELUEVWV LECW TPLWV TIAPOUETPWY EAEYXOU TNG KATEPYAoiag. To
eowteplkd potifo (infill pattern), 810TL AANAEL ONUAVTIKA TNV ECWTEPLKA Slatatn tou
UALKOU, TOo ooooTto mAnpwong autou (infill density), 10Tt av€dvel tnv mukvoTNTA TNG
EOWTEPLKAG SOPNC Kal poG VENG Asttoupylag mou epdaviletal ota AOYLOUIKA
TEQAXLOUOU, N onoia evamoBétel moAAMAAGoLEG YpapEG MARpwong (infill line multiplier)
oe K@Be evamoBeon otnv ecwteptkn doun).

5.1 ZIxebiaouog nepapdtwv (DOE)

ot To OXeSLAOUO TWV TIELPAPATWY TIou KaBopilouv Tov TPOTO KATAOKEUNG TWV SOKLUIWY
edeAkuopol xpnowtomowndnke n HéEBodog Taguchi. OuL mapdpetpol €Aéyxou, ToOuU
eMAEXOnkav Baocel tng BLBAoypadikng avaokonnong, elvat to potifo mAnpwong (infill
pattern), n mukvotnta mAnpwong (infill density) kot o moAAQMAQOLOOTAC YPAUUAG
mAnpwong (infill line multiplier). Ot mapandvw mapdpetpol eAéyxou eMAEYOVTAL WG OL
napayovieg eAéyxou (control factors) ywa 1o meipapd pog kot e€etalovial o tpia
enineda (levels) o kaBévag. Itov mapakatw Mivakag 3 mMapoucLalovTal CUYKEVTPWTIKA
OL TTAPAYOVTEC EAEYXOU KL TA avTioTolya enimeda mou eAEyovTaL yLa To oXeSLAoUO Tou
TELPALOTOC TIOU EEUTNPETEL TOUG OKOTIOUC TNG MAPOUCOG SUTAWUATIKAG.

Nivakag 3: OL mapdyovteg EAEyXOU KOl T EMIMESA TOUG

Factor
Infill pattern Grid Lines Triangles
Infill density 5% 15% 25%
Inf|II. I|r-1e 1 ) 3
multiplier
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ZTn CUVEXELQ, TIPETIEL VAL YIVEL N KATAAANAN emtthoyn Tou opBoywviou mivaka Taguchi tou
Ba oteydoel TO Teilpapa. Apxilkda, umoAoyilovtat ot Boabuol eAeuBepilag Tou
OUYKEKPLUEVOU TIELPAUATOC, TIPOKELMEVOU va amodavBole molol Tivakeg Ba
propovoav va eivatl katdAAnAot. EXoupe TPELG MapAyovieg, e Tpla enineda o kabévac.
Apa ouvoAkd mpokumtel OtL DOF: 3x(3-1)+1=7, ouvenwg xpelaletal va Sie€axbolv
TOUAQXLOTOV 7 EEXWPLOTA TELPAMATA YL VO UTTOPECOUV VA UTIOAOYLOTOUV OL ETUSPACELG
Tou KABe mapayovta. ZUUPwWva He Toug 18 Baoikoug opBoywvioug mivakeg tou Taguchi
«Ewova 22» €xoupe 3-level arrays kat pe 3 number of factors em\éyoupe to Lo
opBoywvio nivaka tou Taguchi. O kowog opBoywviog Tivakag Ly yla mapayovies TpLwy
erunédwy mapoucotaletal otov Mivakag 4, OMou yla To Melpaud pog dtapopdwvetal
onw¢ napouotaletal otov MNivakag 5.

Nivakag 4: OpBoywviog nivakag Le

Factor Factor 1 Factor 2 Factor 3

2° 1 2 2
3° 1 3 3
4° 2 1 2
5° 2 2 3
6° 2 3 1
7° 3 1 3
8° 3 2 1
9° 3 3 2

Nivakag 5: OpBoywviog nivakag Ly Tou MELPANATOG

Factor Infill pattern Infill density Infill Line
Multiplier
1° Grid (0,90) 5% 1
2° Grid (0,90) 15% 2
3° Grid (0,90) 25% 3
4° Lines (0,0) 5% 2
5° Lines (0,0) 15% 3
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6° Lines (0,0) 25% 1
7° Triangles 5% 3
8° Triangles 15% 1
9° Triangles 25% 2

5.2 Awfaywyn MEPARATWV

5.2.1 ASTM D639 - 14

H emouevn ¢aon eival n avalntnon tou katdAAnAou npoétumou ou Ba epapUooTel yla
™ Ste€aywyn Twv Sokipwv ebpeAkuopol. To mpotuno ASTM D638 [82] BewpnBnke to
16avikoTtepo, KaBwg xpnotpomoleital yio epeAkuopd MAAoTIKwY SoKipiwv. Qotdoo,
UTTAPXOUV TIEPLITTWOELG OTLG OTIOLEG TO CUYKEKPLUEVO TIPOTUTIO Bewpeital akatdAAnAo yla
™ pEBodo FDM. O Ahn et al. [83] mpotewvav T xpnolponoinon tou mpotumou ASTM
D3039, to omoio adopd ePeAkUoUO yla SoKiplo CUVOETWYV UAKWVY. ZUYKEKPLUEVA,
e€nynoav OtL AOyw TNC YEWMETplag¢ Twv Soklpwiwv Ttou mpoéturmou ASTM D638
mapatnpPnOnKe CUYKEVTPpWON TACEWV OTO ONUElX OOV oTapatovoayv oL (veg. Ao tnv
AaAAn ot Gribbins kat Steinhauer [84] npotipnoav to ASTM D638 avti tou ASTM D3039,
SL0TL T MEPAPATA TIOU EKAVOV E TO TIPWTO ATAV £YKUPA OE avtiBeon pe autd mou
Baoiotnkav oto deltepo. Q¢ eni To MAeiotov OpwG, N BLBAloypadia xpnoluomnolel to
npotunto ASTM D638. Etol, kal otn napoloa epyacia emAéyetal to nmpotunmo ASTM
D638.

ASTM D 638-10 TYPE I SPECIMEN
Rigid-Seminigid plastics with thickness T<7mm

13
19

37

|
o

115

165
Ewova 23: 2x£610 Sokipiov Baoel tou mpotunov ASTM D638

5.2.2 Awdikaoia eKtunmwong

To emouevo Brpa HETA TOV OXESLAOUO TWV TTELPAUATWY KAl TNV €MIAOYH TOU TPOTUTIOU
Sokluiou mou Ba kataokevaotel €ival n dnuoupyia Tou HOVIEAOU O AOYLOULKO
tplodlaotatng oxediaong (3D CAD Software). To AoylopKO TOU €TUAEXONKE ATAV TO
SolidWorks omou oxedldotnke to Sokiplo epeAkUoUOU cUUPWVA PE TNG SLAOTACELG TNG
Ewkova 24. To tplobdldotato Sokiplo mpemnel va anobnkeutel oe popdn .stl, wote va ivat
OVAYVWOLUO aro omolodAmote AoyLoUIKO TepaLlopoU (slicing software).
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25,00 ‘ 115,00 ) 25,00
E 4 E
19,00
g/ _*
i
) 165,00 . A
C C
B B
A = A
tensile specimer *
. . e o =

SDI.PDWOF&(S Educational Product. %sr Instructional I.DseOl\Py6
Ewdva 24: MnXavoAoylko oX€S8L0 Tou mpotuou SokKLpiov ePpeAKUCHOU

Metd tn Snuioupyia tou Sokwuiou oe popdn .stl, akolouBel n Swadikacio Tou
TEQAXLOMOU KOl N €MAOYH TWV TAPAUETPpWY Katepyaoiag. Q¢ AOYLOUIKO TEUOXLOMOU
eMAEXONKe To Cura 5.0 tnc Ultimaker. Ze kaBepia amo Tig evvid eKTEAECELC TOU TTiVOKA
Taguchi Ba xpelaotel va emavaindBel n Stadikacia swoaywyng twv dedopévwy oto
Aoylopiko Cura pe S1opOpPETIKEC TIUEC TWV TTAPAUETPWY Ttou e€etalovral. Ta oTolyela Ta
omnola kaBe popd Ba cupmAnpwvovtal aUToUoLa Eival oL LETOBANTEC TTOU TTAPAUEVOUV
otaBepég o KABe eKTEAEON TOU MEPAUATOC Hac. Itov Mivakag 6 mapouatalovrtoal ot
ETUAOYEG TWV 0TAOEPWV TAPAUETPWY OTO TIELPAUATA LG,

NMivakag 6: ZTaBepég MapapeTpoL

Erdoy£g otaBepwv mapapETpwy

Aldpetpog akpoduaiou 0,8 mm
MpooavatoAloUOG KATACKEUNG Oplovtiog
Maxog SLooTPWHATWONG 0,32 mm
AplBUOG TOXWHATWY 2

MAaxog ToWHATWY 1,8 mm
Juurnaync otpwoels (Avw — Katw) 0
Oeppokpaocio e€Ewbnong 270°C
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Oepuokpaocio TAaThOpHaC 120 °C
Taxutnto EKTUTIWONG 50 mm/s
Avappodnon (Retraction) Avevepyn

Enelta amno kabe elcaywyn Twv 6e60UEVO, TO AOYLOMLKO TEUAXLOMOU £EAYEL TO G-KWOLKAL
€ANEYXOU TNG UNXAVNG TIPOKELUEVOU va TiepLlypadel n Stadpoun mou Ba akoAouBnBel £tal
WOTE VO KOTOLOKEVAOTEL TO Sokipto. Onwg mapatnpou e otnv Ewkova 25 ta Sokipa mou
glonxbnoav yla Tepoxlopd eival TEVTE. H evépyela auTh mpayUatonolonke wote va
e€aodalioovpe TNV emavaAnPLuotnTa Twv amoteAeopatwy. Etol kaBe yla kabe pia ano
TLC EVVLA EKTEAECELG KATAOKEUAOTNKAV TIEVTE Sokiptla epeAKUOUOU.

B FCICFANOFF tensile specimen - Ultimaker Cura - o X

Fle  Edit  View Seitings  Fxlensons  Pmferences  Help

Ultimaker Cura PREPARE PREVIEW MONITOR
()} Flashforge Creator 3 Chassis Fan OFF @ Generic Mylan % Fine -0.32mm B 15% Qs orr & on
[
I
| |
1
! I
|
| |
I
|
|
|
|
. — — —— == See==es |
|
f
]
——————— -
‘ S
b _ %) (® 1hour 15 minutes o)
£ FCICFANOFF tersile specimen ‘ == e o B - ° (@ 305-1083m

Ewkova 25: Slicing software

AdouU e€axBel 0 G-kwdLKAG EAEYXOU TNG UNXAVAG, CUVEXELD EXEL N EKTUTIWON Toug. O
TPLOOLAOTATOG EKTUTIWTHG TIOU XPNOLULOTIOLRONKE yLa TN KATaoKeur Twv Sokiuiwy eivat o
Creator 3 tng FlashForge tou epyaotnpiou Texvoloyiag twv Katepyaowwv. EE apxig to
Aoylouiko Cura dev Ntav cupPatd pe Tov ekTunwth €tol wote va petafiBaoctel o G-
KWOLKAGS, OUWE To POPANUa AUBNKe eykablotwvtag éva plugin oto Aoylouikd Cura. Ztnv
Ewkdva 26 mapouolaleTal 0 EKTUTIWTHE TOU Epyactnpiou 6mou Slakpivetal n mAatdopua
EKTUTIWONC, N 000VN adn¢ LECW TNG OTOLAG O XPOTNG ETILKOLWVWVEL LUE TOV EKTUTIWTA KoL
To USB stick To omoio &taBéteL tnv mAnpodopia yla tnv EKTUTWoN TwV SOoKLULWV. To UALKO
nou e€etaletal eival to PA-CF pe Stapetpd 1,75mm TUALYPMEVO OTO KapoUAL Kal
TOMOOETNEVO OTO APLOTEPO PEPOC TOU EKTUTIWTH. AVAAUTLKEG TAnpodopieg TG00 yLa ToV
EKTUTIWTI 000 KOl yla UALKO Katepyaoiag mapatiBevtal oto Mapdptnua.
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Ewkova 26: FlashForge Creator 3

Edboov €xouv dnuioupynBel 0Aa ta apxeia yio kKaBe pla amod TIC evvid eKTEAEDELG
0KOAOUBElL n ektUTWON TOUuG. ATO To HevoU TnG 0Bdovng emAéyoupe To apxeio mou
EMOUUOUPE KOl TOTAUE EKTUTIWON. 2€ KAOe €KTEAEON TOU TELPAUOTOG, O XPOVOC
TIOLKIAAEL avaAoya TIG TIMEC TWV TAPOMETPpWY amod 1 hr €wg kat 2 hr. MeTd 1o MEPAG TNG
KABe ektUTWONC Ta SOKILO adaLpoUVTaL TIPOCEKTIKA OO T TAATHOPUA KATEPYOOLOC
Kot amokoAAwvTal HeTaf Touc. H Stadikaoia emavalapBavetal ylo OAEC TIG EKTEAEOELC.
Jtnv Ewkova 27 mapouotalovral ta Sokipla edpeAkuopou, mou onwg avadepdnke
TIPONYOUMEVWE TIpayUaTOmOONKaY TEVIE €KTEAEOEL edeAKUOMOU yla KABe pia
ekTéNeon Tou mivaka Taguchi. Apo CUVOALKA ELXAUE TIEVTE OELPEG SOKIUIWY OTWG TNG
Ewova 27.
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Ewkova 27: Ta evvid eKTUTTWHEVA SoKipa epeAKUOUOU

5.2.3 EdeAKuopog Sokipiwy - ZuAoyn d£Sopévwv

H teAeutaia ¢paon mpLv TNV avaAuon Twv amoteAsopATwyY eival n dte€aywyn tng SoKIUNg
epeAkuopol Twv Sokiuiwv Kat n ouAoyr Twv dedopévwv GopTIoU-ETIUNKUVONG YLd TO
KaBe éva amd oautda. Mpwv amd ™ Sie€aywynn ¢ SOKWNAG Tou edeAKUCUOU
TpayHaTomolnOnke HETPNON Twv Slootacswyv yla Kabe éva dokipto. Ol HETPNOELS
TPAYUATOTOLNONKAV LE TN XPON TIAXUUETPOU Kal Ta dedopéva mapouotalovial oTov

napakatw MNivakog 7.

Nivakag 7: ALtoTACELG SOKLUiWY

1 165 14,4 5,4
1 166 14,3 5,3
1 165,5 14 5,3
1 165,5 14 5,4
1 165 14,1 5,3
2 166 13,9 5,3
2 166 13,7 5,3
2 166 13,52 5,38
2 166 13,64 5,3
2 166 13,6 5,37
3 166 13,8 5,3
3 166 14 5,3
3 166 14,1 5,38
3 166 14,1 5,3
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O O OV VW WO OWOoOOWNNNNNGOCTOOODOODOULUUVLUVWUE L EAEPREARPW

165,5
166
166
166
166

165,5
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166
166

14,3
13,7
13,7
12,8
13,3
12,6
13,9
13,7
13,74
13,7
14
13,38
13,7
13,48
13,2
13,5
14
13,9
14
13,8
13,88
13,8
13,8
13,9
13,7
13,8
13,9
13,7
13,9
13,9
13,7

5,4
5,48
5,4
5,48
5,3
5,3
5,3
5,4
5,4
5,3
5,3
5,38
5,7
5,3
5,48
5,3
5,38
5,4
5,3
5,4
5,3
5,68
5,4
53
5,4
5,4
5,4
53
5,4
5,4
5,28

JTn OUVEXELA TIpayaTOTIoLONKE n SokLun EPEAKUCOUOU TwV 45 EKTUNWUEVWY SOKLULWV.
H unxovn edpeAkuopol Tou xpnotlpomnoldnke ntav n Instron 4482 tou epyactnpiou. Ot
SOKLUEC Eyvav pe puBpo-taxutnta 5mm/min og ouvOnkeg neptBariovtog 30 °C, 45%
uypooiag evw yla T AnPn Twv PETPAOEWV Xpnotpomnottnke 1o Aoywoutkod Bluehill tng

Instron.
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Ewkova 28: Mnxavn dokipwv epeAkuopov Instron 4482

Ta 6edopéva mou Aappavovtat amno tn Sokiur eheAKUCUOU gival oL TLUEG EPEAKUOTLKAG
Suvaung kat emunkuvong ( HeTatomong) Twv Sdokiuiwv péxpl tnv mAnpn Bpauvon
autwv. OL avwtépw UeTpnoelg enefepyalovial KATAAANAQ WoTe va TPoKUYPouv oL
KOUTUAEC TAONG-Ttapapopdwong yla kabe éva Sokiplo tng kabe katnyopiag. To kabe
Slaypappo  amelkovilel TG KOUMUAEC edeAkuopol Ttwv TeEvte Sokuilwv Tou
SOKLHAOTNKAV LNXOAVLKA Yo KABE éva amo ta evvid melpapota tou Mivaka Taguchi.

Auto mou efetdletal otnv mapouoa epyacia eival n enidpacn twv emAexBéviwv
TIAPAUETPWY KATEPYAOLAC OTIC KUPLEG UNXOAVLIKEC LOLOTNTEG TwV SokLuiwy. OL 1BLoTNTEC
QUTEC eTUAEyOVTAL va elval N PEYLOTN EPEAKUCTIKI TAON 1 0plo Bpavong oe ePpeAKUGHO,
TO PETPO €AaoTKOTNTACG Kal n SucBpauvototnta f evépyela avd povada Oykou mou
anoppoddtal péxpL tn Bpavon. Etol, and ta dedopéva pag mpémnel va e€axBouv ol
MEYLOTEG EPEAKUOTIKEG TAOELS yla KABe pia dokiun edpeAkuopol. Ta otolyeia avtd Ba
xpnowomnowinBolv otn avdAuon Taguchi kat ANOVA ta omoia Ba amodwoouv éva
OTATLOTIKO QMOTEAECHA VL0 TO TIEPAMA Hag. ZTOuG mapakatw Mivakag 8, Mivakag 9 kal
Mivakag 10 mapouoialovtal aviiotola n UEyLotn €PEAKUOTIKY avIoxr, TO UETPO
elaotikotnTag Kat n SucBpavototnta yla KA eva amnod ta capavta MEVIE SOKIpLLO TTOU
Sokludotnkav otn pnxavn epeAkucuou.
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Nivakag 8: Ultimate Tensile Strength

Grid (0,90) 1 604 | 553 | 3,76 | 2,17 | 2,23
Grid (0,90) 15% 2 630 | 7,99 [ 10,85 | 9,20 | 9,63
Grid (0,90) 25% 3 18,61 | 15,74 | 12,92 | 16,96 | 18,43
Lines (0,0) 5% 2 12,77 | 13,17 | 10,20 | 9,60 | 9,37
Lines (0,0) 15% 3 37,48 | 24,06 | 26,87 | 19,65 | 33,88
Lines (0,0) 25% 1 7,88 | 15,74 | 17,21 | 11,95 | 12,49
Triangles 5% 3 827 | 6,29 | 8,86 | 10,34 | 10,18
Triangles 15% 1 356 | 576 | 9,47 | 3,74 | 5,58
Triangles 25% 2 4,69 | 10,76 | 10,48 | 11,91 | 11,50

Ano ta dedopéva tou Mivakag 8 MPOKUTITOUV OPLOUEVA AELOCNUELWTO CUUMEPACHATO
YLOL TLG LEYLOTEC TAOELG TTOU epdavilovtal ota Sokipla KaTtd TN HNXOVLIKY SOKLU. ApXLKA,
napatnpeital ot pe otabepod 1o potifo mAnpwong (infill pattern), 6co auvfavetal to
nocooto nmAnpwong (infill density), avfavetal kat To 6pLo avtoxng tou Sokipiou. MNa
TAPASELYUa, cuyKpivovTag Tt Sokipla PEYLOTNG AVIOXNG Twv Melpapdtwy pe «infill
pattern Grid (0,90)», BA. Run 1°, Run 2°, Run 3°, to 6plo avtoxng avéavetal ano ta 6,04
MPa, ota 10,85 MPa kat ota 18,61 MPa avtiotolya. To amotéAeopa (VoL AVOUEVOUEVO,
KOBWC LELWHEVN TTUKVOTNTA MAEYUATOG ONpaivel AlyOTEPO UALKO LKaVO va TapaldBeL to
edeAKUOTIKO dopTio, KABWC Kol TIOAVEG LEYAAUTEPEG CUYKEVIPWOELG TAOEWY OE OhUELQ
omnou €xet adalpebel UAKO, dpa SOKIHLO ULKPOTEPNG avToXNG. EMUTA£0V, OnUELWVETAL OTL
10 Sokipo oto infill pattern Grid (0,90) pe tnv eAdxlotn mukvotnTa 5%, €XEL KAL TO
ehayioto infill line multiplier, Sivovtag akopa HikpoTtepn avrtoxr) oto Sokiplo. 2tn
ouveéxela, oocov adopad to infill pattern Lines (0,0) mapatnpeital 6tL n avénon tng
niukvotntag, av dev AndBel umtdP v kat n mapapetpog infill line multiplier tavtoxpovwg,
bev odnyel ota dla cupmepAopaTa PE TIPONYOUUEVWG. Moapatnpeltal OtL n avioxn
LEYLOTOTIOLELTAL YL TNV EVOLAPEDH TN TNG TUKVOTNTOG MARPWong 5%, otav to infill line
multiplier peylotonoteitat otnv tiun 3 (Run 5°). EmumAéov, otnv eAAXLOTN TUKVOTNTO 5%,
otav to infill line multiplier eivat 2, To 6plo avroxng mpokuntel ico pe 13,17 MPa, evw
OTav n TMUKVOTNTA HEYLOTOMOLElTal oto 25% pe 1o infill line multiplier va eival 1, to
HEYLoTO Oplo Bpauvong mpokumtel (oo pe 15,74 MPa. Me aA\a AoyLa, ol tapdpetpot infill
density kat infill line multiplier ogpeilouv va efetalovtal tautdxpova, otav to infill
pattern mapapével otaBepo. TENog, 6oov adopad ta Triangles, mapatnpeital 6tL n avioxn
peylotomnoleitat ota 11,91 MPa, 6étav PeYLOTOTOLE(TAL N TIUKVOTNTA 0To 25% Kot to infill
line multiplier .ooUTal pe 2. A€ilel va onpelwBel emiong OtL To SoKiULo PE TNV EAAXLOTN
niukvotnta 5% (Run 7°) epdavilel peyaAutepn avroxr amo to SOKIULo HECNG TTUKVOTNTOG
15% (Run 8°), kaBwg daBetel peyaAvtepo infill line multiplier.

Metafl Twv Tplwv poTiBwv mMANpwong, To Lines(0,0) evdldpecou enumédSou MUKVOTNTAC
15% kat péylotou erunédou infill line multiplier oo pe 3, epdavilel Tn péylotn avroxn,
n omola tooutal pe 37,48 MPa. H avtiotoyn tiun ya to mAéypa Grid (0,90) sivae 18,61
MPa (mukvotnta péylotn 25% katinfill line multiplier péyloto kat ico pe 3) kat 11,91 MPa
yla to Triangles (mukvotnta péylotn 25% kat infill line multiplier péco kat ico pe 2). To
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TIoLaL ATIO TLG TPELG TIAPOUETPOUG EAEYXOU ETILOPA ONUAVTLKOTEPA OTOV KABOPLOUO TOU
oplou avtoxng tou Sokiuiou, efetaletal otnv emOpevn mapdypado HE TN XPHon
OTOTLOTIKAG.

Nivakag 9: Young’s Modulus

Grid (0,90) 1 0,8 | 0,56 | 0,44 | 0,57 | 0,36
Grid (0,90) 15% 2 046 | 085 | 0,83 | 0,85 | 0,61
Grid (0,90) 25% 3 1,34 | 1,21 | 1,24 | 1,28 | 1,21
Lines (0,0) 5% 2 063 | 0,65 | 0,59 | 0,63 | 0,64
Lines (0,0) 15% 3 1,72 | 1,61 | 1,79 | 1,87 | 2,00
Lines (0,0) 25% 1 1,16 | 1,19 | 1,65 | 1,67 | 1,52
Triangles 5% 3 1,09 | 1,43 | 1,09 | 0,86 | 1,03
Triangles 15% 1 1,57 | 0,67 | 1,08 | 0,85 1,06
Triangles 25% 2 084 | 083 | 0,87 | 0,99 | 1,09

Itov Mivakog 9 CUYKEVTPWVOVTOL TA QTOTEAECUOTA YL TOV UTIOAOYLOUO TOU UETPOU
eAAOTIKOTNTOG TOU KABOEe SoKipiou. To HETpO eAaoTikOTNTOG UTIOAOYIlETOL QIO TNV KAloN
NG KAUMUANG TAoNnG-mapapopdwaons, oTo KOUUATL amod TNV apxn Twv afOvwv HEXPL TO
oplo avaloyiag, SnAadr HéEXPL TO onUeio oTo omolo N KAUMUAN EEKIVAEL va ATTOKALVEL
amnod gubela og KAUTUAN ypapun. YroAoylletal SLalpwvtag TV TAon HE TNV avIioToLXn
Tapapopdwaon o oMoLodATOTE GNUELO TNG KOUTTUANG TIPLV TO OpLo avaAoyiog.

OL mopaTNPAOELG TIOU €yLVOV YLO TO OPLO AVTOXN G cUUdwVoULV yia Ta potifa Grid (0,90)
kat Lines (0,0), 6pwc &g oupPaivel to dLo yia to potifo Triangles. Mo cuyKkekpLUEvVa, TO
METPO eAaOTIKOTNTAC eyloTonoleitat ota 1,34 GPa oto mpwto Sokipto tou Run 3° yia to
potifo Grid (0,90), 6mwg mapatnpROnke Kat yla tn pEylotn avioxn. MNa to potifo Lines
(0,0) peylotomoleital oto méunto dokiplo tou Run 5° otnv T 2 GPa. Xto (6o Run
napatnpnObnke peylotomoinon tNG MEYLOTNG OVIOXAG o€ €bEAKUOUO, OUWG OE
SlapopeTiko Sokiplo. Zto potifo Triangles n peylotonoinon Tou HETPOU EAACTIKOTNTOG
b€ oupPaivel oto (610 Run pe tn peylotomnoinon tng HEyLoTng avioxng o€ epeAkuouo. H
ehaotikotnTa peylotonoleital ota 1,57 MPa oto Run 8° 6mou n mukvotnta €ival n
evlapeon kat to infill line multiplier elval eAdyloto.

Metafl Twv TpLwv potifwy, To dokipto Lines(0,0) evdiapecou enumédou mukvotntag 15%
Kot péylotou emunédou infill line multiplier ico pe 3 eudavilel To péyloto HETPO
ehaotikotntag, (oo pe 2,00 GPa. AileL va ToVIOTEL OTL PEYLOTN avioxh o€ ePEAKUCUO
epudaviletal oto 6o Run aAla os Stadopetiko Sokipto.
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Nivakag 10: Toughness

Grid (0,90) 1 47 376 | 794 | 65,2 85

Grid (0,90) 15% 2 80,5 | 69,5 | 871 | 89,2 | 107,8
Grid (0,90) 25% 3 155,1 | 1339 | 92,6 | 136,4 | 156,5
Lines (0,0) 5% 2 223,9 | 264,3 | 118,3 | 164,2 | 120,6
Lines (0,0) 15% 3 651,1 | 208,2 | 240,3 | 156,3 | 568,8
Lines (0,0) 25% 1 39,2 | 607,5 | 242,4 | 64,8 | 1476
Triangles 5% 3 75,2 37,2 50,2 77,8 78,8
Triangles 15% 1 8,7 39 72,5 13,7 16,8
Triangles 25% 2 29,4 | 936 | 837 | 932 | 806

Jtov Mivakag 10 mopouctdlovtal TO OIOTEAECHOTA Yl TOV UTIOAOYLOMO TNG
SduoBpavototntag tou kaBe dokiuiou. H 16lotnta auth delyvel To MOGo evEpyELag ava
povada OyKou Tou amoppodAEL TO UALKO HEXPL VO OTIAOEL KOl LooUTAL e To eUBadd mou
TEPIKAELETAL PETAEY TNG KAUTTUANG O-€ KoLl Tou opl{OVTIoU dova TwV mapapopdwoswy.
YAwka pe upnAn duocBpavotétnta cuvdudalouvv uPnAn oAKLOTNTA Kot UPnAR avtoxn,
WOTE N eMLPAVELA TNEG KAUTUANG 0-€ va avavetal. Wabupd VALKA, SnAadn UALKA ULKPAG
OAKLUOTNTAG, OMWG TO KEPAMUIKA Kal o ¢aldg xutooidnpog, eudavilouv xounAn
SduoBpavototnta mapd tnv uPnAn HEYLOTN AVTOXN TOUG O EPEAKUGHO.

Ol MopaTNPNOELG TIOU £ylLVOV YlLO. TO OpPLO QAVIOXAG KOl TO METPO €AOOTIKOTNTOC
oupdwvouv yla ta potifa Grid (0,90) kat Lines (0,0), 6pwg & cupPaivel o idlo yla to
potifo twv Triangles. AvaAutikotepa, n SucBpavototnta peylotomnoleital ota 156,5
kJ/m?3 oto méumnto Sokipto tou Run 3° yia to potifo Grid (0,90). £to i6o Run, aAAd o€
Slapopetikd Sokiplo mapatnpnbnke peylotomoinon Tng OVIoXAG Kal Tou METPOU
ehaotikotntag. Na to potifo Lines (0,0) peylotomnoleital oto mpwto dokiputo tou Run 5°
otnv A 651,1 kl/m3. 3to i8lo Run kat Sokiplo mapatnpRdnke peylotonoinon tng
MEYLOTNG avioxnG o€ edeAkuoud. 2to potifo Triangles n peylotomoinon tng
duoBpavototntag cupmintel pe to Sokipo NG PEYLOTNG avtoxng oe ebeAkuouo. H
SduoBpavotdtnta peylotomnoteitat ota 93,2 ki/m3 oto Run 9° 6mou n mukvotnta ival n
péylotn kat to infill line multiplier eivat to eAdyLoto.

Metafl Twv TpLwv potifwy, To dokipto Lines(0,0) evdiapecou enumédou mukvotntag 15%
kat péylotou emunmédou infill line multiplier (oo pe 3 epdavilel ™ MEYLOTN
SduoBpavotdtnta, ton pe 651,1 kl/m3. AfileL va toviotel Ot péylotn avtoxr o€
edpelkuopo eudaviletal oto b0 akplPwg dokipto, opwe 6 ocupPaivel to dlo ya to
UEYLOTO UETPO EAAOTIKOTNTAC.

Mia mpwtn napatpnon mou odeilel va yivel adopd to yeyovog TG |Un TauTiong Twy
KOUTTUAWY O-€ KoL KT EMEKTAON TWV HETPOUMEVWY HNXAVIKWY LOLOTATWY, HETAEL TwV
SOKLULWV TTOVOUOLOTUTING YEWHETPLAC TOU 8lou Run. Auto pmopet va mapatnpnBel av
e€eTAOTOUV OL TPELC AVWTEPW TTivaKes opllovtia, SnAadn yla to idLo Run, ) Ta avtiotowa
Swaypappata (Ewkova 31 £wc Etkova 39) mou akoAouBoulv, ota omola anelkovi{ovral ot
KOUTTUAEG O-€ TWV TEVTE SOKIUiwV Tou bdlou Run, yla kaBe éva amd ta evvid Run.
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EmutAéov, otnv Ewkova 41 mapouotaovtal n e TLUA Kal oL SLOKUPAVOELG TWV TLUWV
TOU METPOU €AOOTIKOTNTACG ylo KABe Run. Mapatnpeitat Aoutov OTL eVw TO UETPO
elaotikotntag dev epdavilel peyaAn dtakupavon HETall Twv EVTe SoKLUiwY Tou KABe
Run, &gv LoxUeL To 1810 yLa TNV avtoyr o epeAkuopo (Elkova 42) kat tn SucBpavototnta
(Ewova 42). Auto efnyeital eav okedtel kaveig Tn Stadkaoia tng ekTUMWONG KOl TNV
avopoLlopopdla-0oUVEXELD TTOU AUTH SNULOUPYEL OTLG OTPWOELG UALKOU Twv SOKLiwV. To
akpodUOLo eVATTOBETEL UAIKO OTNV TPWTN OTPWON TOU KABE SOKLUIOU Kal oTn CUVEXELA
enavalappavel To (610 yla tn Seutepn Kal KABe emopevn otpwaon. Metafl Aoumov Tng
KABE oTPWONG KOLL TNG EMOUEVAG TNG LECOAAPEL Eva XPOVIKO SLACTN A OTO OTIOLO N TPWTN
EXEL MEWWOEL TN Oeppokpacio tng evw n Oeutepn aufnuévng Bepuokpaciag mou
akoAouBel evanotiBetal emdvw og autiyv. Elval avapevopevo Aowmov, ot LotnTeg va
KNV €lval opolopopdEeG KATA TNV EKTUNWON TwWV SoKLUiwy dlag yewpetpiag o kaBe Run.

Mo ouykekpluéva, oocov adopa tn duoBpauvototnta, sudavilel peyain Stakvpavon
AOyw TOU OTL efaptdtol TO0O amd TNV avtoxn ot €beAKUOUO, 00O KAl AmMod TNV
napopopdwaon Bpavong rp oAKluoTNTA Tou Sdokipiou. Kot ot U0 avwTEPW UNXOVLKEG
8LoTNTEG eMnpealovTal amo TIC OLOUVEXELEC TTIOU SNULOUPYOUVTOL KATA TNV EKTUTIWON,
OMWC OXOALAOTNKE OTNV Tponyouuevn mapadaypado. EmmAéov, n OnUELWMEVN
napapopdwon Bpavong e€0PTATAL AMO TO TMOTE TEPUATIOTNKE N UNXavr SOKLn Kal
ETOMEVWG, lval TBavo va Stadpépel and Sokipo oe Sokipwo. MNa mapddelypa, £va
Sdokiplo yla to omoio efayovtal Sedopéva PopTiOU-PETATOMIONG HUEXPL TNV TARPN
Bpavon tou avopévetal va €xel peyaAutepn SuaBpauvototnta amd £va MOVOUOLOTUTIO
SokipLo yla to omoio n okiun epeAkuopol teppaTileTal Py anod Tnv MARpn Bpauvon
Tou. AuTd €Xouv WG OMOTEAECHA TNV MEYAAN SlokUpavon Tou mapatnpeital otn
duoBpavototnta os KABe Eva amod Ta EVVLA TELPAUATA.

EmutAéov, MApATNPWVTOC TIC KAUMUAEC O-€ SLOKPIVOUUE O QUTEC £vav aplOuo
okaAomatiwy. To KABs OKAAOTIATL AVILOTOLXEL O€ pia KaTakopudn mMTwaon Tng Taonc, n
omola otn ouvéxela eite aufdvetal site mapoapével otabepr). To potifo auto, omou
napoatnpeital, emavalappavetol oplopéveg popéc. O aplBuog twv enavoAnPewv
e€aptartal kuplwg amo tn yewpetpia tou Sokiuiou. To KABe OKAAOTIATL AVILOTOLXEL OE
Bpavon f anokOAAnon HEPOUC TNG SOUNC, LE CUVETIELA TN OTLYULALO TTwon Tou ¢popTtiou.
KaBwg n Bpavon &ev eivat oAk, n umoloutn doun enavadoptiletal dpsoa, Ue
anotéAeopa to SokipLo va cuve)ilel va pépel doprtio.

H popdn twv okalomatiwyv epdaviletal oxedov o OAa Ta SLaypAUUATA. ZUYKEKPLUEVQ,
oTLG Sopég pe potifo Grid (0,90) kat Lines (0,0) n oupmnepidopd TG GOPTIONE EVAVTL TNG
ETLUNKUVONG Elval apyLKA YPOUULKA, eVw PE TN Bpavon pépoug tng dounc n ¢option
oTlypLaio TMEPTEL KAl N ocupunepldopd TNS GOPTLONEG CUVAPTHOEL TNG ETILUNKUVONG YiveTal
UN YPOUULIKN KOl OVEAQOTIKN. H pn YPOUMULKA Tieploxn eUdavilel Ta OKAAOTATIA OE
enavaAappBavopevo HotiBo HEXPL va OTIACOUV OAd Ta TURHATa TG Sounc. Xtnv Elkova
29 ¢aivovtatl duo dokipta Twv Run 1° kat Run 5°, 6mou Kal ot SUo MEPUTTWOELS N
Bpavon skivnoe mpwta otnV e€wTtepLk Soun Kal TEAelwoe oTnV ecwTtepLkn doun. Etay,
n epdavion Twv okaAomatiwy SikaloAoyeital, KaBwg ol oTIAoUEVEG SOUEC XAVOUV TNV
Kovotnta petadopdg Tou dpoptiou, evw n umtodoutn doun cuvexilel va pépel poptio.

AtileL va onuelwBOel 6TL otig Sopég pe potifo Lines (0,0) o aplBudg twv oKOAOTIATIWY TNG
KOUTTUANG O-€ LooUTAL TO TIOAU HE ToV aplOuo Twv ypappwy (lines) mou dnutoupyndnkav
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KATA TNV eKTUTIWON. MNa tapadetyua, ta dokipta tou Run 4 StaBEtouv OAa TPELG YPOAUUES
UALKOU kata tn dteuBuvon tou edpeAKuoPOU. EMOUEVWCE, OTNV TIEPLITTWON TTOU ALOTOXOUV
SLadoxLka n pia PeTA TNV GAAN, mapatnpouvtal tpia Stadoyika okahomatia (Sokiuwo 1,
3, 5), evw oOTnV TMePUMTWON TOU QOTOXOUV Tautoxpova SUo pall, moapatnpouvial
ouvoAlka SUo okaAomartia (Sokipa 2, 4).

2Ti¢ Sopég pe potifo Triangles amod tnv GAAN, n epudAvion Twv oKAAOTIATIWY EEKIVNOE UE
TNV AmoKOAANCN TWV VWV OTO CNUEL Evong TWV TPLYWVWV Kal EMELTA e TN Bpavon
NG e§wteptkng dopng. Ztnv Ewova 30 mapouotdletal n amokOAANon Twv WV OTo
onueio évwong Twv Triangles, kot adopd mepinmtwaon oe dokipo tou Run 9. TéAog, oto
Run 9° tng doung Triangles, av e€alpécou e To Sokipo 1, mapatnPoU e OTL OL KOUTTUAES
eudavilouv éva povo okalomatl HEXPL TNV MARPN Bpavon tou Sokiuiou. MPaKTIKA, HETA
TNV anokOoAAnon Twv VWV ou rapatnpeitat otn doun Triangles, dev umtdpyetl AAAn Soun
TOU UALKOU LKav val cuvexioel va mapoAapBavel to ¢optio, dpa emépXeTal OALKNA
ootoyia pEow TNG armokOAANnonc.

Ewkova 29: Anewkovion Opavong Sokipiwv
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Ewkova 30: ANELKOVLON anokKOGAAnong tvwv

Run1: grid 5 1imp
7 T T T T T
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——— Specimen 3 | ]
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Specimen 5
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Strain (g)

Ewkova 31: Run 1 Grid 5% 1IMP
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Ewkova 32: Run 2 Grid 15% 2IMP
Run3: grid 25 3im
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Ewkova 33: Run3 Grid 25% 3IMP
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Ewkova 34: Run 4 Lines 5% 2IMP
Run5: lines 15 3imp
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Ewoéva 35: Run 5 Lines 15% 3IMP
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Ewova 36: Run 6 Lines 25% 1IMP

Run7: triangles 5 3imp
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Ewkova 37: Run 7 Triangles 5% 3IMP
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Stress (o) Mpa

Stress (o) Mpa
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Ewkova 38: Run8 Triangles 15% 1IMP

Run9: triangles 25 2imp
T
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Ewkova 39: Run9 Triangles 25% 2IMP
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Ewkova 40: Ultimate Tensile Strength Variance

Lo Young's Modulus Variance

2,00 -]:-

1,50

©

o =+

O

1,00 T +

-} ——
0,50
0,00

2 3 4 5 6 7 8 9

Run

Ewkova 41: Young’s Modulus Variance
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Ewkdva 42: Toughness Variance
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6. AvaAuon amoTEAECHUATWVY

6.1 Ewaywyn 6cdopévwv oto Minitab

H televtaia paon PeTd tnv OAOKANPWON TWV TEWPAUATWY £PEAKUCHOU KOL TNG TNG
ouM\oync 6edopévwy elval n avaAuong Toug, wote va eEaxBolv Ta CupMEpAoUATA
OXETIKA HE TNV eTidpacn Twv eMAEXOEVIWV TOPAUETPWY EAEYXOU OTLG MNXOVLKEG
1810tNTEG €peAKUOUOU. TO AOYLOULKO TO OTOLO XPNOLUOTIOLELTAL YLO TIC CUYKEKPLUEVES
avaAuoelg eival to Minitab. To Minitab autopatomnolel Toug UTOAOYLOMOUG Kal TN
Snuoupyia ypadnudtwy, EMITPEMOVIAC OTOV XPNOTN VA £0TLACEL IEPLOCOTEPO OTNV
avaAuon twv SeSopévwy Kal OTNV €pUNVELX TWV ANMOTEAECUATWY. TO CUYKEKPLUEVO
OTOTIOTIKO TIOKETO E€TUAEXONKE OLOTL EVOWHATWVEL AELTOUPYLEC OMWG OXeSLACUO
nelpapatwy (DOE), avaAuon Taguchi kat ANOVA (Analysis of Variance).

Minitab - Untitied Dimitrios Andreadis - 8 x
File Edit Data Calc Stat Graph View Help Assistant Predictive Analytics Module Additional Tools
=8 | 20

Navigator

Open  Ctrl+0

trl+Shift+N

New Worksheet  Ctrl+N

[a] c2 3 ca (3 c6 a cs c 10 cn 2 <13 14 cis (a1 (a1 cig c19 -

=1 40 v+ Worksheet1 = Worksheet 2 ‘ 3

L e
& 23°C Apmic veguira.

Ewkova 43: Neppaidov tou Minitab

Ma tn dnuioupyia tou opBoywviou mivaka Taguchi, emiAéyoupe Stat > DOE > Taguchi >
Create Taguchi Design. 2to mapaBupo nou spdaviletal emhéyoupe “3-Level Design” ka
oto medio “Number of factors” emAéyoupe tov aplBuo 3, dool sival dnAadn Kat ot
TIAPAYOVTEG TOU TELpAPOTOC Tou e€etaloupe. Enewta, enmhéyoupe “Designs” Kal oto
napaBbupo mou avoiyel SloAéyoupe Tov Tivaka Lg. 2tn ouvéxela emhéyoupe “Factors”
KOlL ELOAYOULLE TOUG TIOPAYOVTEC KL TIC TLUEG TWV ETUTES WV, TTATWVTOC OK SnLoupyeitatl
o mivakag tou Taguchi.
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Minitab - thesis.mpx Dimitrios Andreadis - 8 x
Elle Edit Data Calc Stst Graph View Help Assistant Predictive Analytics Module Additional Tools
ZH S XRE O O KL Q@O & T4

Navigator >

Tagueni Design 8 WORKSHEET |
Taguchi Design

Design Summary

Toguchi Amay  L9(343)
Factors: 3
Runs: 9

Columns of L9(3*4) array: 12 3

. ar =X} c3 c4 s 6 c c8 co <10 cn cz ci cu cs c16 a7 ci8 cas | «
Infil pattern Infill density Infill line

1 Gid090) 5%
2 Gdi00)  15%
3 Gdipsn  25%
4 Lines00) 5%
5 Lines(00) 5%
6 Lines(no) 25%
7 Triangles 5%
8

Triangles  15%

o= = w v ]

9 Triangles  25%

= # 0O -4——
ENG
uk

R BC Apnicvepi. FR AR e TEL KGN

Ewdva 44: Nivakag Taguchi (Minitab)

211G otNAeg C4 Kal ETIELTA ELCAYOUE TLG ATIOKPLOELG, TIHEC WG TIPOG TLG omoleg BEAouue
va PBeltotonoliooupe. IUpdwva e tn Bewpio tou Taguchi, kaBe petprioo
XOPAKTNPLOTIKO €VOG TPOIOVTOC TO OTol0 avadEPETAL WG XAPAKTNPLOTIKO TTOLOTNTAG,
XPNOLUOTIOLELTAL YLt VO EKPPACEL TTOCO KOAA TO TPOIOV ETUTEAEL ULOL CUYKEKPLUEVN
Aewtoupyla. Avefdptnta amd Tov TPOMO KE TOV OMOl0 HETPATAL N TOLOTNTO EVOG
TPOIOVTOG - UE €va UOVO KPLTNPLO N LE cUVOLAOUO TIOAAQTAWY KpLTnplwy, N LETpnon Ba
SlaBétel éva amo ta akoAouBa Tpla xapaktnploTikd umodelkviovtag Ty KatevBuvon
TWV TMEPLOCOTEPO ETULOUUNTWV OTTOTEAECUATWV:

e TO peyaAUTtepo eival KaAutepo (larger is better).
e TO UIKpOTEPO eival kaAUTepo (smaller is better)
® TO OVOMOOTLKO gival kaAUTepo (nominal is best)

JUudwva LE TO XOPAKTNPLOTIKO TToU BEAOUUE va BEATIOTOMOLNOOUUE, EMAEYOUUE Eval
and ta Tpla kpuiplwa mowotntag. Ta Sedopéva Twv MEWPAUATWY HOG OUTO TIOU
evlladEépel elval N HEAETN TWV MOPAYOVIWV WG TTPOG TN HEYLOTN £DEAKUOTLKNA TACN, TO
MEYLOTO METPO €AOOTIKOTNTAG KoL TN HEylotn O6ucbpauoTtotnNTaC OCUVENMWG OTN
OUYKEKPLUEVN avaAuon yivetal n xpnon tou ‘larger is better’ yapaktnplotikou.
Oupiloupe 6tL 0 pOBNUATIKOG TUTIOC IOV cuvOEéeTal Ue tn ‘larger is better’ avaAuon

slvat:
S 1 1
= ~10108107, (D, ?)
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Taguchi Analysis: Max Tensile Strength 1; Max Tensile Strength 2; Max Tensile Strength 3; Max Tensile Strength 4; Max Tensile Strength 5 versus Infill pattern; Infill densit...

5 a c =] <o a @ 0 n 23 s cu s 23 ar a8 e o o
infil patter  infil density 1nfilline multplier Max Tenslle1 Max Tensilez Max Tensle3 Max Tenslied Max Tensles Young Modulust Young Modulus2 Young Modulus? Young Modulusd Young Moduluss Toughness! Toughness2 Toughnessd Toughnessd Toughnesss

% 1 604 553 376 21 223 086 036 044 037 036 a0 B 4 652 850
5% 630 1085 96 0.48 0as 083 088 0861 6 ¢ 52 8
5% 8,61 1292 1843 134 2 128 12 1364 565
% a7 1010 937 083 o 03 05 e 83 1642 0
% 748 687 ET) 172 16 7 187 200 403 1563 a8
25 1 788 72 249 3 118 55 167 152 a7, 24 s 5
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Ewkova 45: NARpw¢ cupnAnpwpévo GpUAANO epyaociog

Edbdoov o mivakag €xel MANPWCG CUUMANPWOsL Ue OAEG TIC METPAOELS yla OAa Ta
XOPOAKTNPLOTIKA TIOLOTNTAG TIOU €X0UV €TIAEYEL yla BeATioTomnoinon, To eMOUeVo Brua
elvat n avaAuon autwyv Twv SeSopévwy.

6.2 AnoteAéopota avaAUoEwWV

To Aoylopko Minitab g€dyel eukoAQ Ta AMOTEAEOUATA TNG OAVAAUONG, OO TO HEVOU
emAéyoupe Stat > DOE > Taguchi > Analyze Taguchi Design. Ito mapaBupo mou
eudaviletal, ano tnv aplotepr otnAn emAéyoupe ta dedopéva wg mpog ta omola Ba
KAVOUUE TNV avAAUCN HOC, OTN TEPLTTWON MOG N HEYLOTN €PEAKUOTIKA TAON TWV
TEPAUATWY, WOTE va gpdaviotolv oto Sduthavo mAaiclo “Response data”. Ito
napabupo nou eudaviletal matwvrtog to “Graphs” emAéyoupe poOvVo To MPWTO MAALOLO
“Signal to Noise ratios”. Avtiotolya oto mapabupo mou eudaviletal matwvrag “Analysis”
emAéyoupe kat otig SUo otAeg to “Signal to Noise ratios” katl matape OK. Enelta, oto
napabupo mou gpdaviletal matwvrag “Options” emAEyoUUEe TNV TETAPTN KOUKKISA “
larger is better”. Matwvtag dtadoxika OK eudavilovtal Ta anmoteAéopata TG AvAaAuong
Taguchi.
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ELIL IR ! X}
Navigator * | Taguchi Analysis: Max Tensi... * X
Taguchi Design B8 WORKSHEET 1

Taguchi Analysis: Max Tensile Stre Taguchi Analysis: Max Tensile Strength 1; Max Tensile Strength 2; Max Tensile Strength 3; Max Tensile Strength 4; Max Tensile Strength 5 versu...
Taguchi Analysis: Max Tensile Stre..

General Linear Model: SNRAT vers.. Analysis of Variance for SN ratios
Source DF SeqSs AdjSS AdjMs F P
Infill pattem 2 82324 82324 41,1622 8333 0012

Infill density 2 40821 40821 204104 4162 0023

Infill line multiplier 2 17076 117076 585378 11936 0,008
Resi or 0981 0981 04904
Total 8 241202

Linear Model Analysis: Means versus Infill pattern; Infill density; Infill line multiplier

Estimated Madel Coefficients for Means

ar c21 a3 c4 cs [ c ca [ - cn [B
Infill pattern  Infill density Infill line multiplier Max Tensile Strength 1 Max Tensile Strength 2 Max Tensile Strength 3 Max Tensile Strength 4 Max Tensile Strength 5 SNRA1
1 Grid(0,90) 5% 1 604 553 376 217 223 96292
2 Grid0.90) 15% 2 630 7.99 1085 9,10 963 184043
3 Grid0.99) 25% 3 1861 15.74 1292 16.96 1843 241246
4 Lines(0.0) 5% 2 1277 13,17 1010 9,60 937 205599
5 Lines(0.0) 15% 3 37.48 2406 26,87 19.65 3388 283647
6 Lines(0.0) 25% 1 7.88 15,74 17.21 11.95 1249 213157
7 Triangles 5% 3 827 629 886 10.34 1018 184409
8 Triangles 15% 1 3.56 576 947 374 558 134926
9 Triangles 25% 2 469 10,76 1048 1.91 1150 18,0739
10
n
12 .
1 4 ¥+ Worksheet 1 ] 3
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Ewkova 46: AntoteAéopata availvong Taguchi

Main Effects Plot for SN ratios
Data Means

Infill pattern Infill density Infill line multiplier

Mean of SM ratios

T T T T T
Grid(0,90) Lines(0,0) Triangles 5% 15% 25% 1 2 3

Signal-to-noise: Larger is better

Ewkdva 47: Main Effects Plot for SN ratios (Max Tensile)

O Adoyoc onpatog pog B6puPo (S/N ratio), HeTPA TNV gvaLoONGia TOU XAPAKTNPLOTIKOU
TIOLOTNTAG TIOU OLEPEUVATAL UE EAEYXOUEVO TPOTO OTOUC TIAPAYOVIEG EMNPENCHOU
(mrapayovteg BopuBou) mou Sev eAéyxovtal. O 0TOXOC OMOLOUSHTIOTE TTELPAUATOC, ElvOL
navta va npoodloplotel o uPnAdtepog Suvatog Adyog S/N yla to amotéAsopa. Mua
uPnAR T tou S/N uTtodnAwveL OTL To oApA lvatl TIOAU PeYAAUTEPO altd TLG TUXALEC
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emdpaocelg Twv napayoviwv BopuBou. O oxedlacudg tou mpoidvtog [ n dadikacia
enefepyaciag mou eival clpudwvn pe tov uPnAotepo Adyo S/N amodidel mavra T
BéAtiotn mowotnta pe elaylotn Stakvpaveon. H avaluon S/N €xel oxedlaoTtel yla tn
HETPNON TIOLOTIKWY XOPOAKTNPLOTIKWV.

Ano tnv Ewova 47 BEATIOTOG ouVOUAOUOG TOPAYOVIWV Eilval AUTOC TIOU E€XEL TIG
vPnAotepeg TIHEG SNR, SnAadr) ol koukkideg oto Staypappa ou Bpiokovtat upnAotepa
o€ OX€on HE TIC UTOAOLEG o€ KABe mapdyovta. ITO OUYKEKPLUEVO Sldypappa o
BéATioTog ouvbuaouog mapayoviwy dpaivetal va ival o [Lines(0,0),25%,3], o onolog dev
UTINPXE OTO TElpapd pog. Emiong amo tnv Etkdva 46 mopatnpoU e OTL TPOOoTEONKE pLa
akopn otiAn tou «SNRA1», 6mou n uPnAdtepn tyur SNR eival 28,3647dB kal avtiotolyel
oto meipapa 7.

ITn ouvéxela Ba mpoxwprnooupe otn dle€aywyn tng availuong dtakupavong (ANOVA),
omou Ba SLAMIOTWOOUUE TNV €Midpacn MoU £XEL 0 KABE MAPAYOVTOG OTO GUVOALKO
nelpapa. Ao to pevou emidéyoupe Stat > ANOVA > General Linear Model > Fit General
Linear Model kat oto mapaBupo mou epdaviletol EMAEYOUUE OTNV APLOTEPN OTAAN
“SNRA1” kat matape “Select” wote va eudaviotel oto mAaiolo “Responses”. Itn
OUVEXELD, ETUAEYOULE OAOUG TOUC TIAPAYOVIEG TOU TELPAUATOC Kol adou
EVEPYOTOLOOUE TO TMAallolo “Factors” mataue “Select” yia va epdpavictolv oe auTo.
‘Enetta, oto mapabupo mou eudaviletal matwvtag “Results” oto mAaiolo “Display of
results” eml\éyoupe “Expanded tables” kat otn ouvéxela matape Swadoyika OK,
eudavilovral ta anoteAéoparta tng avaluong ANOVA.

File Edit Data Colc Stat Graph View Help Assistant Predictive Analytics Module Additional Tools

=H S Xk Ox: @0 =
Navigator - Taguchi sis: Max Tensi
Taguchi Design B WORKSHEET 1

Taguchi Analysis: Max Tensile Stre. Taguchi Analysis: Max Tensile Strength 1; Max Tensile Strength 2; Max Tensile Strength 3; Max Tensile Strength 4; Max Tensile Strength 5 versu...
Taguchi Analysis: Max Tensile Stre..
General Linear Model: SNRA1 vers.. 3 1667 217 364

Deita 674 4% 383 | General Linear Model x

Rank 2 3 1
Responses:

Factors:
“Inill paern’ ‘nfil denssy' ‘Wil line muftplier

Response Table for Means

M Tensle Strer
Infill Infill Infill line o SHRAL
Itiplier

a=

Covariotes:
Rank 1
Main Effd Main Effects Plot for SN ratios
w P o ) e Data vea
. | o | e | gt || spreme | 7
i

- 3 Halp o Cancel

+ a1 -7 L= s s 6 (o) 8 @ . (s o
Infill pattern  Infill density Infill line multiplier Max Tensile Strength 1 Max Tensile Strength 2 Max Tensile Strength 3 Max Tensile Strength 4 Max Tensile Strength 5 SNRA1
4 Lines(0,0) 5% 2 12,77 13,17 10,10 9,60 937 20,5599
HLiHESiO,D‘; 15% 3 3748 24,06 26,87 19,65 3388 283647

6 Lines(0,0) 25% 1 788 1574 17.21 11,95 1249 213151
7 Triangles 5% 3 827 6,29 8,86 10,34 1018 18,4409

8 Triangles 15% 1 3,56 576 947 374 558 134926

b+ Worksheet 1
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Ewkova 48: Bpata availvong ANOVA

Sep-23



AutAwpatikn Epyacia — Avépeddng AnpAtpLog

file Edit Data Calc Stat Graph View Help Assistant Predictive Analytics Module Additional Taols
=) =

Navigator ¥ | Generall

Model: SNR. v x
Taguchi Design B WORKSHEET 1
Taguchi Analysis: Max Tensile Stre. General Linear Model: SNRA1 versus Infill pattern; Infill density; Infill line multiplier
Toguchi Analysis: Max Tensile Stre..

General Linear Model: SNRAT vers._. Factor Information

Factar Type Levels Values

:::::

iier  Fixed

Analysis of Variance

Source DF SeqSS Contribution AdjSS AdjMS F-Value P-Value
Infill pattern 2 8234 3473% 82324 419622 8393 0012
Infil o

Infil
Error
Total

Model Summary

$  Resq Resqladj) PRESS Re-sqipred) AlCc  BIC
0700295 99,59% 9837% 19,8617 91.77% BT
T c2T ca c4 cs c6 7 <8 c cio cn ci~
Infill pattern  Infill density Infill line multiplier Max Tensile Strength 1 Max Tensile Strength 2 Max Tensile Strength 3 Max Tensile Strength 4 Max Tensile Strength 5 SNRA1
4 Lines(0.0) 5% 2 12,77 1317 10,10 9,60 937 205599
5 L 15% 3 37.48 2406 26,87 19,65 3388 28,3647
6 Lines(0.0) 25% 1 7.88 15,74 17.21 11,95 1249 213151
7 Triangles 5% 3 827 6,29 886 1034 1018 18,4409
]

Triangles 15% 1 3.56 576 947 374 558 134926
* +  Worksheet 1 4 »
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Ewkova 49: AnoteAéopata ANOVA

Jtnv Ewova 49 ¢aivetal o mivakag Le Ta amoteAéopata TG avaiuong Slakupavong
(ANOVA) 6ivovtag wg “response data” 1o SNRAL twv HEYLOTWY EPEAKUCTIKWY TACEWV.
Jtov mivaka OTL 0 KABe MapAyovtog ToU €EETACOTNKE OTO MElpAUA, AVOPEPETAL WG
“Source”. Ta mTo PaocKA OTOWKELD Yyl TNV €pUNnVela Tou Tivaka €ival n otnAn
“Contribution”, “F- value”, “P-value” kat ano to “Model Summary” to “R-square”.

R? (R- square): Eival To tooootd et tolg ekatd (%) TG amdkALonG TNV AmOKPLon TToU
g€nyeital and to povtélo. Ooo uPnAdtepn sivat n T tou R?, tOoo KaAUTEpa TO
HoVTEAO Ttatpldlel pe ta Sedopéva. To R? kupaivetat tdvta petafy 0% kat 100%. 1o
“Model Summary” n T tou R? givat 99.59%, pia oxeTikd uPnAnf TR N onoio onpaivel
OTL oxedov 1o 99.59% tN¢ peTaPANTOTNTAC TOU HOVTEAOU £€nyeital amod OAoug Toug
TapAyovies. To umoAouto mocootd to omoio eivatl 0.41%, avadépetal oto odpAApa
(error) Tou povtéAou Kkat eivat n petafAntotnta n omolia dev punopet va e€nynOei amnd 1o
6ebouévo povtéo. Mevikd to odAApa 600 ULKPOTEPO Elval, TOGO TO KAAUTEPO.

Contribution: Epdavilel to mooooto mou kabe mapadyovrtag (Source) otov Tmivaka
ANOVA ouvelodpépel oto ouvoAlkd Sladoxlkd aBpolopa tetpaywvwv (Seq SS).
YPnAotepa moocootd UTIOSELKVUOUV OTL O TTAPAYOVTAC CUVELCDEPEL TTIEPLOCOTEPO OTNV
amokAlon tng amokplong. XItov mivaka ANOVA, 1o moOo00TO OUVELOHOPAG TOU
napayovta “infill pattern” ivat 34.13%, tou mapayovta “infill density” 16.92% kat
tou mapayovta “infill line multiplier” 48.58% , T0 MOCOOTO OUVELOPOPAG TOU
odalpatog “Error” 0.41%.

F-value: H tun F (F-value) eivat o Adyog Tou PEGOU TETpAYWVOU AOYwW EVOG TapAayovTa
KOLL TOU LEOOU TETPAYWVIKOU 0PpAApaTOC. Mia peydAn tiun F onuaivel 0tLn enibpoaon
QUTOU TOU TtapAyovTa £ival HeyAaAn o€ cUyKpLon e TN Slakupavon Tou ohAAUATOC.
Eniong, 600 peyaAutepn n TN, TOCO TIO CNUOVTIKOG £lval auTtdg 0 tapAyovTag va
ennpealel tnv amnokpon NG OSwadkaoiag. Etol, oL TWEG F  pmopouv va
XpnotgornotnBouv yla TV Taflvopunon Twv mapayoviwy. Mo tiun F Hikpotepn amo tn
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povada onuaivel 6tL n enidpacn Tou mapdyovta ival pPKpOTeEPN amo To opAAL TOU
povtélou. Mwa tiun F peyaAltepn amd dUo onuaivel 6tL o mapdayovtag dev elval
OPKETA MIKPOG, €VW HeYaAUTepn amd TECOEpA onuaivel OtL n enidpacn ToU
TlapAyovTa ival apkeTa Heyain. Itov nivako ANOVA ot Tipég F yla Toug mopayovTteg
LE OELPA KATATOENG TNG EMISPAONE TOUG ATIO TNV HEYOAUTEPN OTNV HIKPOTEPN €lval
“infill line multiplier” pe ©un F 119,36, “infill pattern” pe 83,93 kat “infill density” pe
41,62 avtiotolxa.

P-value: H tiun P (P-value) ival pio mbavotnta mov PeTPAEL TNV EVOELEN KATA TNG
unéevikng umoébeong (null hypothesis). Ou xaunAdtepeg mbavotnteg mapExouv
LOXUPOTEPN EVOELEN KATA TNEG UNOEVIKAG UTIOBEONC. Mo va TTPooSLOPLOTEL €AV N OXEON
HETAEL TNG amokplong Kal KABe Opou OTO POVIEAO €lval OTATIOTIKA ONUAVILKN,
OUYKpLVETAL N TLWA P TOu Opou e To eMimeSo oNUAVIIKOTATAC YLl TNV aloAdynaon TG
unéevikng umoBeong. H undevikn unoBeon oxupiletal 6tL Sev umtdpxeL oxEon HETOEY
Tou Opou KoL TNG amokpong. uvnbwg, €va emimedo onuavrtikotntag a=0,05
Aewtoupyel kaAa. Eva eninedo onuavtikotntag 0,05 unodetkviel kivbuvo 5% yla va
KOTOANEOUUE OTO CUUMEPOOUA OTL UTIAPXEL OXECHN, EVW OTN TPAYyUATIKOTNTO Sev
volotartal.

P-value <=0,05: H ox€on €ival oTATIOTIKA ONHAVTIKA

Edv n tun p elvat pikpdtepn f lon pe to eninedo onUAVTIKOTNTAC, UMOPOUUE Vo
KOTOANEOUE OTO CUUMEPACHA OTL UTIAPXEL OTOTIOTLKA ONUAVTLIKI) OXEON UETAEY TNG
HETAPBANTAG QIOKPLONG KOLL TOU OPOU.

P-value > 0,05: H oxéon 8€v €lval OTATIOTIKA GNHOVTLKI)

Eav n Tun p elvatl peyoAitepn amod 1o enmedo onuavTikotntog, §gv UMOPOUUE va
KATAANEOUE OTO CUUMEPOOHA OTL UTIAPXEL OTATLOTIKA ONUOVTLKI) OXEon METAEL TNG
METAPBANTAG amokplong KoL Tou Opou. Mmopel va yivel emavatomoBétnon Tou
HoVTEAOU Xwpig Tov Opo.

Ztov mivaka ANOVA n tun P tou mapayovta “infill line multiplier” eivat 0,008 < 0,05,
Tou mapayovta “ infill pattern” eivat 0,012 < 0,05 kat Tou apayovta “infill density”
€lvat0,023< 0,05 €MOPEVWG CUUTIEPAIVOUE OTL OAOL OL TTAPAYOVTEC E(VOL OTATLOTIKA
onUavTLKol.

Nivakag 11: Factor information

Factor Information

Factor Type Levels Values

Infill pattern Fixed 3 Grid(0,20); Lines(0,0); Triangles
Infill density Fixed 3 5%; 15%; 25%

Infill line multiplier Fixed 31,23
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Nivakag 12: Analysis of Variance (Max Tensile)

Analysis of Variance

Source DF Seq SS Contribution Adj SS Adj MS F-Value P-Value
Infill pattern 2 82,324 34,13% 82,324 41,1022 8393 0,012
Infill density 2 40,821 16,92% 40,821 204104 4162 0,023
Infill line multiplier 2 117,076 48,54% 117,076 58,5378 11936 0,008
Error 2 0,981 041% 0981 0,4904

Total 8 241,202 100,00%

H (6o Stadikaoia emavalapBAavetat Kal yLo Ta UTIOAOUTA TIOLOTIKA XAPAKTNPLOTIKA. Mo
AGyoug ouvtopiag 6uwg, Ba MoPoUCLAOTOUV HOVO TA ATOTEAECHATA TWV AVOAUCEWVY,
KaBwc¢ ta Bripata enavalappavovtal autovola.

- Dimits Andre: - x
File Edit Data Calc Stat Graph View Help Assisiant Predictive Analytics Module Additional Tools
EHS XBh 9 OAE QO bR
Navigator = Taguchi Design ~ %
Taguchi Design B WORKSHEET 1 B
Taguchi Analysis: Max Tensilel Stength 1, Max. Taguchi Design

Taguchi Analysis: Young ModulusT; Young Mod...
Taguchi Analysis: Toughness1; Toughness2; Tou_.

General Linear Modek: SNRA2 versus Infil patt Design Summary

General Linear Model: SNRA3 versus Infill patt Taguchi Array  L9(3*3)
Factors: 3
‘General Linear Model: SNRA1 versus Infill patt... Runs: g

Calumns of L9(3"4) array: 12 3
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Ewkova 50: MARpng nivakag anoteAeopdtwv Taguchi
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Main Effects Plot for SN ratios
Data Means

Infill pattern Infill density Infill line multiplier

Mean of SM ratios

Grid(0,20) Lines(0,0) Triangles 5% 15% 25%

Signal-to-noise: Larger is better

Ewkova 51: Main Effects Plot for SN ratios (Young Modulus)

Main Effects Plot for SN ratios
Data Means

Infill pattern Infill density Infill line multiplier

Mean of SM ratios

Grid(0,90) Lines(0,0) Triangles 5% 15% 25%

Signal-to-noise: Larger is better

Ewkova 52: Main Effects Plot for SN ratios (Toughness)
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Analysis of Variance

Source DF Seq SS Contribution Adj SS Adj MS F-Value P-Value
Infill pattern 2 22,799 22,12% 22,7991 11,3985 2362 0,041
Infill density 2 33,953 32,94% 33,8525 16,9763 35,18 0,028
Infill line multiplier 2 45,352 44,00% 45,3523 226761 4699 0,021

Error 2 0965 0,94% 0,9651 04825

Total & 103,069 100,00%

Ewkdva 53: Analysis of Variance (Young Modulus)

Analysis of Variance

Source DF Seq SS Contribution Adj SS Adj MS F-Value P-Value
Infill pattern 2 214,987 55,88% 214,987 107,494 1848 0,051
Infill density 2 3,848 1,03% 3548 1974 034 0747
Infill line multiplier 2 154,164 40,07% 154,164 77,082 13,25 0,070

Error 2 11,634 302% 11,634 5817

Total 8 384,733 100,00%

Ewkdva 54: Analysis of Variance (Toughness)

2tnv Ewdva 51 kat Ewkéva 52 mapouocidlovtal ta Staypdppata Twv emdpAcEwy Twv
TMAPAYOVIWY ylo TN Meylotomoinon Tou  METPOU  €AACTIKOTNTOG, KAl  TNG
ducBpavototntag avtiotowa. O BEATIOTOG OUVOUAOUOC TOAPAYOVIWY TIOPAUEVEL O
[Lines(0,0),25%,3]. Auto mou onpelwvetal BERata elvat n pkpn amokAon Twv Adoywv S/N
Tou mapdyovta TocootoUu TANpwong (infill density) otn mepimtwon tng HéyLoTNG
SduoBpavototntag, kabwg evallayn twv Aoywv S/N mapayovta potifou (infill pattern)
petagL Grid(0, 90) kat Triangles.

Amo tn avaiuon (ANOVA) napatnpoU e Ta e€AG afloonueiwta:

» T tn peylotonoinon tng SucBpauoTOTNTAG, TO MOCOOTO CUVELGPOPAC TOU HoTiBou
(Infill pattern) unep£Pn auti Tou mMoAAamAaciacth ypappwyv mAnpwong (Infill line
multiplier). H ouvelodopad tou mocootou mARpwong (Infill density) eivat 1,03%, n Twun
F=0,34 eival pkpOTEPN TOU 2 ONUALVEL OTL EMISPACH TOU TIAPAYOVTA HLKPI EVW UE
TR P=0,747>0,05 onuaivel O0tL o mapayovtac SV Elval OTOTIOTIKA ONUAVTLIKOG.

» Ano tnv GAAn, ylo T Heylotonoinon Tou UETPOU €AAOTIKOTNTA N cuvelohOopd Tou
nocootol TANpwong (Infill density) épxetar &eltepr) peTd TO TMApPAyovTA TOU
TMOAAMAQOLAOTH YPAUUWY TIANPWONG, €VWw OAOL OL TIAPAYOVIEG €XOUV HEYAAN
enidpaon Kal lval OTATIOTIKA ONUOVTIKEC.
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6.3 AvalAuon emavoAnPLlpotntog LETPROEWV

H emoavaAnuotnta HETPAOEWV avadEPETAL OTNV LKAVOTNTA €VOG METPOU N HLOG
HMETPOAOYIKAG Sladlkaolag va TapAyelL CUVEMELG amoteAéopata kabe ¢opd mou
npaypatonoleitat n pétpnon. H emavaAnPuuétnta ota melpapata heAKUCUOU
amoteAel onUAVTIKA €vvola OTOV TOMEA TWV UALKWY, TNG MNxavikng. Etol sival
amapaitnto va €EETOOTEL ylo TOV EKTUMIWTHA MOG WOTE v KATAAABOUUE av KAmola
TIAPAUETPO EAEyXOU eMnpealel TNV emavaAnPuotnta twv tng diepyaciag. To Minitab
xpnotomnowwvtag tnv avaluon “one way ANOVA and Tuckey test” Sivel tn duvatotnta
va SLamoTWooU UE €AV oL EaoL 6pol amo dtadopa cUVOAA i} CUVONKEG Elval onNUAVTIKA
Slapopetikol petafl touc. Itn MeplMtworn pog Ba afLOAOYCOUUE TIOLO TIAPAETPOG
eAEéyxou elval onuavtikd SLapopeTiki amod tnv AAAn. Ano to pevol emiléyoupue Stat >
ANOVA > One-way ANOVA, oto mapaBupo mou epdaviletal ETUAEYOUE TNV TAPAUETPO
eAEéyxou Tou eMIBUOUUE Kal TNV anokplon tnv onoia Ba eEetdooupe. Enelta ano tnv
ermthoyny Comparisons erihéyoupe 2 “Tuckey test” kot matape dtadoyika ok.

OL amokploelg mou BEANoupe va e€eTtdooupe adopouv TV HEan TN (mean value) tg n
HEYLOTNG ebeAKUOTIKAG Taong (Max Tensile), To pétpo ehaoctikotntag (Young Modulus)
Kat n duoBpavototnta (Toughness) KABWC Kot TIC TUTILKEG amokAloelg autwy. EToL n
avaAuon aut) B6a pag emTpéPeEl TNV TAPATAPNON TNG ONUAVIKOTNTAG KABe
TIAPOUETPOU EEXWPLOTA. 2TOUG TTAPOKATW TtivakéC (Mivakag 13 kat

Mivakag 14) mapouoialovtal ta amoteAéopata tou Tuckey test Twv mMapopéTpwv
eENéYXOU WG TPOG Tn HEON TWA Kal tn SlakVpavon TwV OoIMOKPIoEWV “UEéyLoTn
€DEAKUOTIKA TAON, LETPO EAAOTIKOTNTOG KaL SuaBpauototnta” Twv MEVTE SoKIUwWY KABe
Run.

Nivakag 13: AnoteAéopata pEong TLUNG anokpioswv (Tuckey test)
a) MeanMaxTensile versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence

Infill pattern N Mean Grouping
Lines(0,0) 3 1748 A
Grid(0,90) 3 975A
Triangles 3 80%9A

Means that do not share a letter are significantly different

b) MeanYoungModulus versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence

Infill pattern N Mean Grouping
Lines(0,0) 3 1,288 A
Triangles 31,0233 A
Grid(0,90) 3 0845 A

Means that do not share a letter are significantly different.
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c) MeanToughness versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence

Infill pattern N Mean Grouping
Lines(0,0) 3 2545 A
Grid(0,90) 3949 B
Triangles 3 56,7 B

Means that do not share a letter are significantly different.

d) MeanMaxTensile versus Infill density
Grouping Information Using the Tukey Method and 95% Confidence
Infill
density N Mean Grouping
15% 3 1426 A
25% 3 1315 A
5% 3 T7T91TA

Means that do not share g letter are significantly different.
e) MeanYoungModulus versus Infill density

Grouping Information Using the Tukey Method and 95% Confidence

Infill

density N Mean Grouping
25% 3 1,206 A

15% 3 1,188 A

3% 3 0762 A

Means that do not share a letter are significantly different.

f) MeanToughness versus Infill density
Grouping Information Using the Tukey Method and 95% Confidence

Infill

density N Mean Grouping
15% 3 16TA

25% 3 1438A

5% 3 1016 A

Means that do not share a letter are significantly different.
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g) MeanMaxTensile versus Infill line multiplier

Grouping Information Using the Tukey Method and 95% Confidence

Infill line

multiplier N Mean Grouping
3 3 17.90A

i 3 9881TA

1 3 754A

Means that do not share a letter are significantly different.

h) MeanYoungModulus versus Infill line multiplier

Grouping Information Using the Tukey Method and 95% Confidence

Infill line

multiplier N Mean Grouping
3 3 1,385A

1 3 1,014 A

2 30,7573 A

Means that do not share a letter are significantly different.

i) MeanToughness versus Infill line multiplier

Grouping Information Using the Tukey Method and 95% Confidence

Infill line

multiplier N Mean Grouping
3 3 187T9A

2 3 M37A

1 3 1044 A

Means that do not share a letter are significantly different.

Nivakag 14: AnoteAéopata dtakupavong anokpicewv (Tuckey test)

a) STDmaxTensile versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence
Infill pattern N Mean Grouping

Lines(0,0) 3 379A

Triangles 3 2081TA

Grid(0,90) 3 1747 A

Means that do not share a letter are significantly different.
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b) STDYoungModulus versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence

Infill pattern N Mean Grouping
Triangles 302191 A
Grid(0,90) 30,1408 A
Lines(0,0) 30,1393 A

Means that do not share a letter are significantly different.
c) STDToughness versus Infill pattern

Grouping Information Using the Tukey Method and 95% Confidence

Infill pattern N Mean Grouping
Lines(0,0) 3 1742 A
Triangles 3 24,03 B
Grid(0,90) 3 20,07 B

Means that do not share a letter are significantly different.
d) STDmaxTensile versus Infill density

Grouping Information Using the Tukey Method and 95% Confidence
Infill

density N Mean Grouping

15% 3 338A

25% 3 2,660 A

5% 31,5719 A

Means that do not share a letter are significantly different
e) STDYoungModulus versus Infill density

Grouping Information Using the Tukey Method and 95% Confidence
Infill

density N Mean Grouping

15% 30,2209 A

5% 30,1400 A

25% 30,1383 A

Means that do not share a letter are significantly different.
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f) STDToughness versus Infill density

Grouping Information Using the Tukey Method and 95% Confidence
Infill

density N Mean Grouping

25% 3 044A

15% 3 893A

5% 3 346A

Means that do not share a letter are significantly different.
g) STDmaxTensile versus Infill line multiplier

Grouping Information Using the Tukey Method and 95% Confidence

Infill line

multiplier N Mean Grouping
3 3 335A

1 3 2331 A

2 3 1937 A

Means that do not share a letter are significantly different.

h) STDYoungModulus versus Infill line multiplier
Grouping Information Using the Tukey Method and 95% Confidence
Infill line
multiplier N Mean Grouping
1 30,2582 A
3 30,1367 A
i 30,1042 A

Means that do not share a letter are significantly different.

i) STDToughness versus Infill line multiplier
Grouping Information Using the Tukey Method and 95% Confidence
Infill line
multiplier N Mean Grouping
1 3924 A
3 3 908A
2 3 351A

Means that do not share a letter are significantly different.

OLmAnpodopieg mou avtAoUvTaL Ao TOUC MAPATAVW TIVOKES elval tdlaitepa WhHEALUEG.
Juykekplpéva amo to MNivakag 13 BAEmou e OTL oL mapapetpol eA€yxou Lines(0,0), infill
density (15%) kat infill line multiplier (3) amodidouv tn péylotn PEON TIUN EPEAKUOTIKIG
Taong kot SuaBpavototntag. MNa tn HEon TLUH TOU HETPOU EAACTIKOTNTOG OL TIAPAETPOL
eAéyyou Lines(0,0), infill density (25%) kat infill line multiplier (3) epdavicav tn péylotn
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. Ano to Nivakag 14 Eexwpiloupe t mapdpetpog Lines(0,0) n omoia anodidet
HEYLOTN HEaN TN StakVpavong wg tpog tn ducBpavotdtnta. OAa Ta mapanmavw cxoAla
napatnpenOnkav KoL o0To MPonNyoUEVO KEPAAALO KATA TNV AVAAUGCT TWV SLaypOoUUATWY
Taong-mapapdépdwong.

JKOTOG OUWG TNG avaAuong Tuckey eilval va eudaviosl molol mMapApeTpol eival
onuavtika OSladopetikol petafl Toug. Autd Tapatnpeital otn mepMTwon TG
napapétrpou infill pattern wg npog tn SucBpavotoTNTA TOCO YA HECN TUR O0O0 Kol yLo
TN HEON TN TNG SlaKUavVonG. ZUYKEKPLUEVA N TtapAEeTpog Lines(0,0) eival onpavtka
Slapopetikny He TG mapapétpoug Grid kat Triangles 6oov adopd tn SucBpavototnTa.
AUTO eTuPBeBalwVEL TIC TTAPATNPINOELG TTOU £YLVOV OTO TIPONYOUUEVO KEDAAALO OGOV
adopa tnv anddoon tTwv THwWV ducBpavototntag. H SucBpavototnta de pumopel va
afloloynBel aflomiota ota MELPAUOTA HaC.
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7. ZupmnepAaopota Kot LEAAOVTLKEG EPYOLOLEG

Adetnpla ¢ mapovoag SUTAWMATIKAG Epyaciog NTav Taxela EEAEN Twv TEXVOAOYLWY
MpooBetikn Kataokeung (Additive Manufacturing), ot omoie¢ mAéov Bpilokouv TOAAEG
edpapuoyég Kal xpnolpomnolouvtal yia S1adopous okomoug Kol TOUELS. ZUYKEKPLUEVA, N
texvoloyia FDM, n omoia eival n mAéov eupéwe Stadedopévn péow Twv eAeVBepwv
kowvotnTtwv Open Source, Sivel KivnTpa yLa TNV payuatonoinon KoL tnv avamntuén tdewv
HE okomo tn BeAtiwon tng.

H texvoloyia FDM eival pla ouvOetn katepyaoia mou mapouctalel peyaAn duokoAia
otov KOOOpLoHO Tov PBEATIOTWV TOPAMETPWY yla TNV KOAUTEPN TOLOTNTA TOU
avTIKELHEVOL (Slaotaololoyikn akpifela, emudavelakr TpaxlTNTA, KUNXOAVLKN avtoxn).
JKOTOG TNG MapoVoOG SUTAWUATIKAG EPYACLOC NTAV VO EEETACEL OPLOUEVES TTAPOAUETPOUG
Katepyaoiag Stapopdwong TNG ECWTEPLIKAG SOUNE WG TIPOC TNV EPEAKUOCTLKN AVIOXN
MPOTUTTWY  SOKIUiwV Tou ouvBétou UAkoU PACF. OL mopdyovteg €A£yXou TOU
EMAEXONKaV yla T HEAETN NTav to potifo mAnpwong (infill pattern), n mukvotnta
mAnpwong (infill density) kat o moAlamAaciaot¢ ypapung mAnpwong (infill line
multiplier). Mo to okomo auto £ylve oXeSLAOUOG TEPAUATWY KOL YLt TV amoduyr| Tou
TIA)POUC TTAPAYOVTLKOU OXESLAOUOU ETUAEXONKE 0 oXeSLAOUOG MElpapdTwy Tou Taguchi.
To meipapa pag ¢hofevnBnke amod évav Ly opBoywvio mivaka. Evvid ekteA£oelg
EKTUTIWOEWV TIpOypoTomoOnkav  Omou KABe ektéAeon mepleixe mévie Sokipta
edpelkuopov. MNa kabe dokiulo mpaypatomnol)Onke epeAkUOUOG dla TNG UnXavn¢ Instron
4482 mou Slobétel To epyaotriplo Texvoloyiag Twv Katepyaowwv. Anod ta mepapata
e€nxdnoav oL kapmuAeg Taong-Napapdpdpwonc, HECW TwV OTOLWV poodlopioTnkav n
HEYLOTN £PEAKUOTIKN TAON, TO UETPO €AaoTikoTnTOG Kol n duoBpavotdtnta. Enelta,
npayuatonolndnke n availuvon tou Taguchi kat n avaluon Stakupavong ANOVA wote
va afloAoynBolv oL MopAPETPOL TTOU ETUAEXONKAV.

To cupmnepaopata ou poékuyav amno tnv avaluon Twv dedopévwv (ANOVA) £delav
OTL a€LOAOYWVTAC TO XOPAKTNPLOTIKO TNC MEYLOTNG EGEAKUGTLKAC AVTOXNC, O TAPAYOVTOG
Tou moAlamAaoctaoth ypoppwv mAnpwong (infill line multiplier) Atav autdg mou
ETNPEOOE MIEPLOCOTEPO TNV KATEPYOOLA LE TTOO0O0TO 48,58%, £melta To HoTiBo mMANpwong
(infill pattern) pe mooootd 34,13% kat Té€Ao¢ n mukvotnta mAnpwong (infill density) pe
nooootd 16,92%. Ocov adopd TN HEYLOTOMOINON TOU METPOU EAACTIKOTNTAC O
mapayovtag Tou moAamAaolaotr ypappwv mAnpwong (infill line multiplier) emnpéaoce
TIEPLOCOTEPO TNV KATEPYOOLA PE TOOOOTO 44%, £mMelta n mukvotnta mAnpwaong (infill
density) pe mocooto 32,94% kat to potifo mAnpwonc (infill pattern) pe mooootd 22,12%.
TEAOG, ylol TN HEYLOTOMOLNON TOU XOPOKTNPELOTIKOU TNG ducBpauotdtntag oL KUplot
napayovteg eival to potifo mAnpwonc (infill pattern) pe mocootd 55,88% kal o
Tapayovtag Tou moANamAacLlaotr ypappwyv mAnpwaong (infill line multiplier) pe mocooto
40,07%, evw n mukvotnta mAnpwong (infill density) dev deixvel va €xeL onuavtiki

ETppoN.

O BEATLOTOG CUVOUAOUOC TTAPAUETPWY EAEYXOU TIOU TIPOEKUE oo TNV avaAuon Taguchi
KOLL YLOL TOL TPLOL TTIOLOTLKA XOPOKTNPLOTIKA NTaV yia To potifo mAnpwong (infill pattern) to
Lines(0,0), ywa to mooootd mAnpwoncg (infill density) to 25% kal yla tnv TWUA TOU
noAamAactaoth ypappwy mAnpwong (infill line multiplier) ton pe 3.
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H pelétn twv amoteAeopdtwyv Oelxvel Ta avapevopeva, to potifo mAnpwong (infill
pattern) pe Lines(0,0) mapdAAnAeg otn SievBuvon doéptTiong amodidel tnv KAAUTEPN
eDEAKUOTIKN avVTOXI), UEYAAUTEPO UETPO eAaoTKOTNTAG KaBwg SuaBpavototntag. To
6o oupPaivel pe tn mapapetpo tou «infill line multiplier» kat tou «infill density»
HEYOAUTEPO VOUUEPO OUVETMAYETOL KAAUTEPN TOLOTNTA OUVTNENG METAEU TWwV
evanoBécewv dpa kot KaAUTepn eHEAKUOTIKN avToxh).

Otavovtag oto TEAOG TNG Topouoog epyacio eivat aflo avadopd¢ TO TOCO
OVTIKPOUOWEVEC UMOPOUV VO YiVOUV oL OUVONRKEC Katepyaoiog e tTnv aAAnAenidpaon
TWV MOPAYOVIWV KOTEPYAOLOG 000V adpopa TNV TEALKI TIOLOTNTA TWV MPOIOVIWV.

Afloloywvtag yevikotepa Tn MEBOSO TPLodlAoTaTNG EKTUMWONG KOl €LOIKOTEPA TN
Texvoloyia e€wBbnong UALKOU, mpoteivovtal Ta KATwOL Bepatikda nedia:

» MeA£Tn, avaluon Kol CUYKPLON TwV AOYLOULKWY TEUAXLOUOU, oXeSlaopoU TG
KOTEPYAOLOG KoL EAEYXOU pnxavwy, Kabwc kal mpoondBeila BeAtiwon autwy f
QVATITUEN VEWV OXETIKWV AOYLOULKWV.

» E&£Taon onuaVTIKOTNTOG KoL TPAKTIKA ehapuoyr) TEXVIKWY Mpoemeéepyaciog
KOTA TO OXESLOOMO TNG KOATEPYOOLAC Kol TEXVIKWV Hetemefepyaoiag Sla
ETUPAVELOKWY KOTEPYAOLWV TWV TPOIOVTIWV yla PeAtiwon moldtntag
emupavelag, LSLOTATWV Kal SLaoTacloAoyLKAG akpiBeLag.

» MeAétn kol avAaAuon OLKOVOMULKOU KOOTOUG, €VEPYELOKNAG KATOVAAWGCNG Kal
andédoong mapaywyng, cUYKPLON YEVIKOTEPA e AAAEC LEBOSOUG KaTepyaoiag.

» Melétn ouvépyelag tplodiactatng Pndlomoinong kat TPLOSLACTATNG
EKTUTIWONG YLt avTlypadr], €MIOKEUN N OVOKATAOKEUN UTIAPXOVIWV OTMTWV
OVTLKELLEVWV.
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Napaptnua

Flashforge Creator 3 — Data Sheet

PrRtinG Carbon Fiber Materials on Flashforge's Industrial-grade 3D Printer Creator 3 o lad
Napaxolo..  Kowvomoin)...

Creator3

Support Carbon Fiber Materials

MapaxohouBnorn o= R YouTube

7\ (1] =
EEEN u
- Carbon 1 it S S S
Independent Dual Support Carbon Fiber Industrial-grade Intelligent Leveling Compatibility With A Heatakle Platform For
Extruder System Precision Wide Range of Easy Object Remaval

Materials

Specification

Extruder Number 2, Independent Device Measure 6274857615 mm
Extruder Diameter 0.4 mm Screen 4.5-inch Touch Screen
Maximum Set Temp. of Extruder 300 °C Net Weight 40 kg
Maximum Set Temp. of Platform 120 °C Gross Weight 52 kg
Print Speed 10-150 mm/s Input 100-240 VAC, 48-63Hz
Support Filament PLA/ABS/PVA/PETG /HIPS/ Output 24V, 208 A
21: PC /WOOD / ASA | PA-CF | PA- Power 500 W

Internal Storage 8 G
Spool 48 mm
Contain Spool Diameter 53*200d*69h
Internal Storage 8G

Print Volume  300°250*200 mm
Layer Resolution 0.05-0.4 mm
Print Resolution #0.2 mm

Software/Communicato

Data Transmission USB stick, Wi-Fi, Ethernet Camera 1
FlashCloud Filter Fan 1
Software FlashPrint Guider Ils High Temp. Version Nozzle 300
Input 33mf/ stl / obj / fpp / bmp / png Noise 55 dB

jpa / jpeq files
Qutput gx/g files
Output Win 7/8/10, Mac OS, Linux

Working Environment 18-30 °C
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Ultrafuse® PAHT CF15 — Data sheet

== FORWARDIX] B0 =BASF

Insexatng Adiiten Masitachring

We create chemistry

e
Ultrafuse® PAHT CF15

High Temperature PA with 15 % Carbon Fiber

Ultrafuse® PAHT CF15 is a high-performance 30 printing filament that opens up new application areas in FFF printing.
It works in amy FFF printer with a hardenad nozzle. Additionally, it is compatible with BVOH, water-soluble support
matarial, and HIPS which enables the printing of complax geometries for the meost challenging oparating environments.

Ultrafuse®™ PAHT CF15 combines high tamparature and chemical resistance with outstanding mechanical resilisnca.
Due to its excellent dimensional stability your printed componant will display low shrinkage during printing, ensuring
an easy print exparience. The nature of the fibers ansuraes that the parts remain very strong and highly rigid.

Benefits at a Glance Example Applications Material Properties (dry)
W Higher chamical rezistanca B Complax geomeatrias .
than most PA grades in challenging environmants ~ Tensile Strength (MPa)  18.2 (ZX), 103.2 (XY)
M High temperature B Automaotive Fla | Modulus [MPa 2745 7860
resistance up to 150 *C e = iPe) mﬂ' 0,
B Strong, rigid componants i
W High dimensional stability Elongation at Break 0.5 % (ZX], 1.8 %
)
B Easy to procoss
M Low moisture absorption Impact Strength lzod 5.4 pZ), 4.9 XY)

Impact Strength kzod 2.8 @X), 18.1 (XZ),
unnotched (kd/md) 16.4 (XY

HOT @ 0.45 MPa | 145°¢

notched (kaims

Printing Guidelines

Print Spaad 30-80 mm / sec

HNozzleTemperature | 250-280 °C

HNozzle Hardenad' Ruby

= 0.6 mm diameter
Bad Temparature | 100-120 °C
Bed Modification PEIl or clean glass
Fan Speed | 0%
Layer Height 0.2-0.4 mm

The product data is provided i good faith and repressrms fypical pro-
partieos based on ourcumen knowledae and expaniancs; thess data.
ans ot ta be constnusd ss spscificatian imits or minimum valuss. Pro-
duct propertisa may be changed withoud natics. This documant daes
o creats ary Bakility, wamanty or guamintes of product perbomancs.
It is the buryer's. responsibility to determing the suitability of Ulirafuse®
producis farthe intended applcation.

www. forward-am.com ‘ sales@basf-3dps.com
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Technical

Data Sheet Ultrafuse PAHT CF15

Date / Revised: 28.07.2020 Version Mo 3.5

General information

Components
High temperature Polyamide based filament filled with 15% carbon fibers for Fused Filament Fabrication.

Product Description

PAHT CF15 is a high-performance 3D printing filament that opens new application fields in FFF printing. In
parallel to its advanced mechanical properties, dimensional stability, and chemical resistance, it has very good
processability. It works in any FFF printer with a hardened nozzle. Im addition to that, it is compatible with water-
soluble support materal and HiPS, which allow printing complex geometries that work in challenging
emviranments. PAHT CF 15 has high heat resistance up to 130 °C and low moisture absorption.

Delivery form and warehousing

Ultrafuse PAHT CF15 filament should be stored at 15 - 25°C in its originally sealed package in a clean and dry
enviranment. If the recommended storage conditions are observed the products will have a minimum shelf life
of 12 menths.

Product safety

Recommended: Process materials in a well ventilated room, or use professional extraction systems. For further
and more detailed information please consult the comesponding material safety data sheefs.

Hotice

The data contained in this publication are based on our current knowledge and experience. In view of the many
factors that may affect processing and application of our product, these data do not relieve processors from
carmying ocut their own imvestigations and tests: neither do these data imply any guarantee of certain properties,
nor the suitability of the product for a specific purpose. Any descrptions, drawings, photographs, data,
proportions, weights efc. given herein may change without prior information and do not constitute the agreed
contractual quality of the product. It is the responsibility of the recipient of our products to ensure that amy
proprietary rights and existing laws and legislation are observed.

BASF 3D Printing Solutions BV $ sales@basf-3dps.com & wnw. basf-3dps.com
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Technical Data Sheet for Ultrafuse PAHT CF15 Version Mo 3.5

Recommended 3D-Print processing parameters

Mozzle Temperature 260 — 280 =C / 500 — 538 °F
Build Chamber Temperature -

Bed Temperature 100 —120°C/212- 248 °F
Bed Material PEIl or Glass

Mozzle Diameter 2 0.6 mm, Ruby or Hardened
Print Speed 30 - 80 mmis

Drying Recommendations

Drying recommendations to T0 *C in a hat air dryer for 4 to 18 hours

ensure printability

Optimum drying recommendations 80 *C in a vacuum oven for at least 40 hours

fior best mechanical part properties.

Please note: To ensure constant matenal properties the matenal should always be kept dry.

Printed Part Density (dry) 1232 kgim? / 76.9 |3 IS0 1183-1
Printed Part Density (conditioned) 1234 kg/m®/ 77.0 Inif? 150 11831
HOT at 1.8 MPa (dry) 02°C/198°F 150 75-2
HOT at D.45 MPa (dry) 145 °C 1 283 °F 150 75-2
HOT at 1.8 MPa (conditioned) 01°C/196°F 150 75-2
HOT at 0.45 MPa [conditioned) 128 °C 1 262 °F 150 75-2
Glass Transition Temperature TO*Cr158 °F 150 11357-2
Crystallization Temperature 180 °C ! 356 °F 150 11357-3
Metting Temperature 234 °C /453 °F IS0 11357-3
Melt Volume Flow Rate 42 2 em¥10min / 2.8 in3r10min (Z75°CiGkg) 150 1133
BASF 3D Printing Solutions BY & sales@basf-3dps.com & wwur.bast-3dps.com
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Technical Data Sheet for Ultrafuse PAHT CF15

Mechanical Properties | Dried Specimen

Version No. 3.5

Print direction Standard
Tensile strength IS0 527
Elongation at Break IS0 527
‘Young's Modulus 150 527
Flexural Strength 150 178
Flexural Modulus 150178
Flexural Strain at Break 150178
Impact Strength Charpy (notched) 150 178-2
Impact Strength Charpy (unnotched) 150 178-2
Impact Strength kzod (notched) 150 180
Impact Strength kzod (unnotched) 150 180
Electrical Properties

Vilurme resistivity IEC 62631-3-1
Surface resistivity IEC 62631-3-2
BASF 3D Printing Solutions BV L 3

Technical Data Sheet for Ultrafuse PAHT CF15

—~ |

Xy
Flat
10:3.2 MPa / 15.0 ksi
18%
B385 MPa [ 1218 ksi
160.7 MPa / 23.3 ksi
EB258 MPa [ 1198 ksi
24%
4.8 klim*
206 klm*
4.9 klim*
16.4 kdm*

3.2E+07 Oem
BTE+05 0

sales@basf-3dps.com

Mechanical Properties | Conditioned Specimen

Xz
Onits edge

171.8 MPa / 24.0 ksi
TEE3 MPa /1112 ksi
2B%

3.9 klim*

19.3 klm®
5.1 kim*

18.1 kdm®

i g
Upnight
18.2 MPa/ 2.6 ksi
05%
3532 MPa / 512 ksi
50.8 MPa /74 ksi
2715 MFa [ 384 ksi
18%
1.3 klim*
2.9 klim*

2.9 klim*

1.8E+05 Ocm
1.6E+06 O

www.basf-3dps.com

Version No. 3.5

Print direcon Standard
Tensile strengih 150 527
Elongation a Break 150 527
‘Young's Modulus 150 527
Flexural Strength 150 178
Flesural Modulus 150 178
Flexural Strain at Break 150 178
Impact Strength Charpy (notched) 1S0 178-2
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