' g;n
Bl &

1. . .ni o \,
] .":,/
/ﬁ'
NPOMHBEVS LU
Es
X
nvpPopo

I

EONIKO METzZOBIO NOAYTEXNEIO
2XOAH MHXANOAOTIQN MHXANIKQN
EPFAXTHPIO ZTOIXEIQN MHXANQN

AloAoynon twv peBodwv tplodlaotatng

ektuntwoncg BMD kat Binder Jetting yia tnv

KOTOLOKEU UETAAALKWY LNTPWV CUVEXOUC
SLEAaoNC ocLpuATOC XOAKOU.

AutAwpatiki epyacia tou
MNavaywwtn Kovtakton

EruBAEnwV: Baoilelog Zrutag, KaBnyntrc E.M.M.

ABnva 2024



AutAwpatikn epyacia - Mavaylwtng Kovtaktong

NepiAndn

216X0G TG mapovoag SIMAWUATIKAG epyaciag eivat n afloAdynon Twv LeBOdwv mMpooOEeTIKAG
kataokeung Binder Jetting kat Bound Metal Deposition, wg mpog TNV KOTAOKEUH UNTPWV
ouvexoug OSLEAaong XoAkoU. ApXLKA, TPAYUATOTIOIONKE ML €KTEVAG QVOOKOTNON TNG
BiBAoypadiag oxetikad pe tig diepyacieg SLEAaoONG, emonpaivovtag TG LOLALTEPOTNTES TNG
OUVEXOUG SLEAAONG KOL TIOPOUCLALOVTAG TIPONYOUMEVEG UEAETEG EMAVW OTNV KOTOOKEUN
epyodeiwv pe tn xprnon HeBOSwv MPOOOETIKAG KATAOKEUNAG. TN OUVEXELA, €EETAOTNKAV
Sladopeg katnyopieg Tplodldotatng ekTUMWONG METAANOU, KAvovTaG avaAuon TG opxng
AELTOUPYLOG TOUC, TWV TIAEOVEKTNUATWY KOl TWV TIEPLOPLOUWV TOouC. MNATPEC Kot Sdokipta
OoXeOLA0TNKOV KOl KATOOKELAOTNKav MHeE TIG pueBodoug Binder Jetting kat Bound Metal
Deposition. 2To EKTUTTIWHEVO EEXPTAUATA £YLVOV EPYOOTNPLAKEC LETPIOELG YLO TIPOCSLOPLOUO
TWV HOPPOAOYIKWV XOPAKTNPLOTIKWY (TPOXUTNTA, YEWUETPLKEC - SLACTACLOAOYLKEG AVOXEG)
KOL TWV HNXOVIKWV LSoTATWY Tou¢. BAon autwv Twv HETPHOEWV, O OUVOUAOUO HE
OVOAUOELC TIEMEPACUEVWY OTOLXELWV KOl OLKOVOULKAC LEAETNG NpBape o B£on va e€ayoupe
CUUMEPAOHATA YLl TNV ETLO00N TWV EKTUMWHEVWY £EQAPTNUATWY KATA TN SLEAACN KoL TLG
TIEPUTTWOELC OTLC OTIOLEG N XPNON TPOOCHETIKNG KATAOKEUNC yla TNV Tapaywyr €pyaieiwv
S1ENaONG £lval OLKOVOUOTEXVLKA SIKOLOAOYNHEVN.

Abstract

The aim of this thesis is to evaluate the additive manufacturing techniques of Binder Jetting
and Bound Metal Deposition, in terms of the fabrication of continuous copper extrusion dies.
Initially, a thorough review of the literature on extrusion processes was carried out,
highlighting the particularities of continuous extrusion and presenting previous studies on
additive manufactured extrusion tooling. Next, various categories of metal 3D printing were
examined, with an analysis of their function, advantages and limitations. Dies and samples
were designed and fabricated using Binder Jetting and Bound Metal Deposition techniques.
The printed components underwent laboratory testing to evaluate their morphological
attributes (such as roughness and dimensional accuracy) and mechanical properties. Based
on these assessments, combined with finite element analysis and economic evaluation,
conclusions were drawn regarding the performance of printed components during extrusion
and the circumstances under which utilizing additive manufacturing for producing extrusion
tools is technically and economically viable.
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Euxaplotieg

Me tnv olokAnpwon TG SUTAWMATIKAG aUuTAG egpyaciag, ¢Ttavw otnv KatakAsida Ttwv
TIPOTITUXLOKWVY OTtoudwV pou. Ovtag o€ aUTO TO ONUELD VIWBW UTIOXPEOG Va EVXAPLOTHOW OAQ
Ta ATopa ov e BonBnoav va dtaow pEXPL edw Kal va Yivw €vag ev SUVAUEL UNXOLVLKOG.

Apxikd Ba nBela va euxoplotiow Tov KUPLo Bacilelo Zmutd, emiPAEnovia TnG SUTAWUATIKAG
HOU €pyaoiag, yLa TNV umootipLén mou éAafa Kotd TNV SLapKeLa TNV SUTAWUATIKAG Lou OAAQ
Kall Twv oTtoudwv pou yevikotepa. O IAA0G Ttou €G6€LYVE OTNV €pyacia Tou, o€ cuvdUAoUO UE
™ BabLd Tou yvwon anotéAeoce TNyR EUMVEUONG YLa HEVA KOL TOUG OUUPOLTNTEG Lou. Agv
£€XW TPOTIO VA LETPOW TA TIPAY AT TTOU KEPSLoa armod T culntroelg poll tou aAAd Tou slpat
TIPAY LOATLKA EUYVWHWV.

Euxaplotw 1o Xprioto Mamaléén, o omoiog pe kaBodnynoe kad’ OAn tnv SLApPKELX TNG
SUTAWMATIKAG Hou. Elpatl moAl suxoplotnpévog and TNV cuvepyacia pog, ATaV MAavTa eKel
yla va pe Bondnoet kat Bewpw OTL N cUUPBOAN TOU ATV TTOAUTLUN.

Oa nbe)a va suxaplotiow Tov Kuplo Asuteépn XaBouln, SteuBuvwyv cupBoulo tng Lino 3D,
yla tnv €€LPETIKN CUVEPYAOLO TTOU ELXOILLE KOIL TN XOPNYLO TWV EKTUTIWHEVWY EEXPTNUATWVY.

ErmutAéov euxaplotw tov Kuplto Niko Metpomouldo, tnv kupia EvayyeAia Kovtou kot tov
Anunten Kpudo yla tnv umtootnplér toug otnv Sle€aywyr) Twv EPYACTNPLOKWY LETPHOEWV.

T€Aog, Ba nBeha va ameuBUVW £va PEYAAO EVXOPLOTW OTNV OLKOYEVELQ, TOUC PIAOUC KL TOUG
OUHGOLTNTEG OV OL OTtoloL e oTHPLEAV OAO UTA TO XPOVLAL.
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H epyaoia autr eival adplepwpévn otn pvhpn tou Xpriotou Bakoudton.
MakapL To OVOUA TOU VO TOV OTLG EUXOPLOTLEC...
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Eloaywyn

H 61éhaon eivat pa oAU Baotk OLKOYEVEL KaTEPyaoLlwy, Hag divel mMAnBwpa mpoioviwy
and Soukd otolxeia, pHeExpL 06ovTwTOUG TPOXOUG Kal Elval (OWG O TILO OLKOVOULKOG TPOTIOG
KATAOKEUNG OLOOLAOTOTWY OVTIKELLEVWY O MEYAAn KAlpoka. AvtiBeta n tplodidotatn
EKTUTIWON €lval POl CUYKPLTIKA VEQ TeEXVOAoyia TTou €L8IKEVETOL OE éva akpLBwG avtiBeto
niedio epappoywv. TNV KATOOKEUT ULKPOU TIANBOUG QVTIKELLEVWY EVTOVO TIPOCUPILOCHEVWVY
OTLG QTALTAOELG TOU KAOE TteAdTn. MevvdTal To epwTnua tL MAeovekTata Ba pnmopovoav va
erutevxBouv amnod to cuvduacopd autwy Twv dVo KatepyaoLwy. Auth dev ival pLa kavoupla
16€a, afilel va oxoAlaotel OTL n texvoAoyia FDM, n 1o Stadedopévn popdn tplodlaotatng
€KTUTIWONG, €lval KATA €va Tpomo pla popdn StEAaong. 2tn SUTAWUATLKI 0UTH WOTOCO, N
TIPOOEYYLON HOG OTO EpWTNHA auTo, Sev yivetal UTO autr) T okormld. AvtiBeta diepeuvaral
av n ¢thocodia TNG Taxelog KATAOKEUNG Epyaleiwy, Tou Nén edapuoletol UPEWC 0 AANEG
epappoyég, unopet va dwoel AUoeLg kal va e€eAi€el Tn dLEAaon Onwg yivetal onuepa. Ta
amoteAéopata NG £peuvag, pag Sivouv otolela yla TG duvatotnteg Twv HeBOSwV
TIPOOOETIKNG KATAOKEUNG, MOll HME TA TIAEOVEKTAHOTO, TOUC TEPLOPLOMOUG  KOL TIG
LOLALTEPOTNTEG TIOU TIPOKUTITOUV OO TNV EL0AYWYN TOUG OTNV MopaywyLkn Stadikaoia. Amo
oUTA £EAYOVTOL CUUTIEPACHATA OXETLKA LLE TO AV, KoL UTIO TTOLEC MPOUTIOBETELG, N PeTABaoh
OO TIC CUMPBATIKEG KATEPYAOLEC OTNV TPLOSLACTATN EKTUTIWON EXEL VONUA OTNV TTOPOYWYN
untTpwv SLEAaong.

Adopun tou Bpatoc anotéleoe to ouvedplo IWCC, mou £hafe pépog n etatpio HALCOR, to
@OeBpoudplo tou 2024 otnv ItaAia. Zkomog tng Halcor Tav va mopoucldoeLl 0To CUVESPLO
epapUOYEC TNC TPLOSLAOTATNG EKTUTIWONG EPYAAEiwV otn Bepun kat Puxpn StEAaon.

Ma tnv KOAUTEPN KATAVONGH TWV EVVOLWYV KAl TWV GOLVOUEVWVY TwV SU0 KUPLWV KATEPYACLWV
TIou TpaypateveTal to Bepa €ywve BLBAloypadikn avaokomnon avtwv. Napouaotdlovtal ta
€lbn tng SLEAAONG KaL OL MAPAUETPOL TIOU TNV enmnpedlouv Kot yivetal epfdabuvon otnv
umokatnyopia tng cuvexoug StdAuong (Conform). AkoAouBwg mapouactdlovtal oL cUyxXPovoL
HEBobOL TpLobLAOoTATNG EKTUMWONG METOAALKWY UAWKWY, N apxr Aeltoupyilag Kot ot
dlopopdieg Touc.

Z16X0G NG Tapovoog SUTAWUATIKAG €lval n Slepevvnon NG KatoAAnAotntag peBodwv
TPLOSLACTATNG EKTUTIWONG LETAAAOU, OTNV KATOOKEUN UNTPpwV SLEAaong xaAkou. Auto, otnv
OUYKEKPLUEVN TepimTwon, Ba yivel gotidaloviag otV AVIKATAOTOONG TWV CUMBATLKWY
UNTPWV TG Katepyaoiag Conform pe tplodlaotata EKTUTIWUEVEG, LE TIG LeBddoug BMD kot
Binder Jetting. H SutAwpatik €oTldlel o€ aUTO TO CUYKEKPLUEVO e€dptnua SLOTL oL
Slootdoelg tou €§aptAUATOG €lval MIKPEG, omote poag Sivetatr n duvatdtnta yla tnv
KATAOKEUN TPWTOTUTIWV. ATIO TaL OTtola WOTOCO UIMopPoUV va eaxBoUv CUUTEPATHOTA KOl
yla peyoAUtepeg edpapuoyeg. EmumAéov to ploko tng aotoxiag Tou Katd tn Asttoupyia Katl ot
TOAVEG EMUMTWOELG €lval €miong WKPEG, omote Sivel TNV SuvatoTnTA YLA TIELPAUATIKEG
SoKIEG atnv Blopnxavia.
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H epyaoia autn amookonel otnv afloAdynon Twv TEXVIKWVY TPLoSLACTATNG EKTUMWGNC TTOU
oavadEpBnkav yla TNV KATAOKEUN UNTPWV ouvexolG OLEAaong Kal Tepllappavel ta
akoAouBa:

Avtiotpodo oxedlaouo untpag StéAaong mAake koAwdiwv (bus bar).
0 EUpeon SlacTtacewyv, avoXwV Kol ETIAOYH UALKWV .
Kataokeur avtlypddwyv TG LATPOG OE TPLOSLACTOTO EKTUTIWTH METAAAOU.
EktéAeon pNXOVIKWV SOKIUWV ylo TNV €UPECN TwV LSLOTATWY TWV UALKWV TIOU
Xpnotgonowénkav.

‘EAgyxo avtoxng Kat ¢pOopac tTng UATPAG KOTA TN AELTOUPYLd, LECW TIPOCOLOLWOEWY,

TIELPOUATWV KOL GUYKPLON TWV ATOTEAECUATWV.
AL0OTOOLOAOYIKO £AEYXO TNG MATPAC KoL CUYKPLON HE TIPOPAEPELG TTPOYPAUMATOC
T(POCOHOILWCNG TUPOCUCOWHUATWANG.

Ektog mAawoiou tng mapoloag epyaciag Oswpndnkav Ta mMapoKATW:

BeAtiwon Tou oxedloopoU yla TpLodLlaotatn EKTUNWon.

2xeOLOONOG SLATOMNAG TTOU VA AMOOKOTIEL 0T BEATIOTONOLNON TNG PONG TOU XAAKOU.
IXESLAOUOG KOL EVOWHATWON aywywv Béppavong/Puénc.

Autopatornoinon Tpomnou Aelavong TOU ECWTEPLKOU TWV UNTPWV .
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ALElaon

H &iéAaon elval plo katepyaoia Stapopdwong pEow TAAOTIKAG Tapapdpdwong, mou
XpPNOLUoToLELTAL YLa TN dnpoupyla avTKeELLEVWY oTtaBepol podiA, pe wBNon VALKOU péoa
and puRtpa embupntig dtatouns. Ta kKUpLa MAeovekTaTa oV epdavilet, eival n tkavotnTa
KATAOKEUNG TEPLMAOKWY SLATOUWY HE KOvOTONTIK Slaotatiky akpifeta kat xapunAn
tpaxutnta enwdaveiag[l], [2]. H diEAaon unopet va eival ouvexng, BewpnTtikd mapdyovtag
anepLoploTa Hakpy TPOIOV 1 NUL-OUVEXAG, Topdayovtag TOAAA Slokpltd Koppdtia. Ot
TaXUTNTEC TPOWONG Tou UAKoU tpododoaiag dtavouv péxpt 0.5 m/s [1]. Ot HIKpOTEPEG
TOXUTNTEC MPOTLUWVTAL YLO TNV KaTepyaoia palakwyv VALKwY (Al, Mg, Cu), evw ol HeyoAUTEPEG
TIMEG yla T OKANpOTeEpa UAKA (xaAuBeg, mupipaxa kpapota). Otav n HATPO TIAPOUEVEL
otaBepn Kal To UALKO epBoAleTal mPpog auTh TOTE n SLEAaoN AEyETal AUEDT). TNV MEPLTTTWON
TIOU N MATPQ €lval auTh TOU KVeltal tote €xoupe £upeon StéAaon .Ta ¢optia dpeong
SLENaonG elval peyaAutepa amo ta avtiotolya TnG Eupeong StEAaonc SLotL otnv TeAeuTaia ot
TPLBEC lval TOAU UIKPOTEPEG. TNV EUpeon SLEAAON UTTOPEL va XpnoLiomoLn el peyaAUTeEPOC
AOyog S1EAaong kal oL Bepupokpaoieg eival XapnAotepes. AuTO EMITPEMEL UEYAAUTEPEG
ToXUTNTEC KATEPYOLOLOC KOL XPON UIMOPWV HEYOAUTEPOU UKOUG.[1]

(a) " (b)

Container Container

Sealing
Elemeni

Hallow Stem

Extrusion —|

——| Stom Billet ,‘_

Du;-nmy black

Ewkova 1: Aueon (a) kat Euuean(b) SieAaon[3]

H 81€haon pmopetl va yivel ev Bepuw N o Beppokpacia meptBaiAovtog. O xapakTnPLOUOC TNG
Katepyaolag yivetal avaloya pe tn Beppokpaocia Tou tepayiou kata tn Ste€aywyn autnc,
AapBavovtat umoyn SUo XaPAKTNPLOTIKEG OepoKpacieg Tou KatepyalOUEVOU UALKOU:

e 1 Beppokpaocia téng, TM kot
e 1 Beppokpaocia avakpuotalAwong, TR =(0.4-0.5)TM

Oepun LEAaoN

Oepun xapaktnpiletal n SlEAaon MOU MPAYHOTOTOLE(TAL 08 Bepuokpacia mavw amd tn
Bepuokpaoia avakpuotdAlwong kot Katw amd tn BOeppokpacia t™Eng. OL peydleg
BEpPUOKPOCLEG KATEPYOOLOC LELWVOUV TNV TAON PONG N TV AVILOTACN O€ TAPAHOPdWON TOU
UALKOU. XOopaKTNPLOTIKEG Beppokpaoieg Bepung dtEAaonc yia ta Stadopa VAWK eivat: 1200°C
yla to xaAuBa, 800°C yia to xaAko kat 470°C yia To OAOUMIVIO KOl TA KPAUATA TOUG
avtiotolya. Qotooo n Beppokpacia Katepyaoiag MPEMeL va eival n eAdxLotn duvath wote va
e€aodalileTal eMapPKrC MAQOTIKOTNTA OTO UALKO KOl VO [NV TIPOKAAEITOL OEpLK) CUCTOAN).
ErtutAéov oL uPnAég Bepuokpaoieg eloayouv mpoPfAnuata ofeibwong tou katepyalOpEVOU
UALKOU Kot Twv gpyaleiwv StEAaong, mpokaAwvtag TV e€acBEvnor) Touc.
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Wuxpn 6LéAaon

Wuyxpn ovopdletal n dtéEAaon mou ekteAeital kovid otn Bepuokpacia meplBdAloviog. Adyw
NG KPATUVONG TOU UAIKOU TIOU ONUELWVETOL O KABe Yuxpn Katepyaoia, ta doptia
Katepyaoiog eival oxetikd vPpnAd. M’ autd mpémel va Sivetal dlaitepn mpoooxn otnv
KOATOOKEUN TWV Slapopwv HepwV Tou gpyaleiou StEAaong amod anoPews avroxns. Mpoooxn
nipemnel va Sivetal otnv akplpr) odriynon tou upolou mpog arnoduyn AuyLopou r Bpavong
Tou. I8laitepn onuaocia yla tnv anpookontn ekteAeon tng Yuxpng SLtEAaong €xeL to cuoTNUA
Alnavong. Xpnotpomnotouvtal UPNARG eon AUTOVTLIKA Kol OATIWVEG. YALKA TTou €XouV TtV
TAon va «KOAAOUV» OTOl TOLXWHOTO TOU gpyaAeiou kaAumrtovial cuvABwg pe eladpd
emukOALYN amd POAOKO UAIKO (my. XaAkO, 1 pHaAakd xaAuPa) mou ekTOG amd AUTAvVIIKO
Aettoupyel Kal WG TPOCTATEVUTLKO EMIOTPWHA EVAVTL TNG aTudodalpag. Zuxva mapatnpeital
onuavtiky avénon g Beppokpaciag tng tagng Twv 500-600°C, Adyw NG Mpdodoong
mAoaotikou €pyou[1], [3].

Aoyocg SLéhaong

O Aoyog SLéAaong eival o Adyog TNG apxtkng SLATOUNAG WG TTPOG TNV TEALKA HETA Tn SLEAaon.
Y€ HEPLKA UN odnpouxa kpdpata prnopel va ptacel to 400 evw otoug XaAuBeg meplopiletal
HéxpLto 40[1].

Yuvexng dtédaon (Conform Process)

H katepyaoia cuvexouc SiEAaoncg (Conform) sival pia umokatnyopia StéAaong, n omoia
avarntuxbnke to 1972 amnd to Advanced Metal Forming Group of the Springfield Nuclear
Laboratories[3]. Mrmopetl va xpnotpomotnBel yla tn ouveyxn SlEAaon otepewv 1 Kollwv
Slatopwy, yla tn dSnuovpyia emikaAU P ewv 1) emevUOEWV VWV Kal KAIAWSLWV armo moAupepn
N HETaAa[3].

Apxn Aettoupylag

H katepyaoia a§lomolel tnv meplotpodr evog Tpoxou yia va EAEEL To UALKO Tpododoaiag, ou
elvat og popdn kaAwdiou, evtog tng unxaving. O eplotpedOUEVOS TPOXOG EXEL SLAETPO TNG
TaéNg tTwv 500mm Kol otnv mepldEPeLd Tou UTtApPXEL pia eykomn. To UAKO tpododoaoiag
EANKETOL EVTOG TNG MNXAVAG artd Tt duvaun teWPNAS mou gpdavileTal LETAEU AUTOU Kal TG
EYKOTING.
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Ewova 2: Ta uépn tnc Conform. 1: tpoxog tptBrg, 2: tunua oppaytong(seal segment), 3:KouUdtt o@PAyLONG
(sealing piece), 4: untpa, 5: mpwtn UAN (cupua), 6: mpo@iA[3]

H eykomn meplopileTal aKTVIKA ard éva L6LKO TUNUa odpayLlong (VoUEPO 3 0TV ElKOvVA 2).
O pOAog TG eykomn¢ eival va avéavel Tnv enidavela enadng tou kalwdiou tpododoaoiag pe
TOV TPOXO WOTE va €lval ONUAVIIKA MEYAAUTEPN aAmO TNV Teploxn €madng TUAMOTOG
oodpaylong-uAkou. Etol n cuviotapévn Suvaun mou POoKUTTEL arod TN Stadopd TpLPwv mou
0OKOUVTOL QIO QUTEG TLG TIEPLOXEG ELVOL APKETH WOTE va wORoeL To UAKO Sla tng pntpas. H
EYKOTH TIOU KAELVEL Ao TO TUAMA odpdylong pmopel va BewpnBel wg éva meplotpedOpevo
boxelo. To UALKO Tou e§wBeitat EAkeTal o€ autod to Soxelo amo 1o TpLpLkd dpoptio Tou TPoXOoU.
H eykomn kAeivel oto AAAO GKPO, £TOL WOTE TO UALKO va pmopel va e€EABeL povo amo tn

unTpa[3].

To uAwo mou e€wBeital tpododoteital otn unxavn cuvnbwc os Bepuokpacia dwuatiou. To
€py0o TIOU amalteital yla va femepaoctel n TR HETAlL TNG €YKOMNAG KOL TOU UALKOU
HUETATPEMETOL O OgpUOTNTA. AUTH PEEL OTOV TPOXO KOl OTO TUAMA oppayLong, KabBwe Kal oTo
UTTOAOLTTO UALKO Ttou BplokeTal otnv gykorh. ETol, To UALKO KaBw¢ KLVE(TaAL TPOC TNV UNTpa
Beppuaivetal kot eloépyeTal otnv amnapaitntn Oeppokpaociakn {wvn [3].

Ye Kamoleg mopaAayEg NG peBodou pmopel va xpnolponoltnBouv Beppavtikd otolxeia yia
TV nepaltépw B€éppavon tou UALKoU TipLy T StEAaon(stkova 3)[3].

slsyelelelen

mhn Rk

Ewova 3: 1: tpoyog tplBric, 2: tunua oppaytong(seal segment), 3:kouudtt opayiong (sealing piece), 4: untpa,
5: mpwtn UAn (ocupua), 6: mpowid, évicto mpodépuavong vAtkou, 8: Balauog tpopodooiag, 9: Jepuavrika
otolyeia [3]

MNepintwon Cablel

Itnv mepimtwon tng Cablel tou opidou Viohalco, katepyacia ouvexolg O&lEAaong
XPNOLUOTIoLELTAL YLt TNV Tapaywyn TMAakEé KoAwdiwv amd xaAko. Katd tnv tpododocia o
XOAKOG ELOEPXETAL OTN pNnXovn UE TN popdn kKaAwdiwv oe Bepuokpacia nmeptBairiovtoc. H
SLAUETPOG TwV KOAWSIWVY €lvalt 8mm kat n toxvutnta nmpoéwong eivat 1121 m/min . Ztnv
napovoa pnxavy Sev umadpxel cvotnua YPuéng, autd onpaivel OTL To UAIKO KaTA TNV
Katepyaoio dev mpémel va Eemepva toug 500°C. e mepimtwon umépBaocng autnc TG
Bepuokpaaciag n $pOBopa Twv e€aptnuatwy ivat avénuévn[3].
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Mntpec ALtEAaong oo MPOCOETIKEG KATEPYAOLEG

H puAtpa elvat éva amo ta kuplotepa e€aptipata tng katepyaoiog tng Stéhaong. H moldtnta
TOU TeAKOU TPOIOVTOG lval APeca cUVUDACKUEVN E TNV KOTAOTAON TNG KATPAG HLOG KO
autn eival ou tou divel tnv teAkn tou popdn. H xprion nebodwv AM yLa TNV KATAOKEUN
untpwv SLEAaong €xel edpapuootel kal oto apeABov aAld meploplopeva. MExpL onuepa
€xouv umapfel NON HEPKEC €DAPUOYEG TPLOOLAOTATA EKTUTIWHUEVWV UNTPWV amo TN
Blopnxavia Kot Tov akadnUaiko Xwpo. Z€ AUTEG MAPOoUCLAloVTOL TTAEOVEKTALATA TIOU UTTOpPEL
VOL TIOPEXEL N TIPOCOETLKN KATAOKEUR, 0TO OXESLAOUO, TO KOOTOG KAL TNV TTAPAYWYLKOTNTO TWV
epyaleiwv.

Mta onuavtikn €épeuva ano to Ramona Holker kal toug ouvepyadteg tou (2015), epfabuvel
otn XPAon TPLodLdoTata EKTUTIWHEVWY UNTpwv otn Bepun dtéAaon akouptviou. To epyaleio
Tlou Kataokevooav He T HEBodo Direct Metal Laser Sintering (DMLS) eixe evowpatwuévoug
aywyouc Puéng, pe otoxo TtV emitevén Tomkng eocwtepkng Yuéng otnv Lwvn SLEAaong
(bearing region). Ot SokLpég ou SLe€nxBnaoav £6et€av OtL n Tomiky PUEN KATATTOAEUNOE TNV
gudavion BepuwV pNYUATWY 0To TEALKO Tipoiov Sivovtag tn duvatotnta ywa avénon tng
mapoywyng HExpL kat 300%. Ol MPOCOUOLWOELC TOUC, €8sléav ONUAVTLIKA HELWOoN TNG
Bepuokpaciag Tou tepayiou epyaociog pe pikpn avénon tng duvaung StéAaong. Emiong
napatnpenoOnke OtL n Tpaxld emidpAvVELA TTOU TIPOEKUPE aTtd TNV TTPOOHETIKI) KATAOKEUN Sev
eumobilel tn dwadikacial4].

%—Hole for
) Loy thermocouple

Die bearings

Coolant

{ =
S
8
Cooling  Channel =
channel for thermo- Ig
couple §
=

L B

Ewkova 4: Mntpa ue aywyouc Yuéngl4]. Ewova 5: Emtibpaon tng Yuéng oto teAko mpoiov[4].

Baowlopevol og auth tnv €peuva, o Holker kat n opdda tou (2016) mpoxwpnoav MEPALTEPW
oto nedio kat eTKeEVTpWONKAY 0To oXeSLACUO VEQG LATPAG, N KATAOKEUH TNG OTtolag EYLVE HE
ouvOUOOUO adALPETIKWY Kal TPOCOETIKWY Katepyaolwv. O uBpLdIkog autog oxedlaopog
OTOXEVUE OTn Melwon TOU KOOTOUG KATAOKEUNG, XPNOLUOTIOLWVTAC TTPOCOETIKA KATAOKEUN
HOVO YLO TNV TIOPAywYr YEWUETPLWY TIOU SEV UMOPOUV VA KATOOKEUOOTOUV SLopOpPETLKA.
ZTNV €peuva autn €ywve eLOLIKA LEAETN yLaL TNV avoxh TOU UALKOU OTO onpeElo evwong twy dUo
TEXVOAOYLWV, EVW €EETAOTNKE KaL N Xprion amopovwpévng Pueng yla mepattépw avénaon tng
anodoong[5].
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Predominantely

tensile load \ manufactured
= additively
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I = manufactured
(@] -~ [
_g Joining conventionally
£ zone
x
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/

Cap

Ewkova 6: YBpLOLKN UNTPO KATOOKEUXOUEVN LUE TIPOOIETIKEG KOl PUIPETIKEG KATEPYATIEG[5].

Mua aAAn afloonueiwtn €peuva amno tov Zafer Cagatay Oter (2019) Siepeuva kal autr ta
odéAn tnNg peBOdou DMLS otnv mapaywyn MnTpwv StéAacng aloupwviou. H pelétn
KATAOELKVUEL ETMITUXNHUEVN Tapaywyn €€ApTNUATWY XWPELG TNV aVAYKN YLO KATEPYOOLES
Aelavong i erudavelakng Badng. Emonuavel tnv evelifio oxedlaopou mou mpoodEpPEL n
TIPOCOETIKI) KATOOKEUN KAl HEOW TELPAUATWY oto mMedlo amodelkvUel OTL gaptrpoTa
KOATAOKEVUAOMEVA LE QLUTEC TLG TEXVIKEG UITOPOUV va XpnoLomnotnbouv and tnv Blopnxavial6].

ErutAéov, npoodarteg pehéteg anod toug Noomane Ben Khalifa kat cuvepydteg (2021) €xouv
ETUKEVTPWOEL 08 KAUVOTOUEG LOEEC OXeSLAONC LNTPWV, OL OTIOLEG HEOW EAEYXOU TNG PONG TOU
UALKOU Kol Twv Sladpopwv mapapopdwong, amookKomouv otnv eAaxLotonmoinon Ttng
aviootponiag ota eEwbnuéva mpodiA[7].

e entrance
die ) Z.1 A1 A1>A2>A3>Aa
- 7 0mm
2mm
. - N = 4mm Z.2 A2
\ 4 6 mm
: | 8mm
ED ' z.3
| 10mm ‘
exit Z 2.4 | A ]
¥ — b

Ewkova 7: Mntpa ue uetaBAntn diatoun[7].

TéMNog, n Desktop Metal kataokeVaoe pitpa StEAaong MAAoTIKWY TipodiA pe Tn uEBodo BMD
HELWVOVTAC TO KOOTOG KATAOKEUNG KOTA 52.68%]8].

)
N i

Ewova 8: Mntpa StéEAacnc mAaotikoU eKTUTTwWUEVN UE Th ueéGobdo BMD[8].
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ITIG MEAETEG TIOU TTAPOUCLACTNKAY, Xpnollomnolonkav nébBodol olvtnéng KOVEOG o€ KALvN
(powder bed fusion). OL péBodolL autol pmopecav va amodwoouv €pyaleia LKava va
EKTEAECOULV TNV Katepyaoia tng SLEAAONG woTtooo N dtapkela {wnG TOUG ATAV TIEPLOPLOKEVN
KalL N omoKTNoN Tou akpLpn kot xpovoPBopa. Evoeiktikd otnv HeAETn Tou Oter avadEépetal otL
N EKTUTIWHEVN UATPA Katddepe va tapdyel povo 3360 kg mpoidvtog nmpLv actoxnoeL[6], Tiun
XOLNAR OXETIKA HE avTioTola epyaleia.

Ewova 9: Makpo-pwyuUEC aTov moda TNG UNTPAG.
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Tplodlaotatn ekTUMWON LETAAAOU

H g€ TNG TpLoSLAoTATNG EKTUTIWONG TIPOXWPA [LE CUVEXN EPEUVA KAL AvArtTuén. ZTadLlakd,
TapatTnpeital N EVOWUATWon tng otn Blopnxovia, 0mou cUVUTIAPXEL UE AANEG CUUPATLKEG
neBodoug kataokeung. MAEov, n tpodldotatn ektunwon 6ev meplopiletal povo otn
Snuoupyia mpwtotunwy amd XopUNANRG avtoxng UAKA, oAAAd avadelkvUETAL WG EVAANAKTLKN
AUON € ONUAVTIKA TTAEOVEKTHMOTO, AKOUOL KOL OTAV QVTLLETWTI{OUHE ATIOLTAOELG YL LalLKN
TIAPAYWYN AVILKELLEVWY TIOU OVALEVETOL VOL AELTOUPYOOUV OE QTALTNTIKA TtEpLBAAAovTa.

ZTNV MEPLMTTWON EKTUTWONG TNG KATPOG, TA BACIKA XA POAKTNPLOTIKA TTOU TIPETIEL VOL TIETUXOU LLE
glvat vPnAn avroxn, vPnAn okAnpoTNTA, LKAVOTIONTIKY SlaoTtacloloyikn akpifeta Kat
XaUNAn ToxUTNTA 0TO EOCWTEPLKO TNC. OL SlabBEaueg texvoloyieg TpLodlaotatng eKTUTTIWONG
HETAAAOU TIOU HITOPOUV VO XWPLOTOUV OTLG AKOAOUBEG KaTtnyopleg: ouvTnéng os KAivn KOVEOC,
evamnobeong pe kateuBuvopevn evepyelakn SEoun, TUPOCUCOWHATWONG Kal Yuxpol
PekaopoU. To TPOTUTIO oV ePLYpAdEeL TNV TPLodSLldotatn ekTUTwaon elvatto ASTM F2792[9].

Ektunwon pe ocuvinén og kAivn kéveog (Powder bed fusion - PBF)

H olvtnén oe kAlvn KOVeOG €lval n TLO WPLUN KAl EUPEWG XpnoluomoloUuevn pHeEBodog
TIPOOOETIKNG KATAOKEUNG HETAAAKWY OVTIKELLEVWY. Xpnolpormolel pia 6éoun Aélep N
NAEKTPOVIWY yLa va AlwoeL ETUAEKTIKA TNV TiPWTN VAN mou €ival o popdn okovng[9]. Kata
TNV EKTUTWON €va PAOUAO amAWVEL HE akpiBeLla €va oTPwWHO OKOVNG MAVW otV Tpdmnela
epyaciag Kal otn ouvéxela n S€oUn capwveL TN SLATOUN TOU KOUUATIOU TTOU EKTUTIWVETAL
OUVTAKOVTOG Ta cwHatibla TG oKOVNG EVTOG QUTH.

ZTnv mepintwon cuotnuAtwy mou Bacilovtat oe SEoun NAEKTPOViwY, N Stadlkacia mpeneL va
ekteAeital oe Kevo yla va anotparnel n aAANAenidpacn Twv NAEKTPOVIWY HE T HOpLA TOU
agpa. Ta cuotipata ou Baocilovtal oe Aéwlep amattouv évav mARpwg adpav BAAapo yla
va anodeuxOei n ofeldbwon twv petdwv [10], [11].

H pnébobog autn eival oe B€on va mapdyel moAUTAoOKa e§apTAATA TTIOU SEV UIMOPOUV va
KATAOKEUAOTOUV UE AAAEG CUMPBATLKEG KATEPYAOLEG. QOTOCO T ATIOTEAECATO TIOU TTAPAYEL
gpxovtal poll pe ONUOVTIKEG TPOKANROELG cuumepAapufavopugevou tou uPnAol KOOTOUG
UALKWV, TWV XaUNAWV pUBUWY evamoBeong Kol TwV TMEPLOPLOUWY OTA UALIKA TTOU HImopoUV va
XpnotwuomnownBouv. AOyw aUTWV TWV TIEPLOPLOUWY, N EUMOPLKN Xprion Tou PBF meplopiletal
w¢ emni To mAeiotov otn ypriyopn Snuoupyla mpwtotunwy 1 os e€aptripata vPnAng alog
(m.x. otnv agpodlacTnULKA N O LATPIKA E£UPUTEVHOTO) TIOU AELOTIOLOUV TIG HOVOSIKES
VEWUETPLEC TTOU pUTtopoUV va TtapaxBouv evw SikatoAoyouv To uPnAo KOOTOG TG TEXVOAOYLOG
[10].

ITNV KatnyopLlo auTr) avrkouv ol TEXVLKEG: Selective Laser Melting (SLM™), Direct Metal Laser
Melting (DMLM™) ,Electron Beam Melting(EBM) k.a. [12].
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Ewkova 10: Apxn Asttoupyiog tng uedodou SLM [13] Ewova 11: Apxn Asttoupyiog tne uedodouv EBM[14]

EvamnéBeon pe kateuBuvopevn evepyelokn d€oun (Direct Energy Deposition - DED).

H evaméBeon pe koateuBuvopevn evepyelakr) S€oun xpnolpomoleital cuvnBwg yla thv
ETILOKEUN 1] TNV IPooBnKn UAWKOU og undpyxovta e€aptripata, aAAd ival amoAUTws duvato
VO KATOALOKELALOTOUV e€apTrpata eE0AOKANPOU XPNOLUOTIOLWVTAC QUTAV TNV TEXVoAoyia. Elval
TIAPOUOLA PE TN OUYKOAANGN 1 T texvoloyieg e€wbnong tnypévou UALKOU Kal ouxva
XPNOLUOTIOLETAL OE BLOUNXOVIKEG €PAPHOYEG YLoL TNV ETILOKEUN TTEPUYLWV oTpofilwv A
T(POTIEAWV TIOU €XOUV UTIOOTEL {NHLA.

Newtoupyel Beppaivovtag Lo GUYKEKPLUEVN TIEPLOXN) OTO UTIO KATAOKEUN €§APTNUA €WE TN
Bepuokpaocia TAENG KAl oTn Ouvéxela mpooBEtoviag UAWKG tpododooiag. H kedpoaAn
eKTUTIWONG €Xxel ouvnBwg moAAoUG BaBuoug eAeuBepiag(4-6) kot pmopel va eival
TomoBeTnUEVN 0TO AKPO pLag epyadetopunyxavic CNC ) evog apBpwtol poumotikol Bpaxiova.
H kateuBuvopevn mnyn evépyelag Pploketal oto KEVIpo NG KeEDAARG eKTUTIWONG, TIOU
avaAoya e TN Unxavn Umopel va eivat S€opun nAektpoviwy r mAdopatog ite Aéwlep LPNARG
LOXVOG.

To UAKO tpododooiag pmopel va mapeXeTaL Pe TN Lopdr CUPUATIVOU VAUATOG 1 oKOvNG. To
viuna tpododoteital UTO ywvia, £TOLWOTE VA ALWVEL OTO E0TLAKO CNELO TNG TINYNG EVEPYELOG.
H okdvn, amod v aAAn, petadEpetal amo eva adpavég aépLo HEow akpoduoiwv TIou elvat
Slatetaypéva OPOKEVTPA YUPW ATtO TNV TNV EVEPYELOG Kal KateuBuvovTtal oTo onueio THENG.

IXETIKA HLE TLG CUVONKEG TNG EKTUTIWONG LoXUOoUV oL idloL teplopLopol pe Tig pebodoug PBF yla
o adpavég meplBailov pe tn Stadopd OTL 6w UTIAPXEL KAl N eMUTAéwv Suvatotnta va
XpnotwuomolnBel éva KAAUMUO TIPOOTATEUTIKOU OEPLOU TOTILKA, TO OTOL0 EMAPKEL yla TV
TPOOTACLO TOU PETAAAOU Mo evarmotiBetal and tnv ofsidwon.

MAEOVEKTAMOTA TWV TEXVOAOYLWV QUTWV €lval OTL n mpwtn UAn, otav eival oe popdn
oUPUATOG, ANMOTEAEL TNV Lo TpooLTH) Hopdn UETOAALKOU UALKOU TPLoSLAOTATNG EKTUTIWONCG,
EVW A0 TNV AAAN OPLOUEVEC LNXOVEC UITOPOUV AKOUN KOL VA XPNOLUOTIOL|COUV TAUTOXpOVa
SL0POPETIKEG LETAAALKEC OKOVEC yLa VAL SNULOUPYOOoUV Kpapota Kot 0AAQYEC UAIKOU eVTOG
TOoU Koppatiov. MapdAAnAa Kivnon o€ pnxaveg TOAWY aOVWV UIMOPEL Vo TTOPAYEL LOVTEAQ
XWPLG TN XPriON UTTOOTNPLKTIKWY YEWHETPLWYV. TEAOG, 0 OYKOC KATAOKEUNG £lval HEYOAUTEPOG
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OUYKPLTIKA HE GANEG peBOSOUG, N MUKVOTNTA TWV TTOPAYOUEVWVY e€apTnUATWY gival uPnAn,
Ol LNXQVLKEG LOLOTNTEC €lval KAAEG KOlL N TAXUTNTA EKTUTIWONG £lval ypriyopn.

Meploplopd otic pebodoug DED amoteAel n Kok molotnta enipaveiag Twv e€aptnUATWy,
EVW WLKPEG AETTOMEPELEC elval SUokoAo | aduvato va emtevxBouv. MNa autd cuyva
oOLTELTOL ETILMTAEOV KATEPYAOLA QMOTEPATWONG LE ATOTEAECHUA AVENCN OTO UNXOVOAOYLKO
KOl AELTOUPYLKO KOOTOG.

Nozzles for powder flow and inert gas

Laser Electron
beam beam unit
Electron

Wire feeder beam

Deposited ':,' Inert gas Deposited _—

*——'
material \ .* and powder material \

Substrate Substrate
(A) (B)
Ewkova 12: Apxn Aettoupyiag tne uedodou DED[15]

Wire feed

MéBobol ektumwong He Bdon tnv mupocucowpdtwon (Sinter Based AM).

OL teXVOAOYIlEG QUTEG XPNOLLOTIOLOUV €val TIOAUUEPEG OUVOETIKO pEco (binder) ywa va
deopevoouv PeETAAK oOKOvn otnv emBuunt yewpetpia. MeTd tnv €KTUMWON TO
QVTIKELPEVO, TIOU elval eVBpavucoto kal Bewpeital nmwg PplokeTal o MPACIVN KATAOTAON
(green stage), MUPOCUCCWHOTWVETOAL YL VO OTTOKTAOEL TLG TEALKEG TOU LOLOTNTEG. AvaAoya Ue
™ HEB0dO, evdExeTAL VO UTIAPXEL Eval EMUTAEOV OTASLO TPV TNV TTUPOCUCOWHATWON OTO
omoio va yivetat amoBoArn (debinding) 1 otaupoouvdeon (crosslinking) tou cuvdetikou
HEoou[16], [17]. & OpLOUEVEG TIEPLTTWOELG XPNOLUOTIOLE(TOL CUVOETIKO HECO povol otadiou
nou efaleidel v avaykn ywa tn dadikaocia amoolvdeons. To oUVOETIKO elval TUTIKA
OPYOWVLKNC dUONG, ETLTPEMOVTAG TNV €£AXVWON TOU OTO OpPXIKA otadla tng Sdadikaaoiag
TIUPOCUCOWHATWONC, ouvnBwc o Beppokpacieg 200-600°C[18].

Ta mAsovekTuata Twv HEBOSwV autwv gival N vPnAn MAPAYWYLIKOTNTA KOL TO XOUNAO
KOOTOG, TO omolo pumopet va eivat 40-60% xapunAotepo amo Tig texvoloyiec PBF[19] . EmutAoy,
oL L18LOTNTEG TWV EEAPTNHUATWY TIOU ETUTUYXAVOVTAL (VAL CUYKPLOLUEG HE TNV KABLEPWHEVN
texvoloyia xuteuong os uPnAn nicon (MIM)[20].

= B o

Debinding &

CADfile AM technology Green part sintering process

Finished part

Ewkova 13: Jtadia ektunwong pe uedodoug nupoouoowuatwaong20].
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MéEBoboL Puxpol Yekaopol / umepnxntikiy 3d evamndbeon (Cold Spray Additive
Manufacturing/ supersonic 3d deposition)

O Yuxpog Yekaopog eival pia texvikn mou meplAapfAavel tn xprion evog midaka aepiov
vPnAng taxLTNTOG, WOTE VA ETLTOXUVEL CWHATIOW TOU UALKOU KOTOOKEUNG KAl va Ta
EKTOEEVOEL O€ EVOL UTIOOTPWHA. AUTH N TEXVLKN UTTOPEL va XpNnoLomolnOet yla va oxnpatioet
HLa eioTpwon mavw o€ éva Ndn uttdpyxov e€apTnua i va mopayeL EEOAOKANPOU EVA KOUUATL.
H taxvtnta tou aepiou pmopel va dtdvel €wg Kal Tecoepls GopéG TV TaxUTNTA TOU AXOU,
EVW N OXETIKN Kivnon akpoduoiou - UTTOCTPWHATOG YIVETAL LE XP1ON POUTIOTLKWV BPaxLOVWV.
Ye avtiBeon pe AAANEC TEXVIKEC, N CUCCWHATWON TWV cWHATSlwV Baociletol amokAELOTIKA
OTNV KIWNTLK EVEPYELA TOUC, Yyl auto Kal n OStadikaocio yivetal oe Bepuokpaocia
mepLBAANOVTOC XwpLG TNV avaykn yia adpaveg meptBaiiov[21].

‘Eva amo ta KUpLa TTAeovekTApata Tou Puxpol Pekaopol sival OtL, emeldn n Bepuokpaacio
Sev unepPBaivel toug 800°C, pumopei va xpnotponotnBei yia evaiocbnta otn Bepupokpacia Kot
0TO 0EUYOVO UALKA OTTWG TITAVLO Kal aAoUUivio, KaBwc Ta cwpatidia ev Atwvouv. EmumAéoy,
0 puBuoc evanoBeong UALkoL eival 100-1000 ¢opéc peyaAuTtepoC amo Tic aAAeg pebodoug
TIPOOOETIKNG KOTOOKEUNG. MEeloVEKTNUO TwV PEBOdwY autwv eival otL Sev pumopouv va
amob000UV AEMTA XOPOKTNPLOTIKA KOL TIEPALTEPW KOTEPYOOLO O £PYUAELOUNXOVEG Elval
ouvnBwg amnapaitntn [22].

Powder feeder

— Particles

Low pressure Flow straightener Coating

gas supply

Valve Gas heater Pre-chamber Supersonic nozzle
Substrate

Ewova 14: Movoypauutikn avanapdaotaocn tne uedodouv Yuxpou Yekaouou[22].
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Kataokeun Tepaxiwv HeE TEXVIKEC TPLOSLAOTATNG EKTUTIWONG

210 MAaiolo TNG SUTAWMATLKAG Epyaciag cuvepyaotnKape pe tnv gtatpia LINO3D yia tnv
EKTUTIWON TWV UNTPWV KAl SOKLUIWVY TTOU XPNOLLOTIOICAE OTNV EPEUVA LAG. ZUYKEKPLUEVA
pag mpopnBevoe pe gfoptipata anod epyaleloxdAufa H13 exktunwpéva pe tnv puebodo
Bound Metal Deposition (BMD) kat amoé avo&eidwto xdAupa St.17-4 xpnoluomoLwvtag Ty
texvoloyia Binder Jetting. Kat oL &Uo péBodol TpLodlaotatng eKTUMIWONG TIOU
xpnoluomnownkav gival pe Baon tnv mupocuoowpatwon. H emloyn autng tng katnyopilog
HEBOSWV €yLlve KABWG oL TEXVOAOYLEG AUTEG UITOPOUV VA TTOPAYOUV TN YEWUETPLA TNG LATPAS
Xwpig va elval anapaitntn n amonepATWon VW TO KOOTOG TOUG lval apKETA XaunAo.

H mopeia epyaociag eival kowr oto peyaAUTEPO LEPOG TNG KAl yla TIG V0 teEXVOAOyieg Kat
anoteAeitat ano ta €€n¢ 4 otadia:

e [lpoctolpacia
e EkTtUnMwon
e Anocuvdeon / Itaupoouvdeaon (crosslinking)
e [lupocucowpdtwaon
{
1 PREP 2 PRINT 3 DEBIND 4 SINTER

Ewova 15: Stadia kataokeuri e Ti¢ uedodouc BMD/Binder Jetting.

MpoeTolpaoia TTPLV TNV EKTUTIWON

To KOUUATL ELOEPXETAL OTO OTASLO TNG TPOETOLACiag anmoBnkevuévo oe popdn STL kat
KOTOTILV ELOAYETAL O€ €va AOYLOULKO Tou ovopadletal slicer. e autd dnuloupyoulvrtal Ta
urnootnpiypata kat eéayetal o Gecode mou Oa ektedéoel n kABe pnxavry. O polog Twv
UTTOOTNPLYUATWY €lval N oTtAPLEN TWV KOUMOTLWY KoL O TIEPLOPLOKOG TWV TTAPAULOPPWOEWV.
2tn uéBobo Binder Jetting, n (6la n moUdpa xpnotpomnoleital wg umootiplypa otn ¢don tng
EKTUTIWONG, 0AAA EVOEXETAL VA XPELAOTEL va TUTIWBOOUV TIEPETALPW UTIOOTNPIlyATA, TO OTtolal
Ba ouykpaTOUV TO KOMMATL oTn ¢Aon TNG TMUPOCUCOWHATWONG. Meténelta yivetal
oavtiotabulon Twv mapopopdwoEwvV TOoU TPOoPAEémeETaL va eudavioTolv  KATd TNV
TIUPOCUCOWUATWON. AuTH N gpyacia elvat TOAU onuavtikn yia tn dtaoctactoloyikr akpifela
TOU TEALKOU QVTIKELEVOU Kal eTeEnyeital avaAuTikd o€ EExwPLoTO kepAAaLo.
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BMD (Studio System™ 2)

Ma ta Kopuatia mou tunwonkav pe tn uéBodo BMD xpnoiuomnowBnke o ektuntwtr¢ Studio
System™ 2. H BMD eival pia texvoloyia mpooBeTikng kataokeung mou Paociletal otnv
e€wBnon BepUomAAoTIKOU LECOU TIOU TIEPLEXEL LETOAALKT) OKOVN LE TPOTIO OVTIOTOLXO UE TNV
o Stadedopévn uEBodo e€wbnong tnyuévou vAikoL (FFF). Avti yia vApa o Studio System™
2 xpnotuomolel paBdoug, péoa otoug omoloug BplokeTol OKOVN LETAAAOU OVAKATEUEVN UE
OUVOETIKO TtapAyovta 0 omoilog amoteAsital and Ui€n keplol kal moAupepouc. OL pafdol
autol amoBnkevovtal o€ 161K KACETO TIAVW OTOV EKTUTIWTH. Katd TNV eKTUwon oL paBdot
Bepuaivovtal anod to akpoduaolo Kal e€wbouvtal otnv MAAKA £pyaciag, SnULOUPYWVTOG TO
e€aptnua og otpwoels. H Stadikaoia ektunwong Eekva pe tn Snuoupyia plag mAatdoppog
otnpLEng (raft), akoAouBolpevn amod To KOUUATL KAl TLG UTIOoTNPLEELG TOU.

Ewkova 16: Mnyaviuata tn¢ uedodouv BMD: ektunwtrg, debinder, kAiBavog mupoocuoowudatwonc[8]

O ektumwtng Asttoupyel xpnoldomolwvtag dUo €€wBNTEC, 0 €vag EMLKEVIPWVETOL OTNV
EKTUTIWON METAAAOU, eVw 0 AAAOG sival adlepwpévog otnv e€wBNoN KePApLKOU HECOU
Slaouvdeong. Otav elval amapaitntn n xprion UMOOTNPLYUATWY, ULAL OTPWON OO KEPOLLKO
HéEoo ta Slaywpllel amo To KUPLWG KOUUATL KL ETUTPETEL TNV €UKOAN adaipeon toug[8], [23].
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Ewkova 17: Apaipeon UmooTNPLYUATWY OO EKTUTTWUEVO KOUUATL[8].

TO QVTIKELEVO TIOU TIPOKUTITEL AUECWE ETA TNV EKTUTIWON, SEV EXEL TG TEALKEG LOLOTNTEG TOU
HETAANOU, elval PaBupo kal eUOPAUVOTO. Z€ AUTO TO O0TASLO AEE OTL TO KOUUATL BplokeTal o€
“npdoivn katdotoon”’(green part). Zto mponyouevo povieho (Studio System™) To KOUpATL
£npene va tonoBetnBel evtog tou debinder, omou spBantilotav o l6kd LypO amocuvde-
onc (debind fluid), To omolo S1€AUE TO KEPLVO TUAMA TOU CUVEETIKOU UALKOU Kol AdpnVe miow
pLo Topwdn dopn HEow TNG omolag To UTIOAOLTIO HEPOG TOU GUVOETIKOU Umopel va Staduyet
KOTA TN SLAPKELD TNG TUPOCUCGOWHATWAONG. To SLAAUTLKO UYPO EMPETIE VAL EUTIOTIOEL TIANPWG
TO KOUUATL KOl va. PTACEL LEXPL TO KEVTPO TOU. TO TAXOG TNC SLATOUNE TWV TOLXWHATWY TOU
KABOe Koppatiou emnpealel AUeECA TO XPOVO TOU Ba XPELOOTEL VOl TTAPAUELVEL OE QUTO TO
otadlo. To povtédo Studio System™ 2 xpnotpomnolel StadopeTIKAG cUOTAONG UALKA Kal v
anattel dtadikaoia anoouvdeonc (debinding), woTtdoO OL TTIEPLOPLOUOL YLOL TO HEYLOTO TIAXOG
TOL{WHATWY TTAPOUEVOUV.

JTN OUVEXELD, TO KOMMATL TomoOeteital otov kAiBavo, Omou Beppalvetal Kovtd otn
Bepuokpaoia tnéng tou. H Beppokpacia mpokalel oclVTNEN TwWV LETAAALKWY CWHATS LWV Kot
mapAAAnAa e€QXVWVETAL TO UTIOAOUTO GUVOETIKO UALKO. Auto odnyel otn ocuumieon twv
HUETAAALKWV CWHATLSWY KoL 0T oupPLKVWON ToU KOUHATIoU. To BAa TG MUPOCUCOWHA-
Twong otnv BMD mpoUmoB£tel el8IKEG OXESLOOTIKEG QTALTHOELG WC TIPOC TNV YEWHETPLA TOU
KOUUATIOU, TO UTIOOTNPLYMOTA TOU, OKOMO KOl TOV TIPOCOVATOALOUO TOu otnv tpamela
EKTUTIWONG.

Ol kedalég Tou ektunwTtr dlatiBevtal o Vo peyedn. H amAn (standard) kedaln pe 400um
kat n uPnAng eukpivelag (High-res) pe 250um diapetpo. H pikpdtepn SLAUETpog tng uPNANG
guKpivelag KEQAANG TNG ETUTPEMEL LEYAAUTEPN OKPIBELA LE AVTAAAQYHA TILO apyr) TaxUTNTA
EKTUTIWONG.

‘Evag AAAOG TapAyoVvTOG TTOU EMNPEATEL TNV TOXUTNTA TNG EKTUTIWON €ival To UPOG ToU UALKOU
TIou evamnotiBetal otnv KaBe otpwon. To UPOC TWV CTPWOEWV UTopel va kupavOel and 150-
200um yia tnv amAi kedaAn kat 50um yia tnv uPnAng eukpivelag (High-res). Ta peyaAutepa
OYn oTPWONG EMLTPETIOUV TAXUTEPOUG XPOVOUG EKTUTIWONG OE AVIAAAQYMO HE KATWTEPN
noldtnTa emipaAvelag. AEMTOUEPH XAPAKTNPLOTIKA armodidovtal KAAUTEPA O AEMTOTEPEG
OTPWOELS wote va SlaodaAlotel OTL ektuTtwvovTal pe akpifela. MeyaAutepa e€aptipata
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UmopouV va enwdeAnBouv amnd tn xprnon tou xovdpoeldouc mpodiA yia va eéacdpaiicouvv
YPNYOPOUC XPOVOUG eKTUTIWONCG[23].

Ewkova 18: Enidpaon tou Uoug otpwong[23].

H xwpomAnpwon (infill) elvat pia emavoAapfavopevn XwpLlka YeWUETPLO TTOU YEULZEL TO XWPO
TOU KOMMATLOU Slvovtdg Tou oTIBapotnTa Kol UELWVOVTOC TO UALKO TIOU XPNOLUOTIOLELTOL.
MNépa amo tnv e€okovounon tou Bapoug, n xwpomAnpwon Bonda otnv KAAUTEPN AMOpPPO-
dnon tou StaAuTtikou tapayovta otn ¢acn TG amocuvdeong .

To PEYLOTO TAXOG TWV TOLXWHATWY EVOC KOPUATIOU Tteplopiletal ota 4mm n ota 10mm av
eKTUTIWOEL Ywplc xwpormAnpwon. Ta tolywpata Tou e£apTAUOTOC Hall HUE TO TTAVW KoL KATW
OTPpWHOTO AroTteAOUV To KEAUGPOC TOU KOUHATLIOU. OpLo yla To HEYLOTO TtAXOC Tou KEAUDOUG
amoteAel n dtadikacia tng anoocvvdéeons. O amapaltnTog XPOVOC Iou Oa TPEMEL TO KOUUATL
va Bploketol oto otadlo auTo €lvol cuvaptnon Tou mayxoug dlatounc. Mépn pe xovrpa
Tolywpata xpetalovtal meplocotepPo Xpovo. Na va anodeuxBel auto, To Taxog Tou KEAUDOUG
Sdlatnpeital KAtw oo 4mm.
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Ewova 19: Obovtwtol Tpoxol TUMWUEVOL UE SLOPOPETLKO TTAYOC TOLYWUATOC Kat gyriod infill.

MAgovekTNUa TG BMD €ival mwg oL LNXOVEG TTOU TNV AmopTi{ouv €XOUV OXETIKA UKPO OYKO
Kal n Aettoupyia toug Sev oxetiletal pe xalapéc moudpeg n Aéwlep amodelyovtog Ta ploka
TIOU ELOAYOUV aUTA, KAVOVTAG TNV £ToL GLALKA WG Ttpog to TteptBaliov ypadeiou [11].

ErutAéov mAeovektnua tg BMD mou Aeimel and tnv Binder Jetting eilvat n kavotnta
KATAOKEVUNG YEUlopaTog o MANPWG KAELOTOUG OYKouG. AuTto dev umopetl va yivel otnv Binder
Jetting (o ko n okovn dev Ba gixe Tpomo va Staduyel .
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Binder Jetting (Shop System™)

O ektunwtAg Shop System™ mou XpNOLLOTIOONKE YL TNV TTOPAYWYH OVTLKELLEVWY OO
St.17-4 Boaoiletal otnv texvoloyia Binder Jetting. To Binder Jetting elvat pia uPnAng akpi-
Belag kat peyaAng kAipokag peBodog petaAAkng tplobidotatng ektUmwong. H texvoloyia
TOU OVTLKOTOTITPIZEL QUTO TIOU XPNOLUOTIOLEL EVAG CUMPBATLKOG SLoSLA0TATOG EKTUTTWTNAG YL
NV ypnyopn ektofeuon peAdvng o€ xapti. Ta pnxovnpota €Xouv T SuvatotnTa VoL EKTUTIW-
vouVv TIoAU TILo YpRyopa Xpnotporolwvtag MOANAAEG KEPAAEG yLa PEKAOHO 0 TIOAAA onUeia
tavtoxpova. EmumAéov umopel va ¢prtidel dekadeg n kat ekatovtadeg eaptipata oe pia
naptida. Autd ta e§apTAATA UITOPOUV VAL TTUPOCUCOWHATWOOUV o€ éva peydho doupvo yla
va eruteuxBel pa Staxelploun vnodoun mapaywyng naptidbwv. Qg anotéAeopa, to Binder
Jetting elval onpavTika ToxUTEPO OVA KOUMATL artd OmoloveARTmote AANO TUTIO PETAAALKAG
EKTUTIWONG Yl autod lowg pmopel va avtikataothoel to SLM  wg tv kopudaia pébodo
TPLOSLAoTATNG EKTUTIWONG KE Baaon T xaAapr moudpa [16], [24].

H Binder Jetting xpnotpomolel To SOUKO UALKO o€ popdr oKOVNG O CUVSUOOUO HE Eva
OUVOETIKO LECO. TO CUVOETIKO 8pa WG GUYKOAANTLKO HETAEY TWV OTPWHATWY OKOVNG KAl Elval
ouvnBwg os vypn Hopdr. Mia kepaAr Kveital opl{OVTLO KATA UKOC TOU UNXOVHAHOTOC Kal
evamoBETel evaAAQGOOUEVA OTPWHOTO TNG TTOUSPOG KoL TOU CUVEETIKOU UAKOU. MeTd amo
KAOe eninedo, TO AVIIKELUEVO TTOU EKTUTIWVETAL XAUUNAWVEL 0TNV TTAATHOPHA KOATOOKEUNG KOlL
VEQ OTPWON TIOUSPAC AMAWVETAL ATTO TTAVW TOU . OMwe Kal pe AAAEC HeBOSOUC KATOOKEUNG
HE BAon TN OKOVI, TO QVTLKEIPEVO TIOU EKTUTWVETOL OTNPLIETAL OO HOVO TOU EVTOG TOU
oTpwHOTOC TToLSPAC Kal adalpeital and tn Un S€OUEVUEVN OKOVN UOALG OAOKANPWOEL N
ektuTwon[16].

Meta tnv eKTUTIWON, TO KOouTi Kataokeunc (build box) mou meptéxetl pall to ekTUMTWHEV PEPN
KalL TN oKOVN Tou ta IeplkAsiel tomoBeteital oe povpvo Enpavoncg (crosslink oven), omou ot
TIOAUMEPLIKEC AAUOCLOEC TOU OUVOETIKOU HEOOU udiotavtal aviidpacn otaupoouvdeong
(crosslinking). H otaupoocuvdeon eival pa Stadikacia Bepuikng wpipavong mou Sivel ota
TUTIWHEVA €§opTAMATA, TTOU Twpa Pplokovtal o€ «mpAoLvn Kotdotacn», TPOcOeTn avioxn
yla va eivat Atyotepo mibavo va oTiaoouy KaTd Ty ammokoviwon. Metd tn otaupoolvdeon ta
KoupaTia Bewpeital otL Bplokovtal a o€ «kad€ kataotacn» (brown parts) [16].

Ta akOpa EVIOG TOU KOUTLOU Kataokeung e€aptrpata umtofdailovtat o Stadikacia amoko-
viwong pe tnv eloaywyr toug o€ e€eLOLKEVEVO BAAQpO. Z€ AUTO TO OTASLO, MTPAYLATOTIOLEL-
TaL N avaokodr TwWV KOMUOTLWY ard TO KOUTL KOTAOKEUNG KO N GUAAOYH TNG MEPLOCELOG
oKovng yla enavayxpnotpomnoinon. H dtadikacia amokoviwong ekteleital péoa oe €L8KO
BaAapo, eEunnpeTwvTag TO0O0 MPAKTIKOUG OKOTIoUG, WoTe va anodeuxBel n dtdxuon okovng
oto nepBAaAlov, 600 Kat yla AOyoug uyeiag, TpokeLEVoU va anodevxBel n eLomvor) tng amno
Ta ATopA IOV gpyalovtal oto xwpo[16].

H ¢don t¢ nmupoocucowpdtwong €ivat kown kat yla TG Suo katepyooieg (BMD-Binder
Jetting). Ztov KAiBavo, To koppaTL Beppaivetal kovid otn Beppokpacio tENG. To umoAouro
OUVOETIKO UAIKO ameAeuBepwveTtal Kot Ta LETAAAKA cwpatidia cucowpatwvovtal. Auto
TIPOKAAEL cupmUKVWON Tou €£0PTAOTOG OE TTOCOOTO WG Kal 96-99,8%. Q¢ amotéAeoA TO
e€aptnua cupplkvwvetal o€ mepinou 17-22%, avaloya pe to UALKO. H katavonon 6co Kat o
€\eyxo¢ TG cupplkvwong AOyw TN MUPOCUCCWHATWONG ELVOL CNUAVTLKA yla TNV mtiteuén
oKpiBelag S1a0TACEWY HECW TNC AVTLOTABOLONG TNEC YEWUETPLOG OTO apXLKO otadlo[16].
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KaA€g mpakTIKES Katd TNV oxedlaon yla ektuTwon e Binder jetting

Ta koppatia &g Ba PEMEL va £OUV TTAXOG TOLXWHATOG MAVW amd 25mm. AuTo yivetal yia va
Umopel To oUVOETIKO UALKO va SlaAuBel kal amopakpuvOel katd tn SLAPKELD TG TUPOCUO-
owpatwong. Av To Tdxog €ival UTEPBOALKO TO CUVOETIKO UMOPEL va TAPAUEIVEL KOl va
TIPOKOAECEL PWYHEC KAL OTIACLLO TOU KOUUATLOU.

To mayog toyywuatog & Ba mpémet va eival katw amnd 0,75mm kabw¢ To Kopupdtt Ba eivat
TOAU €VUBpavoTo oTNV «KadE Katdaotaon» Kot mbavotata Ba ondcel katd tn dStadikaoia tng
EKOKADNG.

OLAoyoLSlaoctacewy (Aspect ratios) meplopifouv To EMITPEMOUEVO UEYEDOG XOPAKTNPLOTLKWV.
JUYKEKPLUEVA SLOOTAOCELC OTIWC TO TIAXOC ] TO TTAATOC MEPLOPL{OUV XOPAKTNPLOTIKA OMWE TO
HEYLoTo ePIKTO U oG Tolxou Kal To Baboc oxlopng n omng. H avaloyla Staotdcswyv opiletal
w¢: VYOG TPOG MAATOG.

ITNV MEPLMTWON TOXWHATWY N} KOAOVWV HE peyaAo Adyo Staotacswyv mpoBARpoTa Umopel va
gudavIoToUV 0To 0TASLO TNG MUPOCUCCWHATWAONG, OOV Koppatia va epdavilouvv umepPo-
ALKQ HEYOAEC TIOPAUOPPWOELC I PWYHEG. AV QUTA TA XOPAKTNPLOTIKA £XOUV KL UKPO TIAXOG
(0.75-2mm) Slatpéxouv auénuévo Kivbuvo va oTiaoouV Kata tnv amokoviwon[25].

4:7‘\—\/

Ewkova 20: MEyioto emITpento UPog avaloya Ue to Adyo Siaotaoewv [25].

ZTLG OTIEG KOl OTLG OXLOMEG, 0 AOyoG SLaoTtdoewyv ennpealeL Tnv eVKOALa e TNV omoia Ba yivel
0 KaBapLopUoGg Toug amo TNV eAeVBepn oKOVN KOTA TNV Amokoviwaon. ITEVEG OTEG UE LEYAAO
BaBog umopel va mayldbeloouv oKOVN O0TO ECWTEPLKO TOUG.

O Aoyo¢ Staoctacewv TG omr¢ Sev umopel va ivat >8:1, mou onpaivel 0tL to BABog tng omNng
Sev umopet va sival peyaltepn oo 8 ¢pop£C T SLAUETPO Tou. MNa TPUTEG ULKPOTEPNC SLaUE-
POV (- 2mm 1 Alyotepo), n avadoyia Stactdoswyv pewwvetol o€ 4:1. H eAaxLotn emtpenth
Slapetpog omn¢ eivat 0.75mm|[25].
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= 'K

SECTION A - A

<0.2mm 0.2-0.5mm >0.5mm

Will Not  Clears up Clear up

Resolve to 5x to 10x
Width Width

Ewova 21: EAdxioto mAATOG OXLOUNG KAl UEYLOTO EMLTPENTO BaBog omrj¢ avaloya ue t Stauetpo [25].

Juviotatal n anoduyrn Twv KOGTEPWY AKUWVY Kal n andtoun aAAayn Statoung. Ot koptepeg
OKUEG lval BavO va OTIACOUV KATA TNV OIMOKOVIWOT, EVW UEYAAEG OAAAYEG OTN SLAUETPO
ELOAYOUV OEPUIKEC TAOELS KATA TNV MUPOCUCOWHATWON Kal UMopel va Snuioupyrnoouv
PWYHEG. ZUVLOTATOL TETOLA XAPOKTNPLOTLKA VA OVTLKOOLOTOUVTAL OO AKTIVEG KAUMTUAOTNTOG
[25].

X Minimum Radius 0.5mm -~ Minimum Width 0.5mm -
Not Recommended

/// '

Ewova 22: Avaykn xprionc akTivwyv KoumuAotntag [25].
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Avtiotpodn pnxavikn Mntpag

MNepypadn untpag Cablel

OL uNTpEG TTou xpnouomolel péxpt onpepa n Cablel kataokevalovtal otnv Kiva. AlatiBevtat
OE UEPLKEG TIPOKAOOPLOUEVEC SLAOTACELG TTOU TTAPAYOUV CUYKEKPLUEVA TIPOodiA. OL UATPEC
ouTEG SlatiBevrat otnv eAANVLIKA ayopd pe Kootog 35€ mepimou n pia. O peyalot xpovol ava-
HOVNC KOBWE KoL OL TIEPLOPLOPEVEG ETUAOYEG KAVOUV TNV EVAANAKTLKA TNG EKTUTIWONG EAKU-
otk kat afla Stepevivnong. Emiong ev umapyel emloyn ylo UATPEG UE EVOWUATWHEVOUG
EVOANAKTEG yLa puBuLon tng Beppokpaciag Tou UAKoU Tou e§wBeital oute yla mpootacia
NG LATPAG amo unepBEppavon.

H undpxouoa PATpa gival eva KUAWOPLKO €€apTna TTOU amoteAeital amod pa ¢wAld anod
epyaieoxaluPa H13 pe évBeto mupnva and kapPidlo tou BoAdpapiou yLa MEPLOPLOUO TG
¢0opac. H ouvapuoyn twv dvo efaptnudtwy sival oyt kat LdAAov yivetal oe mpéoa.
Katomuv tng ouvappoAdynong twv dU0 KoppaTtlwy yivetal n dtdvolén tg omng He kayiuo
TWV UALKWV o€ nAektpodlafpwaon BuBLong (sink EDM).

Métpnon Slaotdoswyv & eKTiUNON avoxwy

H untpa ocuvepyaletal pe aAa dU0 €£apTAUATA TTOU GUVOALKA OTOTEAOUV TN UNTPOONKN.
Amo auvtd ta e€aptrpata Ba e€aptnBouv ol avoxég mou Ba emidé€oupe yia va e€aodalicovpe
™ owoth ouvoappoyr. Ot SLacTACELG TNG UATPAG UETPNONKAV HE Xprnon TOXUMETPOU Kol
unxovng CMM og 800 UNTPEG TTOU HOG ElX0V ATOOTAAEL.

Katomwv mapatripnong Twv HNTpwV Kol Twv gEapTtnUATWV UE Ta omoia cuvepyalovtal,
CUUTTEPALVOULE OTL TA YEWUETPLKA XAPOKTNPLOTIKA TIOU E{vVaL ONUAVTIKA yLa TNV TOTOBETNOoN
KAl CwWoTH cuvapupoyn TNG MATPAG otnv pnxavn, ivat n dtapetpog D1=31,99mm to VY og
h=18mm kat o kwvog $=60° énwg paivovtat otnv €lkova 25.

H Siapetpog petprBnke otn pia pAtpa 31.99mm kat otnv aAAn 31.93mm, de6opévou OTL Kat
oL dUo uNtpeg edpapuolouy otny Lo UNTPoOBNAKN UIMOPOUUE Ao AUTO VA EEAYOUE LA avoXN)
[-10,-70um] n omoia €ival OXETIKA peYAAn. Ao Ttivaka auto to €Upog Ba pmopoloe va
avtiotolxet o€ h9 [0,-62um] i f8[-25,-64] ko GAAEG.
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Ewkova 23: Mebia avoywyv Baotkou aéoval.
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To UYPoc h tng uATpag eival moAL Baotko, ylati oe auto Baciletal n otabepomnoinon tng. Mwa
o kovtn untpa dev Ba e€aocdaAile emadn Pe TO KWVLKO TR TG LNTPoBNKNG, dpa Ba ntav
QMEVOUYPAUMLOUEVN KE TN KUNXavH. Mia Tio pakpld Ba ftav aduvato va tonobetnOel kabwg
TO TIOW HEPOC TNG UNTPOONKNG € Ba EKAELVE.

H kwvikn yewpetpia e€aodalilel Tnv euBLYpAUULON TNG LATPAG LE TOV afova TG e€wBnong
ToU UALKOU. Qotooo 6 dalvetal va UTTAPXEL KATIOLO AAAO 08NYNTIKO XOPAKTNPLOTIKO YLA TNV
guBuypappion e tnv £€€060 TNG UNTPOBNKNG TEPA ATIO TNV OTI) TNG.

18.00

Ewkova 24: Mntpodnkn Ewova 25: Zkapipnua tne untpac

E¢loou onuavtikég elval kat oL SLACTACELG TNG OTIAG TNG LATPAG KABWG Kal n TpaxuTNTA TNG.
Amo Vv akpifela aUTWV TWV MAPAUETPWY eEapTATOL N aKpLBELA TOU TEALKOU TTPOIOVTOG Kall
umnopet va odnynoetL otnv anoppudr tou av ivat ektdg npodlaypadwv.

OL Slaotdoelg TnG onn¢ ival xapayuéveg (etched) mavw otnv kaBe pRtpa.

Ewkéva 26: Alaotdoelc onhi¢ uftpac: 3.15x8.0 Ewova 27: Mrjtpa tng Cablel.

Emtiloyn UALKwvV

To UAKO TNG UATPAC Tou KAvel Tn OSlEAaon eival kapPidio tou BoAdpapiou, wotdco o
kataokevaotng &g Sivel mpodlaypad£g yla tn okANPOTNTA Tou. Mo Tov Mpocdloplopo TG
OKANPOTNTOG TWV UNTPWV £YLVE CKANPOUETPNON AUTWV OTO EpyaoTnplo petaAloypadiag Tou
EMM. H Stadikaoia kat peBodoroyia tng HETpnong mapouclalovtal 0To OXETIKO KeddaAato. H
oKAnpoOTNTO OV PETPRONKE eival 810,7HV.
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EmAé€ape va xpnoluomoliooupe toug xaAuBeg H13 kat St.17-4 ywa tnv €KTUMWON Twv
UNTPWV. H emAoyn autn €yLve ylati ta UAIKA auTd eivat eUkoAa StaBéoiua yla tplodlaoctatn
EKTUTIWON UETAAAOU aAAG KO YLOTL TA XPNOLUOTIOLOUV EUPEWG OTNV KATAOKEUN HUNTPWV Kal
KaAouTtiiwy. Ev ToUToLg WG N OKANPOTNTA TOUG ELVaL KATWTEPN AId AUTH Tou KapBidiou. Na
N BeAtiwon ¢ oKANPOTNTAG Ol UATPEG oo St.17-4 pumopoulv va UTooToUV BepLKr €Te-
gepyaoia ocuudwva pe t Badn HIOO.

Ixedlaopog untpag oe CAD kal dSnuwoupyla apxeiou STL

Katomv twv Hetprioewv n UATpa oxedldotnke oto mpoypappa CAD tou Solidworks. Mua
ONUAVTLKR oAAayr) TIOU OVOYKOOTNKAUE VO KAVOUMPE WOTE N UATPO VA KATOOKEUAOTEL €€
OAOKANPOU LE TEXVIKEG TPLOSLAOTATNG EKTUTIWONG ATAV va oXedlooTel WG €va LOVOALOIKO
KOUUATL Ko va aroppiou e tn xprion nupriva amno kapBidlo. Auto yivetalylati tnv nepiodo
ouyypadnc autng tng epyaciag dev umapyxel StabBéoun texvoloyia Mou va EMITPETEL T
TOUTOXPOVN EKTUTIWON KEPAMLKWVY KOl HETAAAKWY UALKWV. H eKTUMWON QLYW KEPAULKAG
untpag elvat Suvatr, aAAA TO KOOGTOG OTNV TTAPOUCA XPOVLKH OTLYMI E(VOL OTTOYOPEUTLKO yLA
™ Slepevivnon tne. MNa va StachaAicoupe TNV cuvapUoyn UATPAG-UNTPOBNAKNG N SLAUETPOG
D1 oxedlaotnke 0.05mm pikpotepn dnAadn 31.94mm.

H untpa and H13 nou ektunwOnke pe tn pEBodo BMD Sev ektunwOnke cuumayng. Katd to
slicing eTuAEXBNKe va €xeL €va eEWTEPLKO TOlXWHA OpoLOpopdoU TAXOoUG 4mm KoL TO ECWTE-
PLKO TNG yeplotnke pe pia Sopn yupoeldoug mAéypatog (gyroid lattice structure). Auto €yuve
yla va e€aodallotel n kKABaPon TOU KOUUATIOU Ao TO CUVOETIKO LECO KATA TNV TUPOCUO-
OWUATWON. EMUTAEOV N N cCUMIAyn G EKTUTTWON CUVETIAYETOL OLKOVOULOL XpOVOU Kol UALKOU.
Alvetal €pelopa yLOL LEAETN OXETIKA HE TNV OELOTIOLNGCTN TWV KOWOTATWY QUTWV WG AywWywVv
PUEng. O TUMOG KAl OL SLACTACELG TOU XWPLKOU MoTiBou TNG xwpomAnpwong pag §60nke anod
tnv Lino3D. H yewpetpia tou mAéypatog oxediaotnke oto CAD wote va xpnotpomnotnBel otig
TIPOCOUOLWOELG YLa TNV a§LOAOYNCN TNG UATPOG.

Ewkova 28: Eykapaotia (aptotepa) kot Staunkng (6eéia) toun tne untpacg omo H13.
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MnNXOVIKEC SOKLUEC

IXeSOLOOUOG TIELPAUATIKOU TTPOGSLOPLOUOU TWV HUNXAVIKWY LOLOTATWV

OL UNXAVIKEC LOLOTNTEC TWV 3D EKTUTIWHEVWY KOUUOTIWV MUIOpPEL val SLad€Pouv onUAVTIKA
OO EKELVEC TWV AVTIOTOLXWV KOMUATLWY TIOU Kataokeualovtal PE TapaSOCLOKEG KATEP-
yaoleg amno to 610 UALKO.

ApPXLKA TO OVTLIKELUEVA TIOU Ttapayovtal pe TG pebodoug BMD kat Binder Jetting, katd tnv
TIUPOCUCGOWHATWON armtoBAAAOUV TO CUVOETIKO UECO TIOU UTIAPXEL LECA TOUC. Tol KEVA TTOU
dnuloupyouvtal, kKoAumtovtal anmd tnv HETOAAWKN ToUdpa, n omola Klveltal umod TNV
enidpaon ™G Paputntag Kot OSUVAHEWV EMIPAVEIOKWY TACEWV WE QMOTEAECUA TA
avtikeipeva va cupplkvwvovtal. H cuppikvwon autn €xel wg amotédeopa tnv avénon tng
TIUKVOTNTAG TOU UALKOU, WoTO00 eV anmaAldooetal ViAW arnod to mopwdeC. EToL oL TEALKEG
LOLOTNTEC TWV TPLOSLACTATA EKTUTIWHUEVWVY OVTIKELMEVWY PE BAon TIg mapandavw Uebodoug
elval TapOUOLEG PE AUTEG TWV XUTWV[8].

Ta tPLodLAcTATA EKTUTIWHEVA OVTIKEIMEVO ouxva epdavilouv SLapopeTIKEG ELOTNTEG
avaloya Pe TV katevBuvon mou Kataokevaotnkav. 2tnv BMD (onwg kat otnv FFF) n kedaln
e€wOel TG YpaUUEG TOU UAWKOU oxnuoatifovtag tv kdBe otpwon.  OL TEPLOXEG
€vVOOOTPWHATIKAG Kal SlacTpwpatikng évwong elvat onueio ota omoila evdéxetal n
ermudavela emadng va eivat PLKPOTEPN, va €xouv dnuloupynBel KevA 1 va pnv €XeL yivel
TIANPNG opoyevoTmoinon tou UALKOU petafl Stadoxikwv ypapupwy. Auto To datvopevo eival
TLO €VIOVO OTNV €VWwon YPAUUWV TIoU avAKkouv o€ SLadopeTkEG OTpWOEL; Kabwg eival
olvnBeg ta TPLOSLACTATO EKTUTIWHEVA UALKA TNG TtexvoAoyiag FDM va aotoxolv Aoyw
SLOOTPWHATLKAC ATtOKOAANGONC.

Build Direction

“ Intra-layer bonding

Inter-layer bonding

Ewkova 29: Ev60oOTpWUATIKEG KAl SLAOTPWUNTIKEG EVWOELG

Ytnv Binder Jetting o Pekaopodc Tou cUVOETIKOU HECOU YIVETAL OTO MAVW HUEPOG TNG KABE
oTpwaong. Aoyw tng duon TG Katepyaoiag EVOEXETAL N TTUKVOTNTA TOU CUVOETLKOU val SLaku-
paivetal avaloya pe to BaBog evtog pag otpwonc. Exouv nén avadepOel ol eMMTWOELG TOU
€XEL TO OUVOETIKO UAIKO Kal Bewpolpe mwc n umobeon autr dnuloupyel umoPieg yia
aviootpornn cupnepldpopd. H Bewplo UTH AMOTUTIWVETAL OTTIKA 0TV €lkova 30.
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-

powder & binder
powder
binder

Ewova 30: AlakUuovon the mUKVOTATHG TOU OUVOETIKOU UECOU OE OXEON UE TO TAYOC OTPWONG

Anodaociotnke va mpaypatonolnfouv pnXavikeg SoKIUEG EPEAKUOUOU WOTE VO QTIOKTH-
OOULE TNV KAUIUAN TAoNG apapopdwaong KoL oo auTthv va eEAyou e 0plo mapapopdwaong
kat Stappong (YTS, UTS). Népa amod anAn Sokiun ebeAkuopol Kpibnke onUavTIKO va yivouyv
SokLuEg katl og uPnAn Beppokpacia kovtd otn Beppokpacia Aettoupyiag tng LATPAG N omola
elvat 330-370°C. H Desktop Metal 6ivel Tig 16L0TNTEG TWV UAKWYV St.17-4 kot H13 aAAd povo
oto eninedo XY kat og Beppokpaocia neptBarlovroc.

Avaykaio kpiBnke ol SokluEg va AapBavouv umoyn tn dopd tn¢ Katepyaoiag, onote dokipa
TunwOnkav o 3 SLadopPETIKEG KATEUOUVOELG. ZUYKEKPLUEVA yla KABE €va amo Ta UALKA TTOU
XPNOLIOTIOOAUE amodpacioTnKE va Tpaypatonolnbouv:

¢ 9 elpapata epeAkuopoUl, otoug 25°C, amnod ta omnola:
° 3 yla SokipLa TultwpEva oto emimedo XY ToU EKTUTIWTH.
° 3 ylat SokipLa Tumtwpéva oto eminmedo YZ Tou EKTUTTWTH.
° 3 ylat Sokipla Turtwpéva Katd thv kateLBuvon 71 .
e 2 epapata epeAkuopou, otoug 350°C kat 250°C, tuntwpéva oto emnimedo XY.

Mnxavécg epeAkuopoU

Aokpég Tou edpeAkuopoU TipaypatomnoiOnkav oto Ktipto Avtoxng YAwwv tng ZEMOE oto
EMIM. H pnxovn mou xpnowtomnowdnke Atav pa Instron 1121 Series IX Automated Material
Testing System ovopoaotikoU ¢optiou 10kN oe cuvduacuo pe ¢oupvo (Environmental
Chamber) Instron 3119-406-221 péylotng Beppokpaciog Aettoupyiag 350°C.

AOYW TWV TEPLOPLOUWY TWV HLEBOSWV TpLodldoTatng EKTUTIWONG TTOU XPNOLUOTIOLCAME, NTAV
adUvaTo va KOTAOKEUAOTOUV SoKipla TUMwUEVA oTo entimedo YZ kat katd thv katevBuvon Z,
HE OPKETA AETTTH SLATOUN WOTE VA UIOPOoUV va OTIACoUV armo tnv Instron 1121. Mo auto to
AOYO emUTAEOV SOKIUEG TIPAYUATOMOLNONKOV OTO KTLPLO = NG oXoAnNg Mnxavoloywv Mnya-

1 me v ékppaon “Sokipla TuMwpEva Katd tnv katevBuvon (A afova) Z” evvool e OTL Ta SOKiLo AUTA EKTUTIWONKAY e
TETOLO TPOTO WOTE, Otav £peAKUCTOUY, va AGBOUME TG BLOTNTEC TOU UALKOU OTOV QvTioTOoL(0 A€ova TOU CUCTHHATOG
CUVTETAYHUEVWV TOU EKTUTIWTH.
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VIKWV Tou EMIM. H punxavn mou Bpioketal kel eival pia Instron ovopaotikou ¢poptiou 100kN
TIPAYUQ TIOU ETILTPETEL TN XPrON TILO TTAXLWV SOKLUIWY, EUKOAOTEPWYV OTNV KATAOKEUN).

2XeOLOLOUOC AOKLULWY

Mpotuna

Ta mpotuTa mou KaBopilouv Tov TPOMO Slefaywyng LNXOVIKWY SOoKIUWY ePpeAKUCHOU glval
to ASTM E8[26] yia epeAkuopo petaAAikwy UALKwY og Beppokpacia meptBarlovtoc (22°C)
KoL to ASTM E21[27] yia avénuéveg Bepuokpaoiec. To ASTM E8 mapexel tov akoAouBo miva-
KOl LE TLG TIPOTELVOLEVEG SLOOTAOELC SOKLUIWV.

Mivakag 1: Ataotaoeic Sokipiwv. Mnyn ASTM E8[26].

A Es/ESM - 13a
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Dimensions
Standard Specimens Subsize Specimen
Plate-Type, 40 mm Sheet-Type, 12.5 mm 6 mm
[1.500in.] Wide [0.500 in.] Wide [0.250in.] Wide
mm [in.] mm [in.] mm [in.]
G—Gauge leneth 200.0+0.2 50.0+0.1 25.0+£0.1
geleng [8.00 +0.01] [2.000 £ 0.005] [1.000 £ 0.003]
+ + +
W—Width 40.0+2.0 12.5+0.2 6.0£0.1
[1.500 + 0.125, -0.250] [0.500 + 0.010] [0.250 + 0.005]

T—Thickness thickness of material
R—Radius of fillet, min 25 [1] 12.5 [0.500] 6 [0.250]
L—Overall length, min 450 200 100
A—Length of reduced section, min 225 57 32
B—Length of grip section, min 75 50 30
C—Width of grip section, approximate 50 20 10
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MNpwta oxedla SokLpiwy Kal TTPOBANUATO TTPLV TN EKTUTIWON

O Slaotdoelg twv dokipiwv Baciotnkav oe autég mou kabopilovtal amd ta mMPOTUTA yLla
“Subsize Specimen” kat To maxog emAéxOnke T=2mm. AkoAoUBwg umtoAoyiotnke to Ppoptio
oto omolo Ba yivel n Bpalvon Twv Sokpiwv.

Mivakag 2: YtoAoyiouoc Suvaunc Spavong

YALKO EpuBadov Statoung Almm?2] UTS Abvaun 6pavong F=P-(W-T)
St.7-4 12 912 MPa 10,95kN
H13 12 1700 MPa 20,04kN

MNapatnpnbnke OtL To avaykaio ¢optio yla tn Bpavon ival avwtepo Tou PEyLoTtou poptiou
TIOU Pmopel va aoknoel n pnxavn Instron 1121. Mo autd 1o Adyo UTIOAOYLOTNKE N WEYLOTN
erutpentn dtatopun mou va e€aodpalilel Bpavon twv dokipiwv. Auth n dtatoun, ywa to H13
TIou £XeL TO peyalltepo dplo Bpavong, sivat A=F/P=5,88mm?. Ma W=4mm kot T=1,4mm n
Statopr) mpokutel A=5,6mm? rtou e€aodalileL tn Bpavion twv Sokipiwy ard H13 ota 9,52kN
TO omolo elval evtog TwV oplwv TNE HNXAVAC. T KATOOKEUAOTIKA OXESLA TWV MPWIWV
Soklpiwv mou oxedlaotnkav napouotalovral otny swkova 31.

N

/

[ -

Ewova 31: Alaotaoeic Sokiuiwv e Baon tov mpwto oxedlaouo

To STEP apyeia twv Sokipiwv otaABnkav otnv LINO 3D. Texvikoi tng LINO 3D £kavav nmpoco-
Holwaon TNG MUPOCUCCWHATWONG 0TOo TTpoypappa Live Sinter™ kal mapatripnoayv umepBoAka
HeyAaAeg Tapapopdwoelg ota Sokipa. 18laitepo mpoPAnua umtipxe ota Sokipa mou Ba
EKTUTIWVOVTAV KaTd Tov Z dfova kabwg kat ota Aemtd Sokipia uPnAwv Beppokpactwy.
MNapdAAnAa avédepav OTL Ta TOAU Aemtd Sokipla Atav mbavov va omdocouv Kata tnv Sia-
PKELA TNG EKOKAPNG. ZUVOALKA Tat Sokipta KpiBnKav pn KOTOOKEUATLUA.

Mo va avTLLETWTILOTOUV Ta TtpoAnpaTa ou pogkuav, potddnkav Vo evoAAaKTKEG. H
TPWTN MEPNAMPAVE TNV EKTUTIWON TTAOKWY UALKOU KOl TNV OTN CUVEXELOL TNV KATEPYOOLA TOUG
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o€ pa gepyaletopnyavy CNC. Av kot auth n mpooEyyLlon €xel akoAouBnBel kal and AAAeg
€PEUVEG ylO TNV KATAOKEUN SOKLUiwY, TapoAa autd Snuloupyet véa mpofAnuata, Onwe n
OAAOLlWON TWV QNMOTEAECUATWY AOYW E€LOAYWYNG TOPOAUEVOUOWVY TACEWY, N avénon tou
KOOTOU, XPOVOU avapovng Kot Tng afefatotntag mou cuvdéetal pe tn Stadkaoia.

Ao tnv aAAn MAeupad, n SeUTeEPN TIpOTACH MEPAAUPBAVE TOV AVAOXESLAOUO TWV SOKLULWY PE
TPOMO KATAAANAO WoTe va eAattwBolv Ta MpoBARUATA TNG MTUPOCUCCWHATWONG. AUt N
TPOCEYYLoN Tapeixe avaAlolwTa anmoteAéopata, XwPLG EMUTAEOV KOOTOG Kal KaBuoTtépnan
yla UTO Kot ETUAEXONKE.

MNa ta dokipla mou tunwlnkav ota enineda XY kat YZ LelwOnKe To KURKOG TOUG Kot auénonke
TO TIAXOG TOUG oTa 4mm. AUTEG oL IAAQYEG TAV APKETEC YLOL VOL LELWOOUV TLG TTAPALOpPWOELS
TIOU TIPOEPAETAV OL TPOCOUOLWOELG. H aAlayr) otn Slatopn €XEL WG AMOTEAECHUA VA XPELA-
Covtal Bswpntikad 36kN yla tn Bpavon Twv Sokiuiwy ano H13.

O oxedLaopoG TwV SoKLiwy Tou Ba TuTtwvovTayv Katd Tov Z dfova amotéAece HeyaAUTEPN
npokAnon. EmAéxBnke n évwon moAwv Sokiuiwv o€ €va eviaio mMAaiolo woTte ta Wdla ta
Sokipla va aAAnAootnpilovtal. To mpwTo oXESL0 O AUTH TNV KATELOUVON EYLVE LE TN AOYLKN
otL Ba xpelaotel epyadelopnyavn yla tnv adaipeon tTwv Sokipiwy amo to eviaio cwpa, aAd
TmapoAa autd to onueio mou Ba yivel n Bpavon Twv dokLuiwv Ba HEVEL AVEYYLXTO. TN CUVE-
XELOL AUTO TO O0XESL0 BeATlwONnKe auédavovtag KL AAAO T oTLRaPOTNTA TOU KAl T cUTEpLdOopaA
TOU KOTA TNV MUPOCUCCWHUATWON UE TO EMUTAEOV TTAEOVEKTN LA OTL T SOKLMLA TILAL UITOPOUV
va aneAeuBepwBoUvV amod to mMAaiolo Pe TN Xprion amiou ywviakol tpoxou.

e excessive warping e Notable warping e negligible warping
e impossible toprint e Need to post prossen in milling e The dog bones can be cut from

machine to free the specimens - the frame using a angle grinder

Ewkova 32: stadia avaoyediaouoU dokiuiwy yia va turtwdouv otnv katevduvon Z

H i8ta Aoyikr) akoAouBnBnke otov avaoxedlaouo Twv Sokiuiwv vPnAwv Bepuokpaciwy. Ta
Sokipta evwBnkav Hetafl TOuG HE Eva TAQLCLO Ao TO OMOL0 UIMOPOUV VAL KOTIOUV HE YWVLAKO
TPoYO. T amoteAEoUATA TNG POCOMOLWoNG Kot 6w ATav evBappuVTIKA TpoPBAEmovTag EAA-
Xlotn mapapdépdwon, evw HelwONKe kal n mbavotnta KAmolo Sokiflo va omdceL 600
Bploketal o€ «mMPACIVN KATAOTOONY.
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e Warping constrained by the frame.
e The dog bones can be cut from
the frame using a angle grinder
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Ewova 33: Stadia avaoyxediaouou Sokiuiwv uPnAwv GepuokpaotLwv.
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Ewkova 34: TeAlkég Slaotaoelg Sokiuiwy UETA THV Ko amo ta mAaiota: a)Aokiuta vPnAwv Jepuokpactwy.
b)Aokiuto yia ektunwaon otnv katevBuvon X & Y c)Aokiuto yla ektunwaon otnv katevBuvon Z.
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Ewkova 36 : Qwtoypapie TUMWUEVWY AETTTWV SOKLUIWY VLo EQEAKUOUO O aVEBAOUEVEG TEPUOKPAOTIEG,
aplatepa ano H13, deéia amo St.17-4

Ewkova 37: Aokiula UETA TNV KOTTr om0 TA mMAatiold Toug, aptotepd amo H13, deéia oo St.17-4.

O oxebLa0pOG TwV MAALCLWV yLa TNV oTAPLEN Twv Sokluiwy Kat TNV anoduyn napapopdw-
OEWV NTAV AMOTEAECUATIKOG Kal OAa ta Sokipla ektunmwOnkav pe emtuyia. Ta dokipa mou
ekTUTIWONKAV oTo eminedo YZ napouciacav eAadpd Kapyn.
Aoklpeg epeAkuopol og upnAn Bepuokpacia

Ol Slootaoelg Tou KABs SoKLUiou HETPONKaAV TPLV TA MELPAUATA KAl TTOPOUCLAlovTaL OTo
niivaka 3.
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Mivakag 3: Ataotaoelc Sokipiwv uPnAwv GepUoKpaoLWV.

Aokipto EAeUBepo punkog: L [mm]  |[NAdtog [mm] |Mdaxog [mm]|EuB. Statoung: A [mm]
St17-4 HT 1 32,00 4,05 1,48 5,99
St17-4 HT 2 32,00 4,03 1,48 5,96
St17-4 HT 3 32,00 4,05 1,49 6,03
St17-4 HT 4 32,00 4,07 1,48 6,02
St17-4 HT 5 32,00 4,11 1,46 6,00
St17-4 HT 6 32,00 4,07 1,47 5,98
H13 HT 1 32,00 1,45 4,24 6,15
H13 HT 2 32,00 1,45 4,23 6,13
H13 HT 3 32,00 1,45 4,24 6,15

AmnoteAéopata MEPAUATWY

Kata tnv SLapKeLa TwV MELPOUATWY o€ aveBaopévn Beppokpaaoia ta pey£On mou petpolvtay
Aaueoa ATav n SUvapn oV AoKOUVTOV OTLC OPTIAYEG KOL N LETOTOTILON AUTWV. 2TA TTELPALATA
TIOU £YLVaV EKTOG TOU KALBAVOU HETPRONKE eEMUTAEOV N MOPAOPP WO TWV SOKLULWV UE XPron
AEWep.

YMoAoyLlopog TNG TAoNG Kal Tn¢ mapapopdwong £yve ol Udpwva Pe Toug akoAouBoug TUTIOUG
Kal ypadtnke kwdikag oto MatLab yia tnv e€aywyn Staypappdatwy (elikova 40&41).

o o= %, orou P to dpoptio kat A to epBadov dtatounc.

AL L .
* &=-—oOmov L To apxLkO pAKOG Kal AL n emiunkuvon.

Ewkova 38: Aokiuta evtoc Tou poupvou. Ewova 39: Métpnaon tng¢ mapoaudpewong Ue Laser.
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o-€ St.17-4
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800

700 -

600

500 -

o-£ H13

1200

1000

800
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Ewkova 41: Atakuuavan tou opiou Jpauonc o€ oxeon Ue TNV Jepuokpacio

g
400 + L
—_— | 400
200 - |
j SHT-4@340°C 200 7 H13,@340°C
A e
100 |- St17-4@250°C - H133@22’°C
= Sl1?-46@22EC L | 0 —
0 L _
6 ; i j ; ‘ B j ; ; . i ; i j
0 002 0.04 0.06 008 0.1 0.12 0 001 002 003 004 005 006 007 008 009 0.1
[mm/mm] [mm/mm]
Ewova 40: Ataypauuata TaonG-mapapuopewans
uTS-T
1100 ; :
1050 |
1000 |
=
o 950 St17-4
=3 H13
900 |
850 1
800 ‘ ‘ : : ! :
0 50 100 150 200 250 300 350
°cl

H taon Bpavong otn Bepuokpaocia meptBdrlovrtoc yia to St.17-4 Bpebnke ota 839MPa kat

yla to H13 ota 997Mpa.

To H13 daivetat va yivetal o avOeKkTko e avénon tng Beppokpaciag. Auto mibavov yivetal
eneldn anaAeidpovral oL OepULKEG TAPAUEVOUTEG TAOELG TIOU £ixav dnuloupynBel kata tnv

TIUPOCUCOWHATWON KOl £TOL AUEAVETAL N LkavoTnTa tapaAafrg poptiou amod To UALKO.

Ao Ta nelpapata idape OtLn taon dLoppong yla To St.17-4 tov MPakTka opetaBAntn os
oxéon Ue tnv Beppokpacia evw ya to H13 daivetal va avéavetal katd 9,4%. Baollopevol
oTo SLaypappa otnv elkova 42 BAEMOUUE WG AUTH N cupneplpopd os oxeon e TN Beppo-
Kpoola CUMTIITTITEL e TNV avTOoXr) Tou XuTtootdnpou (cast iron) yia to St.17-4 kat pe to wrought
iron . Amo to (610 Staypappa BAEMou e mwg otoug 500°C N avtoxn TwV UALKWY QUTWV TIEPTEL
oto 75% auTtr¢ mou €xouv ot Beppokpacia eptBaAlovtoc. ETol ektipoU e OTL N Tdon Slap-
pon¢ tou St.17-4 otouc 500°C ival 629.5MPa kat 748.0MPa yia to H13.
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Influence of Temperature

~ 140 4

o

_§’ 120 = Wrought Iron

& 100 - == Cast Iron

w Steel Castings
£ 80 ~——— Structural Steel
E 60 - = Copper

s Bronze

2 40 - - Stainless Steel (304N)
£ 20

&g

5 0

0 100 200 300 400 500 600 700 BOO 8900
Temperature (deg C)
Ewova 42: Atakuuavon tou opiou Spavonc o€ oxeon Ue tn Jepuokpacio yla Stapopa uAika [28]

ITIG LETPAOELC TTOU £yLvayv o€ Beppokpaaia meptBaAAovtog, xpnotomnol)fnke cuokeun Aéllep
TIOU ETUTPEMEL TN METPNON TNG TapapopdwonG He peyallTepn akpifela (elkova 43). Méow
Tou epyaleiou tou Matlab curve fitter, éywve enetepyacia twv Sedopévwy Katl urtohoyiotnke
n kKAlon tNG KAUMUANG Tdong Mopapopdwong otn YPAUULKN Tieploxn. And tnv enefepyacia
TpoékuPe OTL N eAaotikoTnNTa Tou St.17-4 €ival 122GPa kat tou H13 128GPa. Ol TLUEG QUTEG
elval apketd xaunAotepeg amd To PETPO Young TwV OVTIOTOLXWV UALKWYV TIOU €XOUV KOTA-
OKEVAOTEL L€ CUMPATIKEG KATEPYAOLEC.

o-£ St17-4

1000

800

600

400

[MPa]

200

Laser
* jaws

200 . . . n . . . .
0.01 0.02 003 0.04 0.05 0.06 0.07 0.08

[mm/mm)]

Ewkova 43: ZUykplon kaumuAwy o-€: METtpnon the HETAKIVNONG TwV apraywyV - METproeic tou AElep.

Fit Plot Fit Plot
T T

1000 -

\ 900 |-

800 -

700

800 -

500 [

Y2

& Yivs X1 400 -

*  Excluded By Rule Y1 vs. X1 * Y2vs X2
300 | *  Excluded By Rule Y2 vs X2
untitled fit 1

|[——untited fi1 4
200 -
100

4 0

L L I I ' ' ' L
0.005 001 0015 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.005 001 0015 0.02 0.025
X2

Ewkova 44: MatLab curve fitter tool: ebpeon uetpou Young yia  Ewkova 45: MatLab curve fitter tool: eUpeon uetpouv Young yia
t0 St.17-4 T0 H13.
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Mpocopolwon MUPOCUCOWHATWONG

MeBobdoloyia mpooopoiwong MUPOCUCOWHUATWONG YL AVTLOTABOLON

YTI¢ ueB6Soug BMD ka Binder Jetting n yewpetpia Twv Koppatiwy aAAAlEL GNUOVTIKA KOTA
TNV MUPOCUCOWUATWON TOUG. TOTE TO KOUMATIO CUPPLKVWVOVTAL Kot AOyw tnG uPnAng
Bepuokpaciag Tou PTAvel KOVIA OTto onpeio tTENG Tou UAKOU TOUC, MOAQKWVOUV Kol
KQUITTOVTOL KATW Ao To Bapog Toug (elkova 46).

Mna vo emtevxBel n emBUUNTA VEWUETPLO TOU KOUUATIOU UETA TNV NMUPOCUCCWHATWON,
Xxpnoluomnotlouvtal eL8IKA Tpoypappata onwe To Altair Inspire Print3D i to Live sinter™ ta
omola KAvouv avtlotdduion ¢ yewUeTpilag Tou STL apxeiou mou mPOKeLTaL va eKTUTIWOEL.
Ta mpoypdppata autd mpocopolwvouy tn Stadkaoia tng mupoocuoowpdtwons. Méow ULag
enavaAnmtikng Stadkaciag umoloyilovtal ol mapapopPwoeLg Kot Emetta Bploketal n anod-
KALON TNG POKUTTOUOAS YEWUETPLOG amod tnv Weatr. To Aoylouikod mapapopdwvel to STL
apxelo Tou «mMPACIVOU KOUMATIOU» avtiBeta amd tnv kateuBuveon mou MPoEKUYE amo tnv
npocopoiwon kat n Stadwkacia emavalapfavetat. O KUKAOG TEAELWVEL, OTAV N ATOKALCN TOU
TEAKOU KOUHOTLOU a0 To L8eatod eival KATw armo KAmoLo kaboplopévo oplo.

[sintering densification]

[Sintered part deformation]

Typical result Live Sinter™ result

Ewova 46: AAAayn tn¢ Hopeng Katd Tt mTUpOCcUCOWUATWON.

H Lino 3D xpnolpomnoinoe to Live sinter™ yia TNV MPOETOLUOCIO TWV KOPUOTIwy. To Live
sinter™ eival to enionuo Aoylopko tng Desktop Metal yio xprion HE TOUG EKTUTIWTEC TNG.
MPOCGOUOLWOELG TV CNUAVTLIKO va yivouy, yia va BeBatwBoU e yLa TNV KATAOKEUACLLOTNTA
TwV €£apTNUATWY, TIPLV TNV TEALKA TtapayyeAia, woTdoo TO TPOYPAUUA AUTO dev pag ATav
SLa0€otpo kat yla autd to Aoyo xpnotpomnolnOnke to Altair Inspire mou €xeL mapopoLeg duva-
totNTEG. H pebBodoloyia mou akoAouBnBnke yla TNV avaluon OAwV TwV KOUUATLWY TIOU
EKTUTIWONKAV TEPLYPADETOL AVOAUTIKA OTO TapapTnua A.
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AmnoteAéopota nNPocopoilwong

Mivakoag 4: Mpooouoiwon mupoc/on¢ UNTPAC.

ApBuog emavdAndng

MPpACLVO KOUMATL

KOUMUATL LETA TNV TTUPOCUCCWLATWON

ApxLKN YEWUETPLOL

Displacement Mag 2 |71
Max: 3.396e+00 mm **
— 3.396e+00 mm
— 3.057e+00 mm
= — 2717e+00 mm
— 2.377e+00 mm
— 2.038e+00 mm
— 1.698e+00 mm
— 1.358e+00 mm
- — 1.019e+00 mm
— 6:792e-01 mm
— 3.396e-01 mm
— 0.000e+00 mm
Min:  0.000e+00 mm **

EmavaAnyn 1

Displacement Mag v
Max: 4.057e+00 mm **
— 4.057e+00 mm
— 3652e+00 mm
— 3.246e+00 mm
— 2.840e+00 mm
— 2434e+00 mm
— 2.029e+00 mm
— 1.623e+00 mm
— 1.217e+00 mm
—&115e-01 mm
—4.057e-01 mm
. — 0 000e+00 mm
Min:  0.000e+00 mm ™

Mivakag 5: Mpooouoiwaon mupoa/ang Sokiuiwy EKTUNIWUEVWY KAOETa aTNV Tpdrela.

AplBu6G emavaAnyng

MpAocvo Kopuatt

KOUUATL LETA TNV MUPOCUCOWUATWON

ApXLKN YEWUETPLA

Displacement Mag »
Max: 5.222e+00 mm **
— 5222e+00 mm
—4.700e+00 mm
—4.178e+00 mm
— 3656e+00 mm
— 3133e+00 mm
— 2611e+00 mm
— 208%e+00 mm
— 1567e+00 mm
— 1.044e+00 mm
—522%¢-01 mm
S8 _ 0 000e+00 mm
Min:  0.000e+00 mm **

EmavaAnyn 1

Displacement Mag b
Max. 5935e+00 mm **
— 5935e+00 mm
—531e+00 mm
— 4 748e+00 mm
—4.154e+00 mm
—3561e+00 mm
— — 2.9672+00 mm
—2.374e+00 mm
—1.780e+00 mm
— 1.187e+00 mm
—5935e-01 mm
— 0.000e+00 mm
Min:  0.000e+00 mm ™

EmavaAnyn 2

Displacement Mag
Max: 5.960e+00 mm **

— 5960e+00 mm

—5.364e+00 mm

= — 4 768e+00 mm

—4.172e+00 mm

— 3576e+00 mm

— 1.192e+00 mm
—5.960e-01 mm
— 0.000e+00 mm
Min: 0.000e+00 mm **
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Mivakag 6: lMpooouoilwaon mupoc/an¢ SOKIUIWY EKTUTTWUEVWY EQATTTOUEVA OTNV TPATTE]A.

AplBuoG emavaindng

MpAocLvo KopuatL

KOUUATL HETA TNV MUPOCUCCOWHATWON

ApPXLKA YEWUETPLA

Displacement Mag v| #
Max: 4.840e+00 mm **

— 4.840e+00 mm

— 4.356e+00 mm

= — 3.872e+00 mm

— 3.388e+00 mm

— 2.904e+00 mm

| — 2420e+00 mm

— 1936e+00 mm

— — 1.452e+00 mm

—967%-01 mm

— 4.840e-01 mm

— 0.000e+00 mm

Min:  0.000e+00 mm ™

M

EnavaAnyn 1

Displacement

Displacement |Mag he
Max: 5450e+00 mm **
— 5450e+00 mm
—4.905e+00 mm
—4.360e+00 mm
— 3.815e+00 mm
— 3.270e+00 mm
—{ — 2.725e+00 mm
— 2.180e+00 mm

— 1.090e+00 mm
— 5450e-0T mm
— 0.000e+00 mm
Min:  0.000e+00 mm **

ErmavaAnyn 2

Displacement Mag_ “
Max: 5524e+00 mm ™
— 5524e+00 mm
— 4.972e+00 mm
— 4.419e+00 mm
— 3.867e+00 mm
— 3314e+00 mm
— — 2 762e+00 mm

— 1.105e+00 mm
— 5524e-01 mm
— 0.000e+00 mm
Min:  0.000e+00 mm ™

Mivakoag 7: Mpoocouoiwon nupoc/on¢ Sokipiwy EKTUNWUEVWY KaTd Tov déova Z.

ApBLOG emavdAnng

MPAcLVO KOUATL

KOMUATL LETA TNV TUPOCUCCWHATWON

ApXLKN YEWHETPLa

Displacement Mag
Max. 1457e+01 mm **
— 1457e+01 mm
—1.312e+01 mm
— 1.166e+01 mm
—1.021e+01 mm
— 8.756e+00 mm
— 7.303e+00 mm
— 5.849e+00 mm
— 4.396e+00 mm
— 2.942e+00 mm
— 148%e+00 mm
. _ 3548e-02 mm
Min:  3548e-02 mm ™

EmavaAnyn 1

Displacement [Mag
Max: 1.674e+01 mm**

— 1.874e+01 mm

— 1.686e+01 mm

1 — 1.49%+01 mm

— 1.312e+01 mm

— 1.124e+01 mm

— 7494e+00 mm
— 5.621e+00 mm
— 3.747e+00 mm
— 1.874e+00 mm
— 0.000e+00 mm
Min:  0.000e+00 mm **

40




AutAwpatikn epyaocia - Mavaywwtng Kovtaktong

Mivakag 8: MNMpooouoiwaon mupoc/on¢ AeMTwV SoKIUIWY EKTUTTWUEVWY EQATITOUEVA OTNV TPATTE]A.

AplBuoc emavailndng | Npdaoivo koppadtt KOUUATL HETA TNV MUPOCUCOWHATWON
ApxiK YewpETpia s o

— 1.115e+01 mm
—1.003e+01 mm
— 8.918e+00 mm
— 7.803e+00 mm
— 6.688e+00 mm
— 5574e+00 mm
— 4.459e+00 mm
— 3344e+00 mm
— 2.229e+00 mm
—1.115e+00 mm
" _ 0 000e+00 mm
Min:  0.000e+00 mm **

J€ UEPIKA KOUMATLO N YEWMETPLA TOUG NTAV TETOLX TIOU QVEEAPTNTA TNV avtlotabuion 8¢
ywotav va enteuxfel n emBupntn yewpetpla. ZUYKEKPLUEVA SOKIULO EKTUTIWHEVA KATA TN
SlevBuvon Z ntav aoctadn kal emikivbuvo va mMEcouV KATA Tn SLApKELX TNG TUPOCUOC-
OWMATWONG. ATtO TNV AAAN Ta Aemtd Sokipla KApmtoviayv évtova Adyw Bepuikwy Taoswy. Ta
TPOBAALATA AUTA OVTLUETWTIOTNKAV UE aVACXESLAOUO Kal auénon tng oTtBapotntag Twv
KOMMoTIWwYV (rivakag 9 & 10).

Mivakoag 9: Mpooouoiwon nupoc/on¢ 3 AenMTwWV SOKIUIWY EKTUTTWUEVWY EQATTTOUEVA OTNV TPATTE]A.

ApBLOG emavdAnng

MPAcLVO KOUATL

KOUMATL LETA TNV TTUPOCUCCWUATWON

ApXLKN YEWMETPLa

Displacement: | Mag ~
Max. 6.973e+00 mm **

— 6.973e+00 mm
— 6.278e+00 mm

— 4.193e+00 mm
— 3498e+00 mm
— 2.803e+00 mm
~ — 2.108e+00 mm
— 1.413e+00 mm
—7.181e-01 mm
—2317e-02 mm
Min:  2317e-02 mm ™

EnavaAnyn 1

Displacement Mag v
Max: 7.838e+00 mm **
— 7.838e+00 mm
— 7.057e+00 mm
— 6.276e+00 mm
— 5495e+00 mm
— 4.713e+00 mm
— 3932e+00 mm
— 3157e+00 mm
— 2370e+00 mm
— 1.589e+00 mm
—8073e-01 mm
I — 2 610e-02 mm
Min: 2 610e-02 mm **

ErmavaAnyn 2

Displacement Mag v
Max: 7.938e+00 mm**
— 7.938e+00 mm
— 7.147e+00 mm
— 6.356e+00 mm
— 5.564e+00 mm
— 4.773e+00 mm
— 3.982e+00 mm
— 3.191e+00 mm
— 2.400e+00 mm
— 1.609e+00 mm
— 8176801 mm
5 648e-02 mm
Min:  2.648e-02 mm **
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Mivaxacg 10: Mpooouoiwan nupoa/ong 3 SoKIUIWV EKTUNWUEVWY KaTd Tov afova Z e mAaiolo urmootrpléng.

ApBuog emavaAnyng | Mpdovo Koppatt KOUMATL LETA TNV TTUPOCUCOWUATWON

) '
ApXLKn VEU)HETDLG Dlaplacirr;e;r;t*ﬁfg \
ax. 1.677e mm ™
— 1.677e+01 mm
— 1.510e+01 mm
— 1.343e+01 mm
— 1.176e+01 mm
— 1.008e+01 mm
— 8.409e+00 mm
— 6.736e+00 mm
— 5.063e+00 mm
— 3.390e+00 mm
— 1.717e+00 mm

W — 4 359¢-02 mm
Min:  4.359e-02 mm **

'
ET[(IV(X)\[] ll)l’] 1 Displacement Mag v
Max: 2.115e+01 mm**
—2.115e+01 mm
— 1.904e+01 mm
— 1693e+01 mm
— 1.482e+01 mm
—1.271e+01 mm
— 1.060e+01 mm
— 8.487e+00 mm
— 6.377e+00 mm
— 4 266e+00 mm
— 2.156e+00 mm

S — 4 567202 mm
Min:  4.561e-02 mm **

Displacement |Mag >
Max: 2.158e+01 mm **
— 2.158e+01 mm
— 1.942e+01 mm

# — 1.727e+01 mm
— 1511e+01 mm
— 1.296e+01 mm
— 1.0871e+01 mm
— 8.651e+00 mm

4 — 6.496e-+00 mm
— 4.342e+00 mm
— 2187e+00 mm
—3274e-02mm
Min. 3.274e-02mm™

ErnavaAnyn 2

Méow tn¢ mpooopoiwaong oto Altair pmopoU e va TTApoUpEe MANPOPOPLEG KAl yLaL T OXETLKNA
TIUKVOTNTA TOU TEALKOU QVTIKELPEVOU. YTov Tivaka 11 umoAoyiotnke oto 97.8+0.1% tou
OPXLKOU UALKOU 0€ OAQ TOL KOUUATLA KO XWPLG onuavtik SltakVpovon evtog autwy. O TLUEG
QUTEG €lval oUUPWVEG UE TIG TLHEG TOU KOTOOKEUOOTH Yl TG METAAALIKEG TTOUSPEG TOU
xpnotuomnow)tnkav.

ErumAéwv mapatnpnOnke (mivakag 12) nmwg n aviotabuion katd tig dteubBuvoelg x,y elvat
kowvn =12.5% evw katd tnv Z elvat avénuévn, oto 20.5%, Aoyw tng enibpaong tng Baputntag.
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Mivakag 11: AmoteAéouata mpooouoiwanc UTTOAOYLOUOU CXETLKIC TTUKVOTNTOC.
Tplo SokipLo eKTUMWUEVA Relative Density:
kot Tov dfova Z pe e S e

—9780e-M
mAaiolo umooThpLEng. ‘335?23}
— 89.775e-01
—9773e-M
—5772e-M

— 9. 770e-01
—9.76%e-01
—9767e-1

— §.765e-01

pE g 764001

Min:  9.764e-01"

Aokipla ekTuMWpEVA OTO Relative Density:

! ' Max: 9.753e-01™
eninedo XY(epamntoueva et
otnv tpamnela).

—8.753e-1
—9.753e-01
—8.753e-N
—9.753e-01
—8.753e-01
—9.752e-01
—9.752e-01
— 8.752e-1
—9.752e-01
—8.752e-1
Min: 9.752e-01"

4

Relative Density:
Max: 9.780e-01*

— 9.780e-01

— 8.778e-M

Aokipla eKTUTIWHEVA OTO
eninedo YZ.

—9.761e-01
Min; 9.761e-01 ™

Tpla dokipta uPnAwy
BEPUOKPOCLWY EKTUTIWHEVA
edanrtopeva otnv tpanela
pall pe mhaiolo
UTOOTAPLENG.

Relative Density:
Max: 9.780e-01*
—9.780e-01
—9429:-M
— 9.064e-01
— 8.706e-01
— 8348
— 7.990e-01
— 7632e-01
— 7.274e-01
—6916e-01
— 6.558e-01
. 6200e-01
Min:  6.200e-01*

M r']tpa. Relative Density:
Max: 9.780e-01*
— 9.780e-01
— 9.780e-01
— 9.780e-01
—8.779e-01
— 9.779e-01
—8.779e-01
— 8.77%e-01
— 9.778e-01
— 9.778e-01
—9.778e-01
P _ g 778e-01
Min: 9.778e-01*
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Mivakag 12: MetaBoAn tou dykou green part - apxtkoU KOUUATLOU.

ApxLKOG 0ykog =12.30ml
Oykog avtiotabuiopévou = 24.61ml
100.08% augnon tou dykou

APXLKO KOUUATL

MPAcLVO KOPUATL

31.94
26.66 ~
22.04 ‘
—
88
b -
v
31.94

35.95

30.01

24.83

16.87
21.70

©31.94
026.66
©22.04

$35.95

ApPXLKO KOpATL MpAcwvo Kopuartt Mooootiaia avénon

31,94 35,95 +12,55%

26,66 30,01 +12,57%

22,04 24,83 +12,66%

g: 14 16,87 +20,50%
‘é 18 21,7 +20,56%
8 9,02 +12,75%

3,15 3,54 +12,38%

0,8 1,01 +26,25%
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Mpooopoiwon t™Ng O6LEAaong Kol Twv ¢opTiwv oTN
unTpa.

H mpooopoiwon tng MAACTLKAG POrG Tou XAAKOU KpiBnke amapaitntn ylo Tov UTIOAOYLOUO
Twv doptiwv Mo ackouvtal otn LATPA. o tn povielomoinon Tng pong Tou XaAKoU Kol Tov
UTIOAOYLOPO TwV dopTiwv 0TN HATPA amo St.17-4 xpnoluonow)dnke to nmpdypappa Extrude
Metal tng couitag Altair Inspire. Ot Tdoelg otn puAtpa and H13 umoloyiotnkav oto ANSYS,
KaBwg n cUVOETN yeWUETPLA TNG XwpoMARpwaong mou eixe, dev ntav dSuvatod va povieAomnoln-
Bel oto Altair.

Enidpaon tng taxutntag tou kKalwdiou tpododoaiag

EKkTEAEOTNKOV TIPOCOUOLWOELC YLa VOl AELOAOYNOOUE TNV eMidpaon TnG ToxUTNTAC TPOWONG
TOU UALKOU OTLG TAOELC TTou epdavilovral otn pAtpo. To KaAwdlo yvwpiloupe OtTL eE€pyeTal
aro tnv Conform pe 1111 m/min yla auto oL TaxUTnTeG ou amodacioape va eAEYEOU UE ATAV
166, 183 kat 200mm/s ToU AVTLOTOLXOUV OTNV EAAXLOTH, HEON Kal LEYLOTN TaxuTtnTa e€6dou.
Amo tnv eflowaon dlatpnong tng palag umoAoyilloupe TNV TaxUTNTA TPOWONE TOU XAAKOU
£VTOC TOU aywyoUL tpododooiag:

Vi _Aout

= -V
out
Ain

Aout:n Slatopn tou TeAKoU Tpoidvtog, Aout= 24,65mm?
Ain: To epBaddv Statopnc tou aywyol tpododooiog, D=10mm, => Ain= 78.53mm?

‘EToL MPOKUTTOUV oL TaxUTNTeG Vin: 53, 59, kot 64mmy/s.
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Mivakag 13: Katavoun Jepuokpaciog otnv UMETA KAl TO TPOQIA.

-

Vin=53mm/s Vin=59mm/s Vin=64mm/s
TemperabJre: TemperaMre: Temperature:
Max h04.249C* Max 507473C* Max. 510.12C*

—504.243C —507473C —51012¢C
— 480.824 C —483725C — 486108 C
—457.399C —458.978C — 462096 C
—433974C —436231C —438.084 C
— 410549 C —412484C —414072C
— 387124 C —388.736C —39006C
— 363699 C —364983C — 366.048C
—340.275C —31242¢C —342036C
— 31685 — 317495 C — 318024 C
— 293425 C — 293747 C —294012C
—2700C p—_ o700C —2700C

H oxetikn katavoun Twv ¢opTtiwv Kal Twv OgpUOKPACLWY NTAV (SLa KAL OTLG TPELG TIEPUTTWOELG

Kall aAAQYEC TTOPOUGCLACTNKAV UOVO OTO HETPO QUTWV TWV TLUWV.

Mivakag 14: Katavourn taxutntag otV UMLETA KAL TO TTPOPIA.

Min:  59652-17 mmjs **

Min:  6.052e-17 mm/fs *

Vin=53mm/s Vin=59mm/s Vin=64mm/s
Velocity: Mag Velocity: |Mag Velocity: |Mag
Max: 209445 mmys ** Max 233142mmjs™ Max: 252886 mmfs **
— 209445 mm/s — 233142 mmjs — 252.886 mm/s
— 188501 mm/s — 209.828 mm/s — 227598 mm/s
= — 167556 mm/s — 186.514 mm/s = — 202,309 mm/s
— 146612 mm/s — 163.2 mm/s — 177.02 mm/s
— 125 667 mm/s — 139.885 mm/s —151.732 mm{s
— 104723 mm/s — 116.571 mm/s — — 126.443 mm(s
— 83778 mm/s — 93257 mm/s — 101.154 mm/s
- — 62.834 mm/s — 69943 mm/s - — 75.866 mm/s
— 41.889 mm/s — 46.628 mm/s — B0.577 mmfs
— 20.945 mm/s — 23314 mm/s — 25.289 mm/s
— B965e-17 mmys 3 — 6.052e-17 mm/s — 6.119e-17 mmy/s

Min:  6.119e-17 mm/s **
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Mivakag 15: Katavour tacewv otn UNtpa.

-
Vin=53mm/s Vin=59mm/s Vin=64mm/s
von Mises Stress: ¥ von Mises Stress: ¥ von Mises Stress: ¥
Max 1.099e03 MPa Maex: 1.1e03 MPa ] Max: 1.107e03 MPa
— 657484 MPa = — B656.259 MPa = — 655336 MPa =
— 593459 MPa — 592356 MPa — 591527 MPa
4 — 529434 MPa 1 — 528454 MPa = — 527717 MPa
— 465408 MPa — 454 552 MPa — 463.908 MPa
— 401383 MPa — 40065 MPa — 400.098 MPa
1 — 337,358 MPa | —336.747 MPa —{ — 336.289 MPa
1 — 273332 MPa — 272,845 MPa L | 272479 MP5
| _ 509307 MPa | — 208.943MPa 1 — 20867 MPa
— 145282 MPa — 145.041 MPa — 14486 MPa
— 81.256 MPa —B81.138 MPa — 81.05 MPa
— 17231 MPa — 17236 MPa P — 17241 MPa
Min: 7.897 MPa Min: 7223 MPa Min: 6.719 MPa

H Swakupavon tou ¢optiou AOyw HeTaBOANG TNG TaxUTNTAG MPOWONG ELVOL TIPAKTIKA
OUEANTEQ, OTIOTE SV UTIAPXEL KIVOUVOG KOTIWOoNG armod KUKALKA doption. To i6Lo LoxVEeL Kat yla
Vv Beppokpacia otnv onoia 11,3% avénon tng taxutntag cuvelodpépel povo oe 0,6% avénon
™¢ Bepuokpaciag. MpoBANUATIONO TTPOKAAOUV OL APKETA UPNAEC TAOELG TTOU TAPATNPOU-
VTOL OTO UTIOUVNHO, WoTOoo av SoUlE Ta onpela mou auTtéG oL Taoelg epdavilovral kal To
XWPO TOU KOTOAOUBAVOUV, KOTOANYOUUE OTO CUUMEPACHO OTL QmMOTEAOUV odaAuata
(artifacts) Tou mpoypappatog emiluong KoL oTn MPAYHOTIKOTNTA SEV UTIAPXEL OUCLAOTLKOG

OYKOG UALKOU L€ TAOELG TTAVW oo 620MPa.

" [ callowt1 P
von Mises Stress: 603.863MPa | __

e

Ewova 47: leployeg omou ot taoelc untepBaivouv ta 620MPa.

von Mises Stress:
Max: 1.101e03 MPa

Min:

— 655.336 MPa
— 591.527 MPa
— 527717 MPa
— 463.908 MPa
— 400.098 MPa
— 336.289 MPa
— 272479 MPa
— 208.67 MPa
— 144.86 MPa
— 81.05MPa
— 17.241 MPa

6.719 MPa
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Enidpaon Tou aywyou tpododoaiag

ErutAéov mpoooolwaoELS Ttpayatomnotionkay yla SLadpopeTikég SLATOUES TOU aywyoU EL0O-
6ou tou UAkoU (feeder plate). Auto €ylve ylati oL SLa0TACEL TOU aywyoU Sev pag Eyvav
YVWOTEG KoL eKTIUNOnkav pe faon dwtoypadlwyv (etkdova 48) mou pag eiyav oTtaAel.

Ewova 48: MntpoBnkn.

Y& OAEG TIG MPOCOUOLWOELG N Bepuokpacia otn uATpa katd tn Sidpketa tng StéAaong Bswpn-
Bnke otaBepn, ton pe 500°C.

Mivakag 16: Entidpaon tou aywyou tpopodoaoiac.

Aldotaon aywyou tpododoaciog
9x9mm 10x10mm 12x12mm

von Mises Stress: # von Mises Stress: 5 von Mises Stress: F
Max: 1.136e03 MPa Max: 1.144e03 MPa Max: 1.099e03 MPa
— 830468 MPa = — 800939 MPa = — 657484 MPa E
— 749208 MPa — 722686 MPa — 593459 MPa
— 667.948 MPa | — 644432 MPa | — 529434 MPa
— 586,689 MPa ] — 566.179 MPa — 465,408 MPa
— 505429 MPa ] — 487926 MPa m — 401383 MPa
— 42417 MPa | — 409.673MPa —{ — 337358 MPa
— 34291 MPa —| —33142MPa ——273332MPa
— 261651 MPa 3| — 253.166 MPa - —209.307 MPa
—180.391 MPa — 174913 MPa — 145282 MPa
— 99132 MPa — 96.66 MPa — 81.256 MPa
— 17872 MPa W — 18407 MPa pE 17231 MPa
Min:  17.872MPa Min:  14.544 MPa Min:  7.897 MPa

OL péyloteg Taoelg e€akoAouBoUV va MopaUEVOUV KATW o Ta emBupnTa opla. EmutAéov
TaPATNPOUHE alEnaon Tou ¢opTiou OTN LATPA OTAV O AYWYOC ELOAYWYNG LEYAAWVEL TPAYULA
Aoyko, apou aufavetal o Adyog StéAaonc.
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MNpocopoiwon AtéAaong oto ANSYS

To mpoypaupa Altair Extrude Metal Ntav apkeTd AMOTEAECUATIKO OTNV MTPOCOUOLWGN TNG
PONG TOU XOAKOU KOl O0TOV UTIOAOYLOUO Twv dopTiwv TnG cuumayous untpag and St.17-4
WOTO00 O TPOMOG Asttoupyiag Tou Snuioupyouoe mpoPAnuata otnv povteAomoinon tng
yupoelboug xwpomAnpwong (gyroid infill) otn untpa and H13. Zuykekplpuéva ayvoouoes TV
amoucia UALKOU €VTOG TNG XWPOTANPWONG Kot EAUVE TO MPOBANUA OOV va TIPOKELTOL yLa
cuumayn KNTpa.

Anodaoiotnke va xpnowuomnotnBei To Ansys yLa TOV UTIOAOYLOHUO TwV TACEWV OTNV UNTPA Ao
H13 aAAd mpwTta To PoVTEAD £DAPUOCTNKE OE CUUTAYA UATPO oo St17-4 yia va cuykplBouv
Ta anoteAéopata petall Ansys- Altair. Zav elcodo xpnolpomolibnkav ta ¢optia mou
e€nxdnoav amnod tnv avaluon pong tou xaAkoU Sta Tn¢ uAtpag oto Altair. ZUYKEKPLUEVA TILEDN
Kal SlatunTikn taon. Asv ntav duvatov va yivel autopata e€aywyr oAOkAnpou tou mpodiA
doptiwv og popdn mou va eival avayvwotpn ano to ANSYS. Xwploape tnv emipavela tng
UNATPOG O onpela ota onola ta popTia eival OXETIKA oTaBepd KAl O AUTA EPAPUOCALE KATA
T(POCEYYLON TN KEON TLUN Tou doptiou mou eidape amnod tnv avalucon pong xaAkou oto Altair.

Awadikaoio povtehomnoinong oto ANSYS

AnpoupynBnke KUALVOPLKO GUCTNOL CUVTETAYUEVWY OTNV EMLPAVELD ELGOSOU TNG UATPOC.
To cuotnua auto Bondnoe otnv epappoyn TNG KATELOUVONG TWV SLOTUNTLKWY TACEWV.

H uRtpa xwplotnke otig mapakatw neploxeg(A-B-C-D-E) pue Baon ta amoteAéopata tou Altair.

4

|

Ewova 49: Enupaveleg napaiabric poptiou

Maximum Shear Stress:
Max: 53.104 MPa ™
— 52576 MPa

Pressure:

Max: 801418 MPa™
— 272125 MPa
—244.912MPa
—2177MPa
— 190:487 MPa
= — 163275 MPa
. 136.062 MPa

— — 108.85 MPa
L] — 81637 MPa
— 54425 MPa
—27212MPa
— 0.0 MPa
Min: 0.0 MPa*

— 47362 MPa
— — 42147 MPa

— 36933MPa
| 31718 mPa
| 26504 s
— — 21289 MPa
—| — 16.074 MPa
— 1086 MPa

— 5645 MPa
— 0431 MPa
Min:  0.005 MPa**

Ewkova 50: Katavour mieonc (aplotepa) kat Statuntikic taonc (deéia) oto onueio emopnc Tou YaAkoU UE TN
untpa.
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Mivakog 17: @optia Kot 0pLakeS cUVINKES

MAKTWON 0TO KATW TPOCWIO TNG LATPAC

Mieon 335MPa

40,00(mm)

10,00 30,00

-

Edapuoletal otig emupaveleg A,B

o 30,000 (mm)
7.500 22.500

Mieon 250MPa

Mieon 10MPa
Edapudletal otnv enidpavela E

Edapudletal otig emidpaveieg C,D

30,000 (mm)
]

22,500

0,000 15,000
7,500 22,500

30,000 (mm)

Mieon kata tov afova X pétpou -30MPa

Mieon kata tov agova Y pétpou -70MPa
Edbapuoletal otnv emidpavela D

Edbapuoletal otig emupaveteg B,C
e Vf

[

0,00 0L 40,00 (mm)
10,00 30,00

]

0,000 10,000 20,000 (mm)
I T ]
5,000 15,000

Mieon kata tov aova X pétpou -35Mpa kat katd tov afova Z pétpou -35MPa

Edapuoletal otnv enidpavela D

) X

40,00 (mm)
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Me Bdaon tnv povteAomoinon autr To OMOTEAECHOTO Twv SUO TIPOCOUOLWOEWV YLa TN
cUMTOYH HATPA oo St.17-4 ATaV LKOWVOTIOLNTLKA KOVTA TO00 WG POG TNV KATAVO 000 Kol
TPOG TO UETPO TWV TACEWV. 2T0 Altair n péylotn taon nrav nepimov 580MPa evw oto Ansys
538MPa. Auto pag StaBefatwvel OtL To povtélo mou otroape oto ANSYS sivat aflomioto ya
™V €€aywyn CUUMEPACUATWY YLa TNV HATpo oo H13.

Analysis Explorer ::iiiiiii X
Run y
test2_Altair_DC1_3DP_PC_1_

von Mises Stress: 526.892 MPa

T — Load Case Y
4 von Mises Stress: 504.902 MPa Subcase 1(Tool Deflection _
AL TR -
¥ von Mises Stress: 428.654 MPa Result Types ¥

von Mises Stress

von Mises Stress:
Max: 1.107e03 MPa
— 656484 MPa
— 592558 MPa
— 528635 MPa
— 46471 MPa
— 400.786 MPa
— 336.861 MPa
— 272937 MPa
—209.012MPa
— 145.088 MPa
—B81.163MPa
p _ 17 239 MPa
Min: 6.802 MPa

Callout4 I
von Mises Stress: 266.062 MPa | h

Show

e &

Callouts
7B

Ewkova 51: YmoAoylouog taoewv otn untpa oo St.17-4 uéow tou Altair Inspire.

0,000 10,000 (mm) L &
| .|

5,000

Ewkova 52: YrmoAoylouog tacewv otn untpa ano St.17-4 uéow tou ANSYS.
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Ooov adopd tn povreAomnoinon tng untpag ano H13, ta dpopTia Kal oL 0pLOKEG CUVONKEG ATV
aKpLBwWG oL (6Leg pe TNV mepimtwon tou St.17-4. Edw n péylotn Taon mou mapatnpeitat eivatl
532MPa. H Umapén Twv Kevwv TNG XWPOomMARpwong dailvetal va unv ennpealel Tnv avioxn tng
uATPOG.

0,000 10,000 (mm)

5,000

Ewkova 53: YrmoAoylouog taoewv otn untpa oo H13 uéow tou ANSYS
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EpyooTnpLokEC UETPAOCELS ywa TNV afloAdynon Ttwv
LNTPWV.

Metprioeic CMM

Mo TN HETPNON TNG APXIKAG UATPAC KAl TNV afloAdynon Twv UNTPWV TTOU KATOLOKEUAOTNKAY
HE TIG neBOSoug BMD kal Binder Jetting xpnowlomoliOnke n HETPNTIKN UNXQAVI CUVTE-
Taypévwy (Coordinate Measuring Machine -CMM) DEA Global Classic mou Bpioketat oto RP
Lab tou ktipiou M tn¢ oxoAng MnxavoAoywv Mnxoavikwv tou EMIM.

Ewkova 54: Mnyavr) CMM tou epyaotnpiou tayeiac kataokeunc Mpwtotunwy tou EMII.

IxedLAOTNKE Kal KATAOKEVLAOTNKE €LOWKN Baon (jig) mou va cuykpatel TI¢ UATPEG otnv dla
B€on. H Baon avuPwvel TIg LATPEG MAVW Ao TV Tpamnela Kot ETUTPENEL TN AN LETPHOEWV
0€ OAEG TLG ONUAVTIKEG YEWLETPLEG TOUG PE EVA TILACLUO.

Eikova 55: METprioeic MEPIUETPLKA TNG UNTPAG.
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H Baon 6£€0nke pe koxAleg mavw otnv tpamnela tg CMM yla va pnv kouvnBel kata tn dua-
PKELO TWV PETPNOEWV. H mpwtn UATpa TOomoBetOnke Kal LETPRONKAV oL SLOOTACELG Kal Ol
YEWUETPLKEG AVOXEC TTOU dallvovTal otV elkova 57.

H aAAnAouxia Twv KWVNOEWV TNG KNXOVAG amoBnkeUTnKe Kot ypAddTnKe MPOoypapua yla T
QUTOMOTN HETPNON TWV EMOUEVWY UNTPWV. TO MPOYPAUUA TIOU XPNOLUOTOLONnKE yla tnv
enefepyaoia twv Sedopévwy eivat to PC-DMIS .

‘Evag onUAVTIKOG MOPAYoVTOG KAatd Tn METpnon elval n emloyn tng KAt@AANAng putng
(probe). O yevikog kavovag eival 6Tl 600 peyaAUTepN lval n LUTN TOCO KAAUTEPN €lval KaL n
akpiBela tng pEtpnong. Amo tnv AAAn, UTEPPBOALKA PEYAAEG LUTEG £XOUV TO PELOVEKTNHO OTL
6ev elval TOAU UEALKTEG KOl UITOPEL vaL N UImopouV val GTACOUV VAL LIETPIOOUV EPLKEC YEW-
HETPLlEC. ZTNV MEPIMTWON Hag amodaCioAUE VO XPNOLUOTIOLCOULE HLO LUTH 2mm.

Ewkova 56: Kaoetiva ue Probes CMM Stopopwv SLaUETpwV.

210 akoAouBo oxnua mapouolaovtal Ta XapaKTNPLOTIKA TNG LATPA IOV HETPNONKAV PE TNV
CMM. NARpn ox€dLa e TIG LETPAOELS TWV MNTPpWV KaBwg Kat to apxeio e€66ou (output file)
ToU Tpoypappatog tng CMM undpyouv oto napdaptnua B .
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Ovouaroloyia

QO
R PLN-DCC
Q O] Pinocc]
;
o (] PN-MD]
0 Qi ': i
3 | 3 o
z | £ ’ i
9g & P
9 .-' ':
> { |
: P
l ‘I \ —
N \\@] PLN-LOWER
(31.94)

[ Piniower[A]

Ewkova 57: Zkapipnua Ue TIC YEWUETPIEC Tou aloAoynBnkav KATa TIC UETPHOELC.

FCFFLAT1 [Mm |(ZTo01]

Feature NOMINAL +TOL -TOL MEAS DEV OUTTOL

PLN-DCC 0.0000 0.0100 0.0038 0.0038 0.0000 |

PLN-MID 0.0000 0.0100 0.2453 0.2453 0.2353 [

PLN-LOWER  0.0000 0.0100 0.0662 0.0662 0.0562 AT IR

—  |mm JorsT1 - pLN-MID TO PLN-DCC

AX NOMINAL +TOL -TOL MEAS DEV OUTTOL

M 3.999 0.010 0.010 4.261 0.262 0.252 .

s fum JorsT2 - PLn-LOwWER TO PLN-DCC

AX NOMINAL +TOL -TOL MEAS DEV OUTTOL

M 17.993 0.010 0.010 18.320 0.327 0.317 .

FCFPARL1 INM m.u

Feature NOMINAL +TOL -TOL MEAS DEV OUTTOL

PLN-LOWER  0.0000 0.0100 0.0000 0.1266 0.1266 0.1166 T

& Jrm Juoct - con

AX NOMINAL +TOL -TOL MEAS DEV OUTTOL

A 58.735 0.010 0.010 59.256 0.521 0.511 -
—L_L_L&

FCRCYLY1 |MM 0.01

Feature NOMINAL +TOL -TOL MEAS DEV OUTTOL

e 0.0000 0.0100 0.0363 0.0363 0.0263 FETETEEY

FCFLOC1 Size |MM |1x031,933017 0.01/0.01

Feature NOMINAL +TOL -TOL MEAS DEV OUTTOL

e 31.9830 0.0100 0.0100 31.7588 0.2243 0.2143 [

FCFLOC1 Position MM 01 A

Feature NOMINAL +TOL -ToL MEAS DEV OUTTOL DEVANG

o 0.0000 0.0100 0.0287 0.0287 0.0000 2.4607

Ewkova 58: Apyeio e£650u Tou mpoypauuatog tng CMM.
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Mivakag 18: AnoteAéouata puetprioewv CMM.
[mm] ApXkn 1 B c D E
HNTpa
erunedotnta:
PLN-DCC 0,0011 | 0,0088 | 0,0112 | 0,0047 0,0038 0,0217
erunedotnta:
PLN-MID 0,0076 | 0,0076 | 0,0270 | 0,0849 0,2453 0,2098
erunedotnta:
PLN-LOWER 0,0123 | 0,0576 | 0,0568 | 0,0468 0,0662 0,0396
anootoon :
DIST 1 -PLN-MID TO 3,999 3,980 3,955 3,995 4,261 4,116
PLN-DCC
amootaon :
DIST 2 -PLN-LOWER TO 17,993 | 17,809 | 17,993 17,854 18,320 18,241
PLN-DCC
raparniio: 0,0202 | 0,1177 | 0,0823 | 0,0693 | 0,1266 | 0,1554
PLN-DCC - PLN-LOWER ’ ’ ’ ’ ’ ’
ywvio Kwvou:
LOC1-CON 58,735 | 62,556 | 60,634 | 62,061 59,256 59,393
KUALVSpLKOTNTA :
CYL-DCC 0,0046 | 0,0629 | 0,0440 | 0,0629 0,0363 0,0437
Awdpetpog: D1 31.997 | 31,6667 | 31,8265 | 31,7541 | 31,7588 | 31,9830
Mivakag 19: [poTeyyLOTIKEG TIUEC TWV AVOXWYV TTOU UITOPOUV Vo ETUITEUYTOUV UE TV kaOe uédobdo
JupPatikeg Katepyaoie Binder Jetting BMD
H 6 Py S (Shop system) (Studio 2)
Erunedotnta S5um 50pum 30um
KuAwdpikotnta S5um 50um 40pum
MNapaAAnAia 20um 80um 120um
Akpifela Staotaong +2um +100um +100pum

Kat ot U0 ekTUTWTEC daiveTal va eivatl aduvato va mapdyouv e€apTtrata mou va ptavouy
TN VEWMETPLKA akpifela Twv apxikwv pntpwv. Mapatnpoupe peyaAn Slakupavon oTLg
OVOLOOTIKEG SLOOTACELG LETAEY TWV EKTUTIWHEVWVY UNTpwV (mivakag 20), TnG Td&ng d€katou
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Tou XWA\lootou. Miag Kot OAQ T KOUMATLO TIOU TUTTWONnKav amod tov (610 EKTUNMWTN TPOKU-
TITOUV QO TO (610 AVTLOTAOULOUEVO OPXELO QUTO ONUALVEL TTWE TO TMPOPBANUA TNG akpiBeLag
Sev umnopet va AuBel kavovtac KAAUTEPN AVTLOTABULON TNG APXLKAG YEWUETPLOG TOU TIPAGLVOU
KOUUATLOU KOl ATOTEAEL TTEPLOPLOUO TNG TEXVOAOYIag AUTAG. Av BENOUE VO TETUXOUE QUTEG
TIC OVOXEC TOTE Elval amapaitnTo vo TPoBoUHE O EMUTAEOV KATEPYAOLEG LETA TNV EKTUTIWON.

Mivakag 20: Mooootiaia Stakuuavon akpiBeLac.

AlakUpavon Twv: max-min [mm]

Binder Jetting (Shop System) BMD (Studio 2)
emunedotnta: PLN-DCC 0,0065 78,95% 0,0179 | 140,39%
emunedotnta: PLN-MID 0,0773 194,06% 0,0355 15,60%
emunedotnta: PLN-LOWER 0,0108 20,10% 0,0266 | 50,28%
SJI-[S(:)I'GZIT.(:S[]I;I-MID TO PLN-DCC 0,0400 1,01% 0,145 3,46%
OIST:Sé'?gaf:DT;V-LOWER TO PLN-DCC 0,1840 1,03% 0,079 0,43%
ntapaAAnAio: PLN-DCC-PLN-LOWER 0,0484 53,92% 0,0288 20,43%
ywvia kwvou: LOC1-CON 1,9 3,11% 0,137 0,23%
KUAwvdpkotnta: CYL-DCC 0,0189 33,39% 0,0074 18,50%
Awdpetpoc: D1 0,1598 0,50% 0,2242 0,70%
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MEtpnon ZKANPOTNTOC

H okAnpotnta Tou UALKOU TNG MATPOG Mailel KaBopLloTikd poAo otnv avtoxr Kal otn SLapkeLa
{wnNg ™G. OL HETPAOELG TWV UALKWY TIOU XPNOLUOTIOONKOV OTIG UATPEG €YLVaV OTO EPYO-
otAplo petaAloypadiag tou Ktpiou = tng oxoAng Mnxavoloywv Mnxavikwv tou EMIM. H
unxavn mou xpnotponotndnke ntav n Wolpert Dia Testor 2Rc.

H pétpnon tng okAnpotntag €ywve kata Vickers. H apxni Aettoupyiag tng peboddou autng
Baoiletal otnv mapatnpenon tg LkavotnTag VoG UALKOU va avtlotabel otnv MAQOTIK Ttapa-
Hopdwon TNV onoia mpokaAet évag adapavtivog SLelodutr g, oXAUATOC TUPAULSaC, 0 OTolog
ELOEPXETAL OTNV emipavela umtd otabepr) Suvaun yla Kaboplopévo xpoviko diaotnua. To
QIMOTUTIWLAL LETPLETAL KOL OTTO EKEL TIPOKUTITEL N TLU okAnpotnTag katd Vickers.

H Sokwun Vickers pmopet va xpnotpomnotnBetl yio OAa ta LETaANQ KaL €XEL LA Ao TLG EUPUTE-
PEG KALHOKEG LETAEL TwV SOKLUWY OkANnpotnTag. H povada okAnpotntag mou Sivetal amod tn
dokun eivat yvwoty wg ApBuocg Nupapidag Vickers (HV) i IkAnpotnta Mupapidog
Awopavtiov (DPH). O aplBuog okAnpotntag pUnopet va petatpanel oe povadeg Pascal, aAAa
Oev MPEMEL VO CUYXEETAL LE TNV TILEDN, N omola XpnolHomolel TiG iSteg povadeg. O aplBuocg
okAnpotntoag kabopiletal amo to poptio oTNV eMLPAVELD TNG ECOXNC KoL OXL ATtO TNV MEPLOXN
KABetn mpoc tn Suvapn, Kot emopévwe dev elval mieon[29].

|

o
o

A o Tpamela

dakdg ‘ =
HIKPOOKOTTiOU
M

eTpoUpEVO AVTIKEIPEVO

Ewova 60: MEpn tn¢ unxowvrng okAnpouETpnaonG.
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Meplypadn okAnpopetpnong

To avtikeipevo mpog petpnon tomobeteital mavw otnv tpdnela. To UYog NG TPAmelag
puBpuietal péow Tou TLHOVLIOU TIou PBploketal otn BAon TG, MEXPL N ETLHAVELA TOU QVTLKEL-
HEVoU Tou BEAOUE va LETPHOOUUE va daiveTal KaBapd LECW TOU ULKPOOKOTIOU. ZNUOAVTLIKO
elvat n empdvela va gival mapdAAnAn pe tnv tpamnela. To ¢optio mou Ba aoknBel Katd T
HETPNON eTUAEYETAL AVAAOYQ LE TO TIAXOG KOL TN OKANPOTNTO TIOU TEPLUEVOUE VAL EXEL TO
QVTLKELEVO TTOU HEeTPAE. Evag TUTIOG YL TO TPoTELVOEVO dopTio elval:

H -T?

T 1854

Orou F to ¢optio o€ kp, H n ektipwpevn okAnpotnta kat T To maxog tou SoKLpiou.

H Sdadikaoia tng LETPNonG EEKVA e TO TPABNyUa Tou poxAoU Ttou daivetal otnv elkova 59.
AuTOpQTA TO ULKPOOKOTILO ATOAKPUVETAL Kot ot B€on Tou €pxetal kat evBuypappiletal n
akida. Ztnv ocuvexela n akida katePaivel, Epxetal os emadn pe To Sokipo Kol aokel oTabepod
dopTtio yla Eva CUYKEKPLUEVO XPOVIKO Staotnua. Otav to Staotnuo autd mapeABeL TOTE o
daKOG TOU ULKPOOKOTIOU EMAVEPXETAL O0TN BE0N TOU Kal BAEMOUE 6TNV 000VN TO AMOTUTTWHLAL
mou adnoe n akida. Xpnolpomolwvtag TtV Kwntr KAlpaka mou Bploketal mdvw tnv 0006vn
HETpAUE TIC SU0 Slaywvioug TN Mupauidac.

ITa MELPAMATA TIOU KAVAUE, TO GOpPTiO TTou XpNnoLhomoliOnke Atav 62,5kp .
H okAnpotnta Vickers(HV) &ivetal amno tov tumno:

HV=1,854-F/d2,

omou F to poptiou o€ kp kat d o pécog 6pog Twv Staywviwv oe mm.

Mivakag 21: Metpriogic okAnpotntag.

Métpnon o/a | D1[mm] D2 [mm] F [kp] HV |Méon tun HV
1 0,395 0,385 62,5 761,8
APXIKN pnTpaL 2 0,375 0,370 62,5 | 8351 810,7
mupnvag amno kapBidlo
3 0,370 0,375 62,5 835,1
1 0,465 0,460 62,5 541,7
ApxLkr pitpa
bwhid ard H13 2 0,460 0,465 62,5 541,7 545,7
3 0,455 0,460 62,5 553,6
P p— 1 0,590 0,590 62,5 | 3329
EKTUTIWHEVN LATPA 2 0,590 0,590 62,5 332,9 331,0
ano 5t.17-4 3 0,595 0,595 62,5 | 3273
Towsidotata 1 0,555 0,555 62,5 | 376,2
EKTUTIWHEVN UATPO 2 0,550 0,555 62,5 379,6 376,2
aro H13 3D 3 0,560 0,555 62,5 | 3728
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Métpnon Tpaxutntag

Ao tnv TpaxvTNTA TNG MATPAG EE0PTATAL N TPAXUTNTA TOU TEALKOU TIpOoiovToc. EmumAéov amo
NV TPaXVUTNTA EMNPEATETAL N PON) TOU UALKOU €VTOG TNG LATPOG KAl WG anotéAeoua ta poptia
Kal n avénon tng Bepuokpaaciag mov epapudlovral o auTh.

H pétpnon tng tpaxutnTag €yve Pe to 0pyavo Surtronic 3+ tng Taylor Hobson. H tpaxutnta
HETPNONKe Katd TN dopd mou Ba ywotav BewpnTikd n SLEAACNH, O UNTPEC OL OTOLEG lxav
TUNwOEeL pLogg omwg daivetal otnv elkdva 61. H tpayutnta HetprnBnke o€ U0 ULOEG LATPES
arod H13 kat St.17-4 twv onoilwv n emipaveila dev ixe unootel kapio katepyaoio kat U0 oTLg
omoleg €xeL AetavOel. Ta anmoteAéopata apouolaloval otov mivoka 22.

TaylorHobson st

Ewkova 61: Métpnon Aetacuévng untpog ano St.17-4

Mivakag 23: Metprioslc tpaxutntac.

[um] St.17-4 St.17-4 (ue Aeiavon) H13 H13 (ue Aelavon)
Métpnon 1 9,0 0,24 5,8 0,32
Métpnon 2 9,8 0,22 6,0 0,28

MO 9,4 0,23 5,9 0,30

Ektipnon tng oXETIKAG TUKVOTNTOG

Aoyw tnN¢g duong TN Katepyaoiag tou Binder Jetting, avanmopeukta EVTOC TWV EKTUTIWUEVWV
Koppatiwy Ba unapxel mopwdec. To Mopwdec autd GalveTAL OTNV MOPATAPNON LA Ala-
OUEVNC EMLPAVELAC OTO HKPOOKOTILO. OL UNTPEeG uyiloTnKav Kot To BAPOG Toug ouyKkplOnke pe
To BewpnTIKO Tou Oa £mpeme va eiyav av Atov GTLOYUEVES amnd pooid UALKO. To BewpnTiko
Bapog umoAoyloTtnke HEOow TNG evToAn g Mass Properties tou Solidworks.
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Mivakag 24: Metprjosic Bapoug.

ApxLkn pAtpa A (St.17-4) B(St.17-4)

CAD H13 Die

" 8173gr

YTMOAOYLOUOG OXETIKAG TTUKVOTNTOG
2 = % Omnou M: BswpnTikn palo KoL m : n mpayuotkn pala.

Mivakag 25: YToAoylouog CXETIKIG TUKVOTNTOG.

MnAtpa Mdata Ixetkn Mukvotnta (ZM)
A (St.17-4) 92,52 97,65%
B (St.17-4) 92,63 97,76%
C (St.17-4) 92,51 97,64%

D (H13) 76,88 94,07%

E (H13) 77,08 94,31%

It pwroypadie¢ mou TPAPAXTNKAV OE HUIKPOOKOTILO amd Ta onuela UETPNONG NG
okAnpotnTaG Unopol e va ol e TNV UTtapén tou mopwdoug ota U0 UALKA. Onwg daivetal
KOl OTLG ELKOVEG 62 Kal 63, o€ avtiBeon pe Ta anmoteAéopata mou Bprnkape pe Baon t {uyion,
BAEMou e OTL To H13 €xeL mOAU AlyOTEPOUG MOPOUG Ao to ST17-4. 3to ST17-4 epdavilovral
KpaTnpeG peyEBoug amo 5 €wg 30 HKpOUETpa TiEpLTOU.
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Ao 1o HUANO SeSopévwy TG DM yla ta ektuntwpéva St17-4 kat H13 n mukvotnta Toug ival
7.5-7.66 ko 7.35gr/cm? avtiotolya, evw ta cupBaTIKE St17-4 kat H13 éxouv 7.8gr/cm3. Anod
OUTA N OXETIKA TuKvOTNTA TIpOKUTTEL 96,15-98,20% Kkat 94,23% mou cupdpwvel pe Tta
TIELPAUOTIKA OMOTEAECATAL.

Ewova 62: lNopwdec atnv meploxn UETPNONG TNE okAnpotntag, ueyéduvon x10, vAko St17-4.

Ewova 63: Meployn LETPNONG TG okAnpotntag, ueyeduvon x10, vAiko H13.

O umoAoylopog tou opwdoug pe tnv dtadikaoia tng Luyong ennpedlovial anod napAyovTeG
omwe n akpifeta tou LuyoL Kal KUplwg TNV UTIOBEDON OTL N TTPAYUATIKY YEWUETPLO CUUTILTTEL
okpLBwe pe tn Bewpntiki Tou CAD. Na autoug Toug AGyoug amoTeAEL LOVO TPOTIO EKTINONG
KoL T anoteAéopata tng & Bswpouvtal akpLpn.
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Padloypadikn amelkovion

Mo TNV mapatnpnon ECWTEPLKWY ateAelwv ta dokipia padioypadriOnkav. Ot padloypadieg
€ywav oto Epyaotrptlo NMupnvikig Texvoloyiag tou EMIM.

MeBobdoloyia padloypadiag

To avTkeipeva mou mpoKeLtal va padloypadnbouv tomoBetolvTal MAVw oTo GLALL ATTEVAVTL
amo tnv mnyn tn¢ aktwoPoAiag. H évtaon tng aktivoBoliag pubuiletal availoyo HeE TV
TIUKVOTNTA TWV SOKIUIWV WOTE va EXOUE TILO EUKPLVA ELKOVA. ELOIKEG KapTEAEC e BaBpo-
vounuéva cuppata (image quality indicators) tomoBetouvtol mAvw oTa PETPOULEVA OVTLKEL-
peva. To ULKPOTEPO CUPHA TIOU UrmopoUlUe va Slakpivoupe pog opilel tn didotaon tou
ULKPOTEPOU XAPAKTNPLOTIKOU TIOU UMOPOUE VA TIAPATNPIOOUKE OTNV CUYKEKPLUEVN padlo-
vypadia. Auto mAeL va TIeL OTL AV UTTAPXOUV XOPAKTNPLOTIKA OTIWG PWYHEG I GUCAALSEC EVTOG
TOU UAIKOU ULKPOTEPQ MO TO TIAXOC TOU cuppatog dev Ba eival epdavr).

H &lapkela TN ekmopmnng ntav 10 Aemtd, oTo XpOVO QUTO O XWPOG EYKATAAEITETAL yla va
amopevyBel n £€kBeon oe aktwvoPoAla.

Meta tnv €kBeon ol padloypadieg Byaivouv amo tov HeTAAALKO dakeAO Tou gival odpayl-
OUEVEC Kal TomtoBetouvtal o€ Tpla Stadoxikd Aoutpad yLa va epdaviotouV :

o cudaviotig (mapapovn 250sec)
e otaBepomnointn¢ (mapapovr 300sec)
e TmAUon (mapapovr 300sec)

O xpovog mapapovng toug eéaptdtal anod tn Bepuokpaocia mMepBAAAOVIOG TNV wWPA TNG
eudaviong.

Ewova 64: lnyn aktivoBoAioag.
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Ewkova 65: Yypa gupavionc padloypaplwy. Amo aplotepd mpoc Se€id : eU@avLoTrg, oTadepomoLnTng , uypo
nAvong.

Mivakag 26: MNapauetpot padloypa@Lwy.

Image quality

No. | Nepypadn Méxog | Andotaon | Tdon | @optio | . .

Aokipla oplZovtia

UAKG:H13 4mm 70cm 70KV | 24mAmin 10Fe50

2 | Aokipla kaBeta UAIKO:H13 | 6mm 70cm 70KV | 32mAmin 10Fe50

3 | MAtpeg UAKO:H13,5t.17-4 | 18mm 70cm 80KV [ 58mAmin 6Fe50

Aokipla oplZovria

UALKO:St.17-4 4mm 70cm 70KV | 32mAmin -

Aokipla kaBeta

UAKG:St.17-4 6mm 70cm 70KV | 48mAmin -

Aokipo Aemtd UAKO:H13,

St.17-4 1,5mm 70cm 70KV | 13mAmin -
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Ewova 66: Padoypapia 1: Aokiuia amd HI13, eKTUNMTWUEVA EQPATTOUEVIKA oTnVv Tpdnelo (3 aploTepd),
ektunwueva kadeta otnv tpanela(3 oTo KEVTPO), EKTUNTWUEVA KaTd TNV kateuuvaon Z(3 deéia).

Ewkova 67: Padioypagia 2: Aokiuia amo HI13, EKTUNMWUEVO EQATTOUEVIKA OTnV Tpanelo (3 aploTepd),
ektunwuéva kadeta otnv tpanelo(3 oTo KEVTPO) , EKTUNTWUEVA KATA TNV katevBuvaon Z(3 beéia).

Ewkova 68: Pabdioypapio 3: untpec amo St.17-4 (3 arnd apiotepa), untpeg ano H13(2 deéia), kUAwvdpog ano H13
navw Seéia, kUAWVSpoc¢ amo St.17-4 katw Se€ia.
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Ewova 69: Pabdloypapia 4: Aokiuta amo St.17-4, eKTUTTWUEVA EQATITOUEVIKA oTnV tpanela (3 aplotepd),
ektunwueva kadeta otnv tpanela(3 oTo KEVTPO), EKTUNTWUEVA KaTd TNV kateuuvaon Z(3 deéia).

fiin

Ewova 70: Pabdioypapia 5: Aokiuta amo St.17-4, eKTUTMTWUEVA EPATITOUEVIKA oTnV tpanela (3 aplotepd),
ektunwueva kadeta otnv tpanela(3 oTo KEVTPO), EKTUNTWUEVA KaTd TNV kateuuvaon Z(3 deéia).

Ewkova 71: Pabdtoypapio 6: Aenta Sokiuta uiAdwv Bepuokpactwv aro H13(3 deéia) kat St.17-4 . Ta tpia mpwrta,
padloppapninkay UeTd T JpaUon ToUG O€ EQPEAKLOUO.
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MNapatnpnbnkav keva evtoc twv Sokwiwv amo H13 dlaitepa o autd mou Tumwonkav
epantopeva oto eninedo XY. H ypapun otnv elkova 72[aplotepd] dpaivetal va opeiletal o
odAALO TOU EKTUTIWTA Va eEWONOEL TN OWOTH MOCOTNTA UALKOU EVW TO KEVA TTou daivovtal
otnv elkova 72 [6e€la] mBavotata opeilovral otnv anotopn allayn otnv katevBuvon tou
okpoduaiou, OTaV EKTUNWVE Ta onpela autd. Mapatnpoupe allayn otn SlamepatdTnTa TWV
OVTIKELLEVWVY 000 MANCLALOUE OTA AKPA TOUG. AUTO Sev onpuaivel aAAayr otnv mukvotnta
ToU UAKOU, aAAd odeiletal otn StaBAaon tng aktivoBoAlog.

Ewova 72: Atédeteg otn dourn Sokiuiwv oo H13.
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KootoAoynon LATPOC

o TNV mopaywyn TUTTIOTIOLNEVWY INTPWV N ayopd amoTteAeL Tnv kKaAuTtepn emthoyr). O mdpo-
X0G otnv Kiva mapdyel TG UATPEG 0€ TTOAU PEYAAEG TOOOTNTEG ME €EELOLIKEVUEVO €EOTIALOUO
OTOTE EKMETAANEUOHEVOG TNV OLKOVORLO KALHAKAG UTtOopel va TtapéXeLl KAARG ToLOTNTAG
TpoilovTa o€ TIOAU aVTaywVLOTIKN Tur (35€/ tepdyLo).

EpeuviBnke n nepimtwon napaywyng LATPaAg kamowou dikol podiA to omoio Sev umapxel
OTO EUMOpLOo. ATTO pnxavoupyeio 606nKav EKTLUACELS YLA TO KOOTOG KATOOKEUNG SLadpopwv
TIOCOTATWVY UNTPWV LE BAON CUUPBATIKEG KATEPYAOIEG EVW TTAPAAANAQ TO KOOTOG EKTUTIWONG
TWV 6wV UNTPWV pog 660nke amod tnv Lino 3D. Ot Tipég mapouatalovtal oTov mivaka 26.

Mivakag 27: KOOToG yLoe CUYKEKPLUEVEG TIUEG avaAoya UE TNV UEBOSO KATAOKEUNCG.

JupPoatikég Katepyaoieg BMD Binder Jetting
MARBog | Movadiaio kootog | MARBog | Movadiaio kdotog | MARBog | Movadiaio kdotog
1 200,00 € 1 150,00 € 1 325,00 €
100 80,00 € 10 73,00 € 10 41,70 €
400 40,00 € 50 67,20 € 24 16,70 €
500 40,00 € 200 64,40 € 50 12,74 €

H TR tou povadlaiou kdotoug aveEaptnta anod t pEBodo kataokeung Bswpndnke oOTL
uropei va ekppaotel ano pla efiowon tng popdncy = a + b/x omou x to mMARB0C TWV Kop-
potiwv. OL ouvteleoTecg a Kal b Bp£Bnkav pe xprion tou epyaleiou Curve Fitter tou MatlLab
yla tnv KaBe péBodo. O otabBepdg OPOC a OVTATIOKPIVETAL OTO KOOTOC TWV TPWTWV UAWV Kol
TWV AVOAWGLLWY TIOU KATAVAAWVOVTAL YL TNV TIOPAyWYN TNG KABE pia UATpaG. Amo tnv aAAn
0 b otic oupPatikég katepyaoieg ekdppalel KOOTN, OMWEG TO KOOTOC LOLOKATOUOKEUWY Kol
€IOIKWV EPYOAELWY TIOU KOTOOKEUAOTNKAV YO TNV KOTOOKEUN TWV MNTPWV, EVW OTLC
texvoloyieg tplodldotatng ektumwong mepAapufavel kKupiwg To KOOTOG AeLtoupyiag tou
KALBAVOU KATA TNV MUPOCUCCWHUATWON. Ta KOOTN auTtd elval aveEdptnta amnod tnv mocotnta
NG apayyeALOG Kal yLa auTd KATOVENOVTAL O OA0 TO TARO0G TWV KOUUOTLWV.

300,00 €

== Traditional Manuf. == Binder Jetting BMD

200,00 €

100,00 €

_

Ewkova 73: Movabtiaio k6oTo¢ mapaywync ouvaptioel Tou nAndoug tepayiwy.

0,00 €

100 200  Pieces 300 400 500
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A&ileL va oxoALaoTeL OTL 0 XpOVOG ATIOKTNONG ME Xpron MeBOSwV MPOCOETIKAC KOTOOKEUNG
glval opKETA ULIKPOTEPOC. XPNOLUOTOLWVTOC CUUPBATIKEG KATEPYAOLEC O XPOVOG QVOUOVAG
glvattngtaénctwy 1,5 pnvwv yla thv mopaywyn 5 pntpwv. AvtiBeta n uéBodocg Binder Jetting
uropet va mapayet 1-200 pNTpeg evtoc 56 wpwv evw n BMD 1-14 evtog 2 eBSopadwy.

Awdpkela Zwng Mntpag

Mo va elvat ouolaoTtiki N oUykpLon Twv uNTpwv Ba mpémnetl va AndOsi umodn n Stdpkela {wng,
6nAadn oL tovol mpoilovtog mou Unopel va mapayel n kKaBe pia avaloya pe TOV TPOTIO KATA-
OKEUNG tNG. OL oUMPATIKEG UATPEG TOU Xpnolpomolovvtal amd tnv Cablel pmopoluv va
napdyouv 5-10 tévoug mpoidvtog mpv avtikataotabouv. H Sudpkela {wAG TwV HNTPpWV
e€aptatal amno tnv avroxn toug o€ enipavelaky pOopd n omoia umoloyiletal amnod tov TUMO
tou Archard.

K-W-L
H

Q= , OToU:
Q, 0 GUVOALKOC OYKOG UALKOU Tou amoBaAAetal Aoyw $Oopag.
K, adlaotatn otabepa.

W, to cuvoALKO ¢opTio kaBeto otnv emidpavela Oopac.

L, n andotaon oAloBnong mou otnV MePIMTwon Hag TAUTI{ETOL UE TO UAKOC TIPOIOVTOG TTOU
TIAPAYETAL.

H, n okAnpotnta Tou UALKOU.

Oeswpwvtag otL oL 6pot K,W eival kool HeTa€U CUMBATIKWY KoL TPLOSLACTATA EKTUTIWHUEVWV
UNTPWV Kal OTL n mpodiaypadn yia tn pBopa toug (Q) eival emiong Kowvr), KATOAYOUE OTO
CUMMEPAOHA OTL 0 AOYOG HAKOUC TIOPAYOUEVOU TIPOLOVTOC LooUTal e TO AOYO TNG OKANPO-
™NTaC TWV UNTpwv, dnAadn:

L3p printed __ H3p printed

,OTIOTE UE BAON TG OKANPOTNTEG TTOU HETPIOOUE EXOULE:

Loriginal Horiginal
H3p printed 331
LSt.17—4 -~ H : ’ Lorl’ginal ~ 8107 Lorl’ginal = 244 - Lorl’ginal
origina .

376.2
H13 = g107 Loriginar = 2.17 - Loriginal

Emopévwg, n mpoodokwpevn Stapkela {wng TNS EKTUTTWHEVNC MATPag amod St.17-4 kat H13
gival 2.44 kot 2.17 $opEG UIKPOTEPN QMO QUTAV TIOU Ttapouclalel n cupPaATIK) UATPA
avtiotolya.
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Avakedalaiwon Kal ZUpmEpACHATO

Ze aut) ™ SutAwpoatikn epyacia epeuviOnkav oL péBodol tplodidotatng mMPooOEeTIKAG
KATAoKEVUNRG, Tou Paocilovtal otnv mMupocucowudtwon, Binder jetting kat Bound Metal
Deposition, w¢ Pog Tn XPrion Toug OTNV KOTOOKEUN UNTPWV cuvexoULC SLtEAaong XaAKou.

H Suthwpatikn §exivnoe pe BLBAloypadiky avaokomnon Twv Katepyoaolwv Tng StEAaong.
EmeénynOnkav ol dlattepdtnteg tnG ouvexolG OLEAAONG KOL TIOPOUGCLACTNKAV UEAETEG
EPELVNTWYV TIOU €XOUV AOXOANBEL pE TNV KATOOKEUT EpYOAEiwv SLEAOGNG XPNOLLOTIOLWVTOG
HEBOSOUG TIPOOHETIKAG KATAOKEUNAG. ZTN CUVEXELX EYLVE avadOpA OE PEPLKEG QMO TLG TILO
S1adebopéveC KATNYopLEG TPLOSLACTATNG EKTUTTWONG £ENywVTag TNV apxn AslToupylag Toug,
To TAgoveKTAMOTO Kol TIC eEAAelPeLg TnG kKABe piag.

MATpeg Kol Sokipa oxedlAoTnKAV Kol KATOTIV EKTUTIWONKOV HE TEXVIKEG TPLOSLAOTATNG
ekTUTIWONG Tou Baoilovtal oTn TUPOCUCOWHATWON. Tol EKTUTIWHEVA AVTIKELPEVO XPNOLUO-
now)Onkav ya va aftodoynboulv ot pEBodol Tou Ta mapryayav wg mpog TV ovtoxn, Thv
mootnta emidpaveiag Kal tTn SlaoTaAclOAOYLK OKPIBELA. JUYKEKPLUEVA EyLVaV ETPHOELG
TpaxUTNTAC, OKANPOTNTAS, SOKWEC edbeAkuopoU, AndBnkav padloypadieg yla €Aeyxo g
E0WTEPLKAG SOUNG KL EYLVOV LETPNOELG OE NXOVH LETPNONG CUVTETAYHEVWY (CMM) yia tnv
€UPEDN TNC YEWHUETPLKAG KOl SLACTAGLOAOYLKNG OKPLBELAC TWV EKTUTIWHUEVWY KOUUOTLWV.

Ae€nxOnoav avaAUOELG LE TIETIEPACHUEVO OTOLXELD YLa TNV TTpocopoiwaon tng Stadikaciag Tng
TIUPOCUCGOWHATWONG TWV EKTUTIWHEVWY KOUUATIWV Kal TNG SLEAAoNG Tou XoAKoU Sla Twv

UNTPWV.

T€AoG, €ylve OUYKPLON TOU KOOTOUG, TOU XPOVOU KOTOOKEUNG Kot TNG Sldpkelag {wnG Twy
UNTPWV avaAoya He T LEB0SO KATAOKEUNC TOUG.

AvokedpaAalwvovtag, amo TN UEAETN TOU €yLve, BAEMOUUE OTL N OVTOXN TWV EKTUTIWHUEVWV
VALKWV glval xapnAotepn amod ta avtiotolya cupfatikd. Ta UALKA autd, Adyw Tou TpOTou
KATAOKEUNG TOUG, €XOUV KEVA Kl TTOPWEEG 0TNV ECWTEPLKA TOUG SO, TIou Ta KaBlotd 1o
aduvapa. EmumAéov, n molotnta eMPAVELAG KAL N YEWUETPLKN OKPIBELA TOUG ELVOL KATWTEPES
Qo QUTEG TIOU ETILTUYXAVOVTAL LE TIG E0pALWUEVEG KaTEpyaoieg adaipeong UALkou. Napola
OUTA OLTIPOCOUOLWOELG E6ELEAV OTL OL EKTUTIWHEVECG UATPEC AVTEXOUV Ta popTia Tng SLEAaONG
kat oo tn BLpAloypadia eidape avriotoxeg UNTPESG va TapAyouV arnodeKTO Poiov mapd Tnv
TPAXLA TOUG eMLdavia.

Ta Baokd mAgovekTApaTa Twv LEBOSWV Mou peAeTioape Epa amd TN oxeSLaoTk EAEL-
Bepla elval N ToaxUTNTA KATOOKEUNG KAL TO XAUNAO KOOTOG O€ Alya KOPMATLA. KOJUATIO QUTWV
TwV peEBSdwV umopel va elval £Tolpa yla anootoAn Héoa o€ Alyeg LEPEC O avTiBean e TOUG
UNAVEG TIou cuxva XpeLtalovtal SLadopeTIKA.

To KOOTOG aVA TEUAXLO E(VaAL OPKETA ULKPOTEPO OTIOTE CUUDEPEL YLa ULKPEG TtapTideg Omou
bev undpyxeL S100€0L0 EpYOAELO OTO EUMOPLO 1) SEV UTIAPXEL SLAOETLUOG XPOVOG YLOL AVOLLOVH
™G adLEng tou.

AUTA T XOPAKTNPLOTIKA TO KaBLoToUV XpHoLUo epyaAeio otn ¢paon Tou oxedloopou Kot oTnV
TOXELO KATOLOKEU TIPWTOTUTIWVY. NMOAAEC POPEC OTNV KATOOKEUH UNTPWV, N TEAIKN YEWUETPL
Umopel va emiteuxOel HEOW SOKIUWVY. EVOWHATWVOVTAC TEXVIKEC TIPOOOETIKIG KATAOKEUNG
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UITOPOUV av eKTUTIWOOUV TIOAAEC HTNVEG TTAPOANAYEC TWV EPYAAELWV OE TIOAU LLKPO XPOVLIKO
Slaotnua, wote va yivel n Aemtr puOULoN TG yewUeTplag, mpLv yivel n emévduon otov akpLpo
e€omALopO ou Ba KAVEL TN MoK TTopaywyn.

AmnoteAeopatikd epyaleia StEAaong sival Suvatov va KATAOKEUOOTOUV HE TPLodLAoTaTh
€KTUTIWON, AAAQ KOAUTEPO AMOTEAECUOTO MITOPOUV va emiteuxBouv amd 1o cuvduaouo
TIPOOOETIKWV KoL AdALPETLKWV KATEPYATLWV.

Y& peMovtikn peAétn Ba pmopovoe va 6o00el épdacn otnv aflomoinon aywywv Puénc eviog
™¢ puntpac. O €Aleyxoc tng Bepuokpaaciag evdexetal va BeAtiwoel tn ddpketa WG TNG
unTpag kat va dwoel duvatotnta yla avénon g mapoywyng. H xwpomAnpwaon Tmou
XPNOLUOTIOLCOLE OTLG UATPEC amd H13 amoteAel BAon yLa Hia TETOLO LEAETN.

ErmutAéov Ba pmopouoe va yivel epBabuvon OTIG UNXOVIKEC LOLOTNTEG TWV EKTUTTWHUEVWVY
UALKWV. Ta TELPAPATO TNG CUYKEKPLUEVNG SUTAWUATIKNAC ATAV MEPLlopLlopéva, alda £8e€av
OTL UTTAPXEL EPELVNTLKO eVELADEPOV YLO TNV KATOVONGCN TNG CUMIEPLPOPAC TOUG.

TEAOG, EMKUPWON TWV ATOTEAECUATWY OUTAC TNC €peuvag Ba pmopoloe va YiveEl HECW
SOKLUWY TWV KUNTPWV TIOU eKTUTIWOOKE otn Blopnyavia. Etol Oa pnopovoav va e§axbBouv
CUUTTEPACLOTA YLOL TNV TTOLOTNTA TOU TEALKOU TIPOIOVTOG Kal tn Stdpkela {wnG Twv epyaieiwv
TIoU Umopel va emniteuxOet pe tnv kabe peBodo ektuMwon .
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Noapaptnuo A

MNepypadn dtadikaciag npooopoiwong oto Altair Inspire Print3D

Avolyoupe to Altair Inspire kat tnyaivoupe otnv KaptéAa Print3D. GopTwVOU LE TN YEWUETPLA
otnv omnola BéAoupe va Kavoupe avaluon Kavovtog drag and drop to apxelo Tng eviog Tou
Altair.

Ma va T(POCOoOLACOUE TIG TeEXVOAoyiec Binder Jetting kat BMD emiAéyoupe tnv texvoloyia

ektUTwong Binder Sinter o .

EmiAéyoupe Tn yewpeTpia otnv omoia 6a KAVOUE TIPOCOUOLWOT), ETMAEYOUUE TO UALKO KaL TN
BepUoKpOCLa TOU KATA TNV EvapEn TNG MTPOCOUOIWONC. TNV TIEPLMTWON HAC TO UALKO ival To
H13 tool steel kat n Bepupokpacia 300K.

# parasolidModelx_t - Altair Inspire 2022.3 - OptiStruct

File Edit View Sketch Geomety PolyMesh POlyNURBS Stuctuwe Motion Fluids DesignExplorer Manufacture Print3D

LV B © OJdee @ ©

——
Measure Variables | BinderSinter | PrintPat  Oven  Orientaion  Sefter Analyze  GreenPart

Home Print Mode Setup Run

Model ®ax Select parts to print. ©¢ ¥
Object
= b parasolidModel
W DieC1 BS1

QrTEED

4 MMKS (mmkgNs)

Ewkova 74: Ertidoyn tn¢ yewuetpiac mov Vo ektunwiIel.

O¢toupe TG Sdlaotdoelg Tou KALBAvou onwg daivetal otnv ewkova  75. EmAéyoupe tov
TPOCAVATOAMOUO EKTUTIWONG HEOW TNG eVTOAAC Orientation® kot Snuoupyol e KEPAULKES
empdveleC péow TNG EVIOANC Setters @ yia otripén Tou kKoppatiol dmou Xpeldletal.
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File Edt View Sketch Geometty PolyMesh POyNURBS Stucwre Mofion Fluids DesignExplorer Manufacture Prin3D

L B © oedee @ ©

eeeeee 3 Variables | BinderSinter |  PrntPan  Oven  Orientation Analyze  GreenPart
Home Print Mode Setup Run

Model ®ax Oven Selectan of propare ::::iiriiiiiiiiii %

Object MWDieC1BS1-851

Oven
3 @ parasolidModel

Defauh
) DieC1BS1-BS1

X=|6388mm| Y=|6388mm| Z=|4994mm

3 @ BinderSinterPrinters
Bind iter

5 @ Bas
Base Contact(Die C1 BS 1-BS 1)

\
v

Jin

QeTEED

4 MMKS(mmkgNs)

Ewkova 75: AtaotaotoAoyion tou kAtBavou

Matape Analize € yla voL BE0OU LE TIG TAPAUETPOUG TNG MPOooopoiwong. ESw emAéyoupe To
npodiA (pauna) tng Bepuokpaociag péca otov KABavo (eikova 76). Ito analysis type
eTUAEYOUE av BEAOUHE va UTTOAOYLCOUE TN CUPPLKVWON EVOG KOUUATLOU N av BéAoupe va
QVTLOTAOUIOOUE TO KOMMATL HOG MEXPL VA TETUXOUME TNV €mBUUNT YEWMETpla. TNV
kaptéla Advanced eAéyXOUHE TNV TTOLOTNTO TOU MAEYUATOC, EVW UMOPOUE Va ETUAECOUE VA

KAVOUUE €AEYXO yla SNULOUPYLO PWYUWV 1 AMOKOAANGCNG TOU KOUMATLOU amo tnv Tpanela
Tou KALBAvou.

Run Binder Sinter Analysis :::::iiiiziiiiiziziziziziziz: X Run Binder Sinter Analysis Giiiiiiiiiiiiiiiiiiiiiiiiiiiin X
Basic  Advanced Basic = Advanced
Name: parasolidModel Mesh Mediun v
Process Parameters Time Step 6000s
Analysis Type Compensation n Simulation Start Temperature 1023.0K
Max lterations End Temp 9730K
Deviation Tolerance: X = 05m X Eriction Coefiicient 01
PantScale Factor X [10] Y [10] z[ 10 Stop simulation when there is contact
Include Gravity Effects Comp ion R ion P R
Stop lation After i Densificati X-Value 10
Y-Value 1.0
Skip Temperature Calculation
Z-Value 1.0
Oven Temperature
Time(s) |'emperoture (¥ Compute Crack Analysis
100 300.0 Max. Interlaminar Tensile Stress 0.005 MPa
2 52380 1173.0 Max Interlaminar Shear Stress 0.005 MPa
31160360 n7s9 Max Intralaminar Tensile Stress 0.01 MPa
18678.0 1613.0
; 36678.0 16130 Max. Intralaminar Shear Stress 0.01 MPa
6 524420 3000
Lift Analysis Factor 06
=||=]|[=
1600
o 1400
x
v 1200
g 1000
2 800
E
& o
400
200
0 10000 20000 30000 40000 50000
Time (s)
Restore defaults Run Close Restore defaults Run Close

Ewkova 76: lapauetpol tng mpooouoiwong
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MeTd To TEAOG TNG AVAAUONG UIMOPOUUE va SoUE amoTteAéopata Onwe n mapaudpdwaon, n
SlakUpavVon 0TNV TTUKVOTNTA KOl N cUPPIKVWoN TOU KOUKATLOU.

Mapakdtw ¢GalveTal N apxlky YEWHETPLA TOU QAVTIKELWEVOU, TIOU amoKAlveL TTOAU amod To
EMOUUNTO HEYEDOG KaL OTNV CUVEXELA N YEWHETPLO TTOU TIPOEKUPE MO TNV aVTLOTABULON
(ewkéva 77). MapatnpoUpe OTL yLa VO TIETUXOUME TLG EMLBUUNTEG TEAIKEG SLAOTACELG TIPETIEL
VO TUTIWOOU LE JLa TIOAU HeyOAUTEPN UNTPO OO QUTH TIOU £lXOLE OXESLACEL APXLKAL.

MEeTA To TEAOG TNV MPOCOUOLWONG N AVILOTOOULOMEVN YEWUETPLA UTTOPEL VA amoBOnKeUTEL WG
STL kat va ektumwOeL.

Analysis Explorer

Analysis Explorer ::::::iii X
R

un
Die C1 (1)
stage

Displacement |Mag
Max 4.057e+00 mm **

oW e«

Max 3396e+00mm **

— 3396e+00 mm —4057e+00 mm

—3692+00 mm
—3326e+00 mm
—2961e+00mm
—2595e+00 mm
—2229e+00 mm
— 1864e+00 mm
— 1498e+00 mm
— 1.132e+00 mm
—7667e-01 mm

»I8 _ 4011601 mm

Min: 4017e-01 mm ™

— 3092¢+00 mm
-+00 mm

—27

— 1.269¢+00 mm
—9647e-01 mm

— 6608e-01 mm
> _ 3568601 mm
Min: 356801 mm**

o de =

Ewkova 77: Zuppikvwan KOUUOTIWY UETA TNV MTUPOCUCOWUATWO). APLOTEPA UNTPA TTOU TUTTWINKE w¢ EXEL. Aséla
UNTPA UE QVTIOTATULOUEVN YEWUETPIA.
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MNepypadn Stadikaocioag mpooopoiwong oto Altair Inspire Extrude
Metal

Mépog Mpwto: MNpocopoiwon StEAaong cupmayoug podih

Adou avoioupe to Altair Inspire Extrude Metal eloayou e tn yewpetpia tng pNtpag eite amno
To File menu eite kavoupe drag and drop to apxeio péoa oto mapdabupo tou Inspire. Itnv ou-
VEXELXL OPI{OUNE TOV TIPOCAVOTOAOMO TNG MATPOC TIATWVTAC To €lkovidio Orient <. Ta
Betika Tou agova Z tautilovtal He TNV KATeLBUVON TNG PONG TOU UALKOU OMw¢ daivetat otnv

swova 78.
cylinder -
| Z axis

[‘_ DO
- {—— die
. N
—> f ram billet :)_)
(] |
— -] extrusion
[j:.f.:!f::jj:::::j:::-:-j-:': FA
dummy block

Ewkova 78: Awaypouua StEAaonc

Mo va TPOCOUOLWCOUE TN POI TOU UETAAAOU EVTOG TNG UNTPOG MPETIEL TTPWTA VOL OPLOOUE
TOV OYKO TIOU TIPOKUTITEL ATTO TNV EMLPAVELD TNG LATPAG TIOU EPXETAL O€ AP LE TO LETAAAO.
AuTO yivetal emAéyovtag OAa Ta KOUUATLA TNG LATPA KaL TtatwvTag to elkovidlo Flow Volume

@

Ewova 79: Emtidoyn twv kouuatiwv kot eéawywyn tou Flow Volume.

ZTOV OYKO TOoU TPOKUTITEL KAvoU e Sel kALK Kal emAéyoupe Organize As > FlowVolume.
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Organize As > Billet
Show Al Parts A sesder
Hide Selected H Rotholes
WeldChamber
Isolate |
Pocketl
Color
= Pocket2
Cut Ctrl+X Bearing
Copy Ctrl+C BearingCurve
(&y Paste Ctri+V Profile
ConvertBodies to Parts FlowVolume
New Assembly FlowVolume

Delete Del

Rename

Hide Properties

Ewova 80: Oykog pori¢ tn¢ untpac

Opiloupe Bearing Region kdvovtag kAlk oto ewkovibio Bearing (epen eMAEyovTag TNV
erudavela mouv fekwva n {wvn tng StéAaong. To mpoypappa Ba copwoel AUTOUATA TN
yewpeTpia kat Ba amoppiel Tnv meploxn EeBupaopatog (relief region) kat Ba dnuoupynoet
Ta oTeped bearing kal mpoodiA.

MNa TNV KaAUTEPN OMTLKOTOLNCN KOl €PUNVELX TWV ONMOTEAECUATWY, MMTOPOUUE va
OPYOVWOOUHE Ta OTEPEA O SLADOPETIKA EEAPTHATA XPNOLUOTIOLWVTAG TN XELPOKivnTn
Aewtoupyla KoM G 1 ELodyovTaG MPOoKOBOPLOUEVA UNKN CWHATWY. AUTO BEATLWVEL TNV LKAVO-
™Tta Snuloupylag MAEYHATOog KaANG TolotnTag He AlyOTEPA OTOLXELD. 2TIC T(POCOUOLWOELS
xpnouomnot0nke n dgutepn pEBodog.

/‘(v r
Ma va To KAVOUWE auTO MpwTa eMAEYOUE To €lkovidlo Organize volumes .Zro HLKPO
napaBupo nou epdaviletal, kaBopiloupe Ta LAKN TWV OTOLXELWV KAl KAVOUUE KALK oTo Apply.

OrganizeModel| ==5umsnaiiisiiniiiit X
Feeder Length 9.0 mm
Portholes Length 0.0 mm
Weld Chamber Length 0.0 mm
Pocketl Length 1.0mm
Pocket2 Length 0.0 mm

...................................

Apply | Close

...................................

Ewova 81: Opyavwan tou oykou.

ITn OUVEXELA SnNULOUPYOUUE Kot KaBopillou e TIG SLAOTACELS TNG UIMLETAG KAVOVTOG KALK OTO
elkovidlo Billet @ . OL StaotdoELg TNG HrLETag daivovtal otnv elkova 82
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Billet Diameter: 8.0 mm

Container Diameter: 10.0 mm

Billet Length: 32.0 mm
Skin Thickness: 2.0 mm

Ewkova 82: Oplouog S1o0TATE WV UTTLETOG.

Kavou e kAk oto elkovibio Materials a Kol EMAEYOUE TO KpApa Tou Tepayiou (Workpiece
alloy) matwvtoag 6€€l kKAk 0To eMBUUNTO UALKO Kal HeTA Select. ITnv mpoocopolwaon emAEY-
Bnke o xaAkog OHFC (Oxygen-free high thermal conductivity copper).

L DT 1 i R B e e A e R At e A e o Il T e B B T e Al e S Sl
+ MW L Q Main ' Constitutive Model - Temperature Dependence  Flow Stress Graph
4+ = » Workpiece » Copper_Alloys » OHFC Constitutive Model PowerLaw
W OHFC_Copoer .., Density (kg/m3) 8954

Select Specific Heat (J/kg-K) 383
Copylouseratea Conductivity (W/m-K) 360
Edit Coefficient of Thermal Expansion (1/K) 1e-05
Rename Volumetric Heat Source (W/m3) 0
Delete Reference Temperature (K) 750
Liquidus Temperature (K) 1356
Solidus Temperature (K) 1338
Young's Modulus (Pa) 4e+10
Poisson's Ratio 0.35

Selected Materials

OK Cancel

Ewkova 83: Emtidoyn uAikoU teuayiou.

Emidéyoupe to elkovidlo Submit job for analysis yia va Egekivricoupe tnv mpocopoiwon %
210 mopaBupo mou epdavileTal ELOAYOUE TIG EMLBUUNTEG MAPAUETPOUG KAL TTATAUE Run.
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Analysis Parameters, == iantiiasniii sl
Process Data:
Project Name: JP_PC_10x10mm
Ram Speed: 5.0 mm/sec
Billet Preheat 4500C
Die Temperature: 4500C
Container Temperature: 4500C
Bearing Optimization
Mesh Size:
Fine
© Medium
Coarse
Existing
User-defined
Extrusion Type:
© Direct
Indirect
Analysis Type:
© Steady
Transient

Export » Run Close

Ewova 84: lNapauetpol tng avaiuong.

MNatwvtag oto £lkovidlo Show Analysis Results E‘:B}\énouus TO QUMOTEAECHO TNC TEAEUTALOG
Tipooopolwaong mou Kavape. Ao tnv kaptéAa Analysis Explorer pmopoupe va ermitAé€ou e Tov
TUTIO TWV QMOTEAECHATWY Tou B€Aoupe va Solpe OMWG TNV KOTOVOUR Taxutntag,
Bepuokpaaciag, mieong K.a. EVTOC TOU UALKOU.

Mépog AeUtepo: AvaAuon napapopdwong epyaleiou.

Adou AaBoupe ta amoteAéopata and TNV MPOCOUOoLwaon TNG PONE OVOlYOUHE Eva KOLVOUpPYLO
apxelo (File> New) kat poptwVvou e Ta apXEia UE TN YEWUETPLA TWV UNTPWV. Mo va uTtoAoYi-
OOULE TNV KATOIOVNON TG LATPAG KAVOULLE KALK oTnVv kapteéAa Tool Deflection.

To UALKO TOU Tepaxiou Epyaciag mou pEEL HEoa OTN UNTPA aoKel Eva popTio oTIC EMLPAVELES
™NG. Autég ovopalovtal emidaveleg poptiou (Load Faces). Emidaveleg Omwg omég meipwv kot
TEPLOXECG avakoUdlong Sev €pxovtal o emadr PeE To TEUAXLO epyaciag kal Sev MPEMEL va
amoteAOUV UEPOG TWV emipavelwV PopTiou. AnpLoupyoUE TIG ETLPAVELEG OTLG OTIOLEG TO
UALKO €PATTETAL OTN YEWUETPLA TOU EPYOAAELOU ETUAEYOVTAG TEG KL TIATWVTAG TO €LKOVISLO
Load Faces@ .
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Ewova 85: Empaveieg mapadaBric poptiwv.

To epyaleio BCS{% XPNOLUOTIOLELTAL YLa TN XELPOKIvVNTN dnULloupyla TeEpLOpLOUWY Kivnong os

KATAAANAEG eTLDAVELEG.

H emidoyr tou UALKOU Tou epyaleiou yivetol OpOLa E TOV TPOTIO TIOU €YLVE OTNV avAAuon

PONG MATWVTAC TO ELKOVISLO Fr} ZTLG TPOCOHOLWOELG TIOU €YLvaV ETUAEXONKE MPOCAPOCEVO

UALKO pE TIg LdLoTNTEG Tou St.17-4.

TéNog, KaBopIl{oUE TIG TAPAUETPOUG TNG TIPOCOKOLWONG MATWVTAG 0TO £lkovidio Submit job

for analysis%. 210 mapaBupo nou eudaviletal, n emidoyn Mapped pag divel tnv duvatotnta
va xpnolwgomnoltjooupe ansuBeiag ta doptia and tn mpooopoiwon tng SLéEAaong yla va

BpoUpe TNV KaTAMOVNON OTN UATPA.

Ta anoteAéopata TG Mpooopoiwaong umopol e va ta Soupe oto Analysis Explorer.

TD Analysis Parameters ::::iiiiiiiiii X
Process Data:
ProjectName: }1_3DP_PC_10x10mm

Reference Temp:450.0C
Pressure Type:
Constant
Linear
Mapped
Mesh Size:
Fine
© Medium
Coarse
Existing
User-defined
Mesh Order:
© First
Second
Analysis Type:
© Elastic
Elasto-Plastic

Export » Run Close

Ewkova 86: AnoteAéouata mpooouoiwarnc.

Analysis Explorer :::iiiii: X
Run Y
Altair_DC1_3DP_PC_10x10_
Load Case
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MNoapaptnua I
Kwbikag yia tnv enefepyaocia twv dedopévwy amno ta nelpdpota eGeAKUCUOU.

% data processing of the tensile tests.
clear all
clc

data{l}=Toad('Stl7_4_HT_1.txt');
data{2}=Toad('Stl7_4_HT_2.txt');
data{3}=load('Stl7_4_HT_3.txt');
data{4}=Toad('Stl7_4_HT_4.txt');
data{5}=load('Stl7_4_HT_6.txt');
data{6}=load('HI13_HT_1.txt");
data{7}=load('H13_HT_2.txt");
data{8}=load('H13_HT_3.txt");
data{9}=load('laser_stl74_22C_dogbone5.txt");
data{l0}=load('laser_st1l74_22C_dogbhone6.txt');
data{l1l}=load('laser_H13_22C_doghone3.txt');

A =[5.99;5.96;06.03;06.02;6.00;5.98;6.15;6.13;6.15];
L=32;

% removal of ends due to slippage of grippers
DL{1}=data{1}(16000:end,3);
DL{2}=data{2}(3100:end,3);
DL{3}=data{3}(3104:end,3);
DL{4}=data{4}(2230:end,3);
DL{5}=data{5}(:,3);
DL{6}=data{6}(4717:end,3);
DL{7}=data{7}(2885:end,3);
DL{8}=data{8}(:,3);

for i=1:8
DL{i}=DL{i}-DL{i}(D);

end

F{l1}=data{1}(16000:end,?2);
F{2}=data{2}(3100:end,2);
F{3}=data{3}(3104:end,2);
F{4}=data{4}(2230:end,2);
F{5}=data{5}(:,2);
F{6}=data{6}(4717:end,2);
F{7}=data{7}(2885:end,2);
F{8}=data{8}(:,2);

for i=1:8
epsilon{i}=DL{i}/L;
sigma{i}=F{i}*1000/A(i);
UTS{1i}=max(sigma{i});
xIndex(i) = find(sigma{i} == max(sigma{i}), 1, 'first');
maxxvalue{i} = epsilon{i}(xIndex(i));
end

figure(1)
plot(epsilon{l},sigma{l},'r"')
hold on
plot(epsilon{3},sigma{3},'b")
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plot(epsilon{5},sigma{5}, 'k")
plot(epsilon{2},sigma{2},'r")
plot(epsilon{4},sigma{4},'b")

title('o-€ St.17-4")
x1abel (' [mm/mm] ")
ylabel('[MPal')
legend( ...
'St17-4@340A0C",
'St17-4@250A0C",
'Stl7-4_6@22A0C")

figure(2)
plot(epsilon{6},sigma{6},'r')
hold on
plot(epsilon{8},sigma{8}, 'k")
plot(epsilon{7},sigma{7},'r")
title('o-€ H13")
xTabeTl (' [mm/mm] ")
ylabel('[MPal')
Tegend( ...
'H13_2@340A0C',
'H13_3@22A0C")

% Comparison of Displacement Measurement Methods

figure(3)
plot(data{9}(1:40600,2)/100+0.008,data{9}(1:40600,1)/1e6)
hold on
plot(epsilon{5},sigma{5})
title('o-€ Stl7-4_6")
xTabeTl (' [mm/mm] ")
ylabel('[MPal')
legend( ...
'Laser’',
'jaws ")

figure(4)
plot(data{11}(1:31535,2)/100+0.0043,data{11}(1:31535,1)/1e6)
hold on
plot(epsilon{8},sigma{8})
title('o-€ H13_3")
xTabeT (' [mm/mm] ")
ylabel('[MPal')
legend( ...
'Laser’',
'jaws ")
% Effect of temperature on strength
T1=[22,250,340];
T2=[22,340];
T_st174=[UTS{5}, mean([UTS{3},UTS{4}]1),mean([UTS{1},uTS{2}1)1;
T_h13=[uTs{8},mean([UTS{6},UTS{7}1)1;

figure(5)
plot(Tl,T_stl74)
hold on

plot(T2, T_h13)
title('UTS-T")
x1abel('[A0 C]')
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ylabel('[MPal')

legend( ...
'stl7-4",
'H13")

Kw&LKOC yLa TNV OLKOVOULKA GUYKPLON TwV EVOAAOKTIKWV.

% Process cost analysis
clear all
clc

shopy=[325 41.7 16.7 12.74 12.74 ]';
shopx=[ 1 10 50 200 300]"';

studioy=[150 73 67.2]";
studiox=[1 10 24 ]';

traditionaly=[200 80 40 40 ]';
traditionalx=[1 100 400 500 ]';

x=[1:500]";
al = 165;
bl = -0.01362;
cl = 37.25;

dl = 0.0001335;
Traditional = al*exp(bl*x) + cl*exp(dl*x);

Shop= 10.91 + 314./x;
Studio=63.99+83.03./x;

figure(1)

plot(x,Traditional,'b")

hold on

plot(x,Shop,'r")

plot(x,Studio, 'Color',[0.9290 0.6940 0.1250])

plot(traditionalX,traditionaly,'b."', 'Linewidth',5)
plot(shopX,shopy, 'r."', 'Linewidth',5)
plot(studioX,studioy,'."', 'Color',[0.9290 0.6940 0.1250], 'Linewidth',5)

ylabel('[€]")
xlabel (' [Pieces]"')
Tegend('Traditional Manuf.','Binder Jetting', 'BMD')
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