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NMEPINHWH

Itnv mapoloa epyoocia efetalovtol oL HUNXAVIKEG BLOTNTEC Sokiwv edeAkuouol
KOTAOKEUAOUEVWY WE TNV Texvohoyla Polymer Jetting. H ouykekpluévn Ttexvoloyia
TPLOSLACTATNG EKTUTWONG XPNOLUOTOLE(TAL KUPlWwG yla TV mapaywyn £€aptnuAtwy amno
TIOAUMEPH HEOW €yXUoNG EMAANAWY OTPWOEWY TOU UALKOU. JUYKEKPLUEVA, TIapnXOn £vag
oplOuoe CaptnUATWY OTO OXNUA TOU KAQOGLKOU &OKIHioU €eheAKUGHOU UE TPELG
T(POCOVATOALOHOUG EMAAANAWY OTPWOEWY, KOTAKOPUGO, EYKAPOLO Kal opllovtio. Ta Sokipa
uTtoBANBnkav oe Sokiurn epeAkuopoU katd To mpotumo ASTM D368 (t.ooduvapo ISO 527-1)
KoL Kataypddnke n ackoUpevn SUvVOUN CUVAPTAOEL TNC HMETATOMIONG TOU OCUGCTHUOTOG
ouykpatnong. Amo tnv emefepyacio TWV HETPAOEWV TPOEKUPOV CUUTEPACHUATA TIOU
TEPLYPAPOUV TTANPWE TNV UNXAVLKH CUUITEPLPOPA TWV UALKWVY TIOU TTAPAYOVTaL UE KABEvav
OO TOUG TPELG TIPOCAVATOALOMOUC. JUYKEKPLUEVA SLEPEUVNONKE N OAKLLOTNTO KAl N avTo)XH).
Emnetta, €€nxOnoav Baolkd cupmepdopata yla tov BEATIOTO oXeSLAoUO EQAPTNUATWY UE TN

LEB0SO polymer jetting kot SLOTUTIWONKOV CUYKEKPLUEVEC TIPOTACELC YL TIEPALTEPW EPEUVAL.

ABSTRACT

In this thesis, the mechanical properties of conventional “dogbone” tensile specimens
produced by Polymer Jetting (PJ) are examined. The PJ is a 3d printing method used for
producing polymer parts, by printing consecutive layers of the desired geometry. During this
thesis three types of “dogbone” specimens were printed, ten for each of the three possible
orientations of the specimen: horizontal, vertical and lateral. The produced specimens were
tested according to ASTM D368 (ISO 527-1 equivalent) testing standard. A thorough
statistical analysis of the test results has been conducted and a detailed description of the
potential mechanical properties with each orientation is documented. Moreover, elongation
at break and strength were particularly examined. Using these results the optimum printing
orientation using Polymer Jetting method is presented and suggestions for future research

are given, based on the challenges tackled and vital experience gained.
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2KOnozxz

ZKOTIOC TNC MOpoUCOC NTAV N LEAETN TWV UNXOVIKWY LBLOTATWV SOKLULWY TTIOU EKTUTIWVOVTOL
ue T UEB0SO Tayxelag mpotumomnoinong Polymer Jetting mpokelpévou va e€axBouv
OUUMEPACHATO TOOO yLo TNV BEATIOTN TOMOBETNON TOoug otnVv Tpanela eKTUNMWONG 000 Kal
va SlatunwBouv oe Paocko eminedo kateuBUvVoelg yla TNV oxedlaon efaptnuatwy yla

KOTOLOKEUT) LLE TNV OUYKEKPLUEVN LEBOSO.

SCOPE

The aim of this thesis is the study of the mechanical properties of specimens produced by
Polymer Jetting 3D printing manufacturing method in order to extract design guidelines for
mechanical components produced by the aforementioned method and for design

optimization in terms of stiffness and strength.
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1. BAZIKA ZTOIXEIA MOAYMEPQN

1.1 Aopn KAl HNXXVIKEG LBLOTNTEG

Ta moAupepr eilval popla peyalou peyéBoucg (Hakpouopla) TIOU ATOTEAOUVTOL OO
enavaAappoavopeveg SoukéG pLovadeg (Lovopepn). Mmopel va €xouv duoikn TipogAeuan
(A.x. kuttaplvn, kaoutooUk), gite va punv Aappavovtal aneubeiag ano t duvon Kal va gival

ouvBeTkd (A.X. PVC, OlALKOVEC).

EmutAéov, avaloyo UE TIG BEPUOUNXOVIKEC TOUC BLOTNTEC, Slakpivovtol oe BepUomMAACTIKA
(A.x. PE, PP, PMMA), ta omola StaB€touv dour guaiobntn ot OepUoKPACLOKEG LETABOAES,
oe BeppookAnpuvopeva f Beppootabepd (A.X. TOAUECTEPEG, EMOEELSIKEG pNTiveG), TA omola
gival ouvnBw¢ apopda Kal o ATNKTA Kol o€ eAactopepr] (A.X. OLALKOVEG, KaouTooUK) Tal
orola epdavilouv umepshaotik ocupmneplpopd oc HeYAAO €€UPOG OepUOKPOACLAKWY
uetafolwv Kal ocuvBnkwv TeplBaAAovtog. AuTOg eival kal o AOyoG ylo Tov Omoio ot
napovoa epyacia Ba yivel avadopd otic SUo MPWTEC KATnyopleg MOALUEPWY, TA omoia

xapaktnpllovral pnxavika amnod KEwdoeA ootk cupunepldopd.

To OgpUOTMAQOTIKA TTOAUPEPH AmOTEAOUVTAL OO UOKPLEC LOPLOKEG (TTOAUMEPLKEG) aluaideg
oL omoieg otnv uypn toug daon sudavilovv akavoviotn Kot TemMAsyuévn popdn. Kamola
moAupepn Statnpolv autr tnv ataktn dopr kKatd tn Stadikacia tng amoPuéng Kat £tol
oxnuotilouv oteped pe apopdn kpuotaMikr Soun. e Ao TOAUpEPH, oL aAucideg
ovadutAwvovtal oxnuatilovtag uvPnAotepou Pabuol TAENG TEPLOXEC, OL OMOLEC
ovopalovtal Aapélec (lamellae). Qotdéoo akopo Kal 6 AUTA TN MEPIMTTWON CUVUTTAPXOUV
KPUOTOAAIKEG Kol Quopdeg meploxéc. uvnbBwg o Pabuog KpuoTaAAkoTnTag €VOC
TIOAUMEPOUG KupaiveTal petafl 10-80% kot cuvaptdtal apeca pe tn Stadikacio anoPuéng

KOl TwV ouvOnkwv Slapopdwaonc Tou MoOAUPEPOUG.

12
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Lamella Amorphous region

5 *=

Amorphous Semicrystalline

AUTOG elval KoL 0 AGyog Tou ta moAupepn Bewpouvtal NUL-KPUOTOAALKA (semi-crystalline)
UVALKA. H avAmtuén twv KPpUOTOAALKWY TIEPLOXWV EKTUAIOOETAL KOTA TPOTIUNON TPOG ThV
katevBbuvon tng péylotng Bepuokpaaciakig dtadopag kata tn Stadikacio tng amoPuéng.
Jtnv meplmtwon evog uPnlol Beppokpactakol Suvaulkol og pla KateuBuvaon, Omwe yla
MAPASELYUA KATA TN Tapaywyr KAmolou ¢\ 1 vag moAupepouc, n avamtuén Aapelwv
yIVETOL e OUYKEKPLUEVO TTPOCAVATOALOUO Kal PE T pHopdr Sevdpltwy. AladopeTikd, otnv
neplntwon ywa mapadelypa evog moAupepolg, e dlag ta€ng pey£éBoug SLaoTAoeLg, n
Kotavoun tng Bepuokpaciog sival MePLOCOTEPO LOOTPOTILKY, HE QTMOTEAECHA TNV OKTLVLKNA
ovamtuén Aapedwv mou BOa odnynoeL oOTov OXNUATIOHO HEYOAUTEPWY OdALPLKWV

KPUOTOAALKWV TEPLOXWV TIoU ovopdalovtal odatlpouliteg (spherulites).

JUVKPLTIKA, N KpuoTallikr Sopn e€aodalilel mo avBektikd moAupepég (UPnAdTeEPO HETPO
ghaotikotntag, OAA ouyxpovwg to kabiotda mo Yabupd, e AMOTEAECUO T TIOAU
KPUOTOAALKG TIOAUMEPN va UNV €MSEKVUOUV TNV KAQOGOLK CUUTIEPLPOPA TWV MANCTIKWY

LETA TO Oplo SLappor g TouG.

To PBaOCLKOTEPO XAPAKTNPLOTIKO OO TN OKOTLA TOU HNXAVIOUOU €VOG KPUOTOAALKOU
TOAUPEPOUG €lval o TpooavatoAlopog i kateuBuvtikotnta (clinicity) tou kpuotdAlou,
KoOwg meplypddel TNV pOTIHWHEVN StelBuvon Mou akoAouBouv Ta popLa i CUYKPOTHHATA
Hoplwv Ot OTeped Katdotoon ot elbIkéG ouvOnkeg Slapopdwong tou ToAuuepoUlg.
AvadEépetal KUplwg oTNV TIEPIMTTWON TOAUUEPIKWY VWV, GUAWVY Kol GAY, Ta ortola UTo TNV
enidpaon MNXavikng Katamoévnong (kat’ e€€oxnv oe tavuon) mapouclalouv TUAUATO
(aAuoideg kal eploxEg) mou mpooavatoAi{ovtal Kata Unkog ths SteuBuvong poptiong. Evag
OKOUN TPOTOC €AEYXOU TOU TPOCAVATOALOHOU elval o €Aeyxog tng amouing oto xwpo
(temperature grad control). H kateuBuvTtikotnTa 0 KPUOTAALKO EMIMESO AVTAVAKAATOL OTO

MOKPO-EMUMESO LE TNV AVLOOTPOTILO TN LNXAVLKIG CUUTEPLPOPAS EVOC TIOAUEPOUG.

13
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1.2 Avvapikn avaAuon IEWSoEAXCTIKWY UVAIKWY

To BAOLKO XOPOAKTNPLOTLKO TIOU SLEMEL TN OVTEAOTIOINGON TNG UNXAVLKNG CUUTIEPLDOPAG TWV
LEWO0EANOTIKWY UAKWY elval n €€Aptnon TOU €yyevoug HUNXaviopoU amocBeong rmou
Sl00€touv amod tn Bepuokpacio Kol TV ToxUTNTO eMLBOANG Mapauopdwong. H pnxavikn

CUUTEPLPOPA TWV TIEPLOCOTEPWV MOAUUEPWYV Urtopel va povtehononBel we €wdoehaotikn.

O OnNUAVTIKOTEPOG TIOPAYOVTOC TOU EMNPEALEL TNV HNXOVLIK OCUMMEPLPOPA  EVOG
LEwdoelaotikol UALKOU eival n duvapikn duckaupia (dynamic stiffness), n oxéon dnAadn
HeTafy TNG TAONG Kal mopopopdwaong n omoia eival mo cuvBEtn o oxéon e T YVWOTH
oxéon mou OSLEMEL TNV OUCXETLON TAONG KOL TIAPAROPPWONG ylo. OTEPEA TNG KAOOGLKAG

Oewplag tng EAaoTIKOTNTAG.

MoAAEC popEc N HEAETN TNC SUVAULKAG CUUTIEPLPOPAC TWV TTOAUUEPWYV YiveTal oto medio Tng
ouXVOTNTAC. € QUTA TN TEPIMTwon N Taon Kal n mapapdpdwon ivol cUVAPTHCELC TOU
XPOVOU Kol LAALOTA APHOVIKEC, TtapouaLlalouv wotooo dladopd daong, Onwe daivetal otnv

eflowon:

1(t) =1, sin(wt)

o(t) =@, sin(ot—y)

Ma éva Ewdoehaotikd oteped, n Sladopd dAoNG onuailvel OTL UTIAPXEL £€VOC OPOG TIOU

g€aptatal ano tnv toxuTnta entBolnc mapapdpdwong otnv oxéon taonc-napapopdwaong:

14
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. . TO , .
émou Bswpolpe G=— kalL n=tany , T0 HETPO TNG AMOGREDNG.

U
O &eltepog Opog otnv mapanmdavw efiowon oxetiletal pe 1o puBUO emMIBOAAC TNG
MAPAPOpdwWong Kol avtupoownevel Thy andoPeon (damping) i amoppodnon svépyelag
(energy dissipation) n omoia cupPaivel oe éva LEWS0EAAOTIKO OTEpPed OTavV dextel pla

opuovIKA SLEyepon.
EVOAAOKTLKQ, XpNOLLOTIOLWVTAC TNV OGAYEBPLK TAUTOTNTA:

iot

exp(iot) =e'”" =cosot+isinmt

N mponyouuevn eéiocwaon pmopel va ypadel:

T=Gp+ G—nicocp =G(1+ ing)(p
0] o]
T=G(L+in)p

To KAAOOLKA POVTEAQ TIOU XpNnoLUomolnBnkav yia tn povtelomnoinon tng EwSoeAaoTIKAC
OUUMEPLPOPAC TWV UAIKWVY HE TN Xpron otolxeiwv palag, amocBeong kot glatnpiou
amotedovv Ta povtéda Maxwell kat Voigt aAAd Kal QpKETA QKOUN TIOU TIPOEKUY AV
METAYEVEDTEPA KOL aLOTIOLOUVTAL avaloya e TNV emBupnt akpiBela mou amnatteital and
NV ekaotote edappoyr. To amAolotepo HOVIEAO eival To poviého Maxwell yia to mio
eVOELKTIKA avadEpeTal OTL povtelomolel TNV EWSoeAAOTIKN cuuTepldopd evOG UALKOU UE
™ Xpnon &vog glatnpiou kal evog amooPeotnpa oe ospd. H olvBetn duokauia tou

CUOTHHATOC €lval KAT avTLOTOLXLA LE TA TOPATAVW:

iokc

k*=k(1+in)= -
k +imc

15
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1.3 dwTtomoAupuepn

H xprion mtnyng dwtdc otnv enefepyacia tTwv moAupepwyv eworxdn tov 19° awva, omou ta
dwtomoAupuepn Bprkav peyain edappoyn otnV KATAOKEUH NAEKTPOVIKWY KOl OTLG YPADIKECG
téxves. Ta dwtomoAupepn eival StaAvpata svaicbnta os évag PEpog Tou GACUATOG TOU
dwtog, ta omoia moAupepilovtal petd amd €kBeon oe umepwwdn (UV) aktivoBoAia.
Ynapxouv moAAQ €ibn moAupepwv, Ta omola pAAoTA amovtwvital o SLadOPETLKEG
KOTAOTACELG TNG UANG- AAAQ gival uypd dAAa oteped Kol GAAa €xouv tTn popdr GuAlwTou
UAKOU (sheet). Itn yevikn mepimtwon ta TMOAUUEpN Hmopel va mepléxouv Sladopa
CUOTATIKA GCUUTEPIAAUBOVOUEVWY  DWTOEKKLVNTWY, OALyoUepr), TPOCcOeTa, XNULKOUC
KOTAAUTEG, TTAQGTIKOTIOLNTEG KOl XPWOTLKEG OUOLEC. QOTOCO, TA TPLA PACIKA XOPAKTNPLOTIKA

£VOC pwTOMOAUPEPOUC UALKOU £lval TO LOVOLLEPH], TA OALYOLEPH KOl Ol GWTOEKKIVNTEG.

OAwyopepn

Ta oAyopepn eival avidpwvta popLla HECOU HoPLOKOU BAPOUC AMOTEAOUUEVO. ATTO UEPLKA
LOVOUEPN, ouvnBwC Suuepr, TPLUEPN Kol TETpapEPn. TuvnBwg elval vypd os Bepuokpaocia
Swpatiou Kol Xpnolpomolouvtol oav HeAAVLR, KOAAEC N UALKQ ETMLOTPWOEWYV. TO TUTILKA

ToAupepn egaptwvral katd 50-80% amnod oAlyouepn.

Movouepn

To povopepn elvatl pKPA PopLa SECUEVUEVA E XNMLKOUG SE0OUG TToU cuvbEovTal e AAAQ
MOVOUEPN, OALYOUEPH 1 TTOAUUEPN HE €va enavalapBavopevo potifo ya tnv dnuoupyia
VEWV TIOAUpEPWVY. Katd Bdon ta pwTtomoAupepr amoteAoUvtal ano Hovouepn Baclopéva
0€ QaKPUALKG oe mooootd 10-40%. Katd tn Stadlkacia tou moAupepiopol U0 TUMOL
MOVOUEPWYV UTtOpoUV va XpnotpomnolnBouv: moAu-Asttoupyka (multifunctional) povopepn n

KN TTOAU-AELTOUPYLKA.

QWTOEKKLVNTEC

OL GWTOEKKIVNTEC UETOTPEMOUV TNV UTEPLWSN  akTwvoPoliac 0  XNUIK EVEPYELQ
Snuloupywvtag eAevBepeg pilec i katwovia katd tnv €kBeson Toug oe auth. Katd tnv
avTidpaon pe To UTEpLWOES Pwe UmopolV va SLOCTIAoTOUV OE Tpia N} TIEPLOCOTEPA LEPN KalL
KOT €AAXLOTO £€va omd Ta HEPN avVILOPA HE OALYOMEPN N MOVOMEPN KAl TA GUVEVWVEL.
Ynapxouv ¢ucoIka eite ival cuvtiBevtal XNUIKA Kol elval euaiocBnTa oe CUYKEKPLUEVA PNKN
dwtdc. H peyaAltepn avamrtuén tou¢ onuelwBnke tn Sekaetio petaty 1960-1970 amo

eTaLpeleg OTWG N BASF, AKZOCIBAGEIGY KA.
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Ta pwtomoAupepr) UnopolV va KatnyoplomonBolv oe TPeLg PAOLKEG KaTnyopleg e Baon

TNV TA XOPAKTNPLOTIKA TOUG KaL KAt EMEKTAON TNV dapLOyr TOUG.

KAaoolka toAupEpn

Elvar ouvBeta moAupepn (my okpuAlkd kat emofeldikd) Ta omoia xpnolpomololvial o€
KOAAEG, ETUOTPWOELG KOL YPOPLKEG TEXVEG. AMO TOV TMOAUUEPLOUO TOUG TIPOKUTITEL N

dwroevalobnoia mou mapouaotalouy.

2UvBeto cuoThua

To clotnua avamtuxOnke TPokelpévou va Eemepaoctouv TpoPAnuata cuvudaoueva e
LOVOUEPN-PWTOEKKIVNTEG OTWG £lval N HLKPA KIVNUOTLKA CUVEKTIKOTNTO Of E€TOEELOIKEG
pntiveg. To ovotnua €eVICXUEL TNV QTOTEAECUOTIKOTNTA TOU TOAUMEPLOHOU UTO TNV
oMnAenibpacn HeTafl HOVOUEPWY, GWTOEKKIVATWY KOl TIPO-TIOAUMEPWY. EmumAgoy,
OUUBAMNAEL OTNV TOpAywyYr HLIKPONAEKTPOVIKWY OUOKEUWY (moAuapibla), oL omoleg
napouactalouv avtoyn os VPnAég Beppokpaacies. AKOUN, GWTOTOAUUEPLOUOC KOL CUCTAHUATA
dWTOEKKIVNTWY €lval opKeTd eguaicbntec oto ¢aopa tou opatol ¢wTtdG, To ormoio

KUpaivetal petau 400-700um.

Néa dwrtomoAupuepn

Ta véa GWTOTOAUUEPT) CULUETEXOUV OTOV OXNUOTIOUO OAWV TWV amapaltnTtwyv UEPWV OE

OUYKEKPLUEVA TTOCOOTA TIPOKELEVOU va dnoupynOel pia pakpopoplakr Soun.

H kUpla Stodopd petaly dwtomoAuuepwy Kal AAAwWVY TUTIWV MOAVUEPWYV €ival To OTL auTtd
Sleyeipovral pe tnv aktvoPolia KAtAANANG cuxvotnTaC. € AUTH TNV MEPUTTWON, yLO Vo
TPAYHOTOTONBOOUV Ol XNUIKEG OVTIOPACEL, TIPEMEL TO MOPLOL TWV HOVOMUEPWY VA
anoppodroouvv Gws KATAAANANG cuxvotntag, wote va SleyepBouv Kal va avtldpdoouv

METAEL TOUC SNULOUPYWVTOG TTOAU LEPT).

Y€ QuTA TV Ttepimtwon, anatteital N mpoodrkn GWTOEKKLVNTWY TIou amoppodolV Gwe Kat
TapAayouV evepyeg pilec. Emeldn) ta okOpeoTa HOPLOL TWV LOVOUEPWY XPELAlOVTaL EMapPKN
EVEPYELA YLA SLEYEPON KOL KATAOTPODN TWV OPXLKWV SECUWV TOUG, TIPOKELEVOU VA SWooUV
TO POoidvTa -MOAUUEPN -, TO 0patd Pws Sev Toug apkel, ondte Xpeldlovtol cuxvoTNTEC TOU

UTEPLWSOUG GACHATOC Kal yia To Adyo auTo Xpnotomnolouvial KatdAAnAeg Adurmneg UV.

Mot TNV KATAOKEUN TWV EVKOUMTWY TAAKWY EKTUTIWONG Xpnotlporoleitol UV aktivoPolia yia
TOV TOAUMEPLOMO, omote Snuioupyeital Stadopd petatld GwTOPEVOU Kol apwWTLOTOU

UAKoU. H emidavela mou 6e pwrtiletal mopapével LOAOKA KOL UTOPEL Vo ATOUaKPUVOEL pe
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T0 KOTAMNAO SaAutikd kat Pouptoa, svw otnv adldAutn emidpdvelo (bwTlopévn)

Snuoupyeital n elkdva - BEpa mou Ba SexTel To HeEAAVL.
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2. BAZIKEZ MEOOAOI THZ 2TEPEOAIOOIPA®IAZ
NA NOAYMEPH YAIKA

Ot teleutaieg e€elifelc otnv texvoloyla TPLOSLACTATNG EKTUMIWONG EMLTPETEL TNV EKTUTIWON
OTIOLOUSNTIOTE POIOVTOG HECA O EAAXLOTO XPOVO. ATtO UTIOSHATA PEXPL KOTITIKA epyaleia
UE TNV TeXvoloyla 3A ekTtUMWoNG Umopel Kaveig va kepdioel xpovo Kal ¢uCLKA KOOTOG.
ErutAéov n texvoyvwola mou amatteltal eival eAAXLOTn O OXEOn HE TIG MAPASOOLOKES
ueBodoug mapaywyng Twv ToAupepwv (extrusion kot injection molding). ESw &ev
omattouvtal  e€elOIKEUUEVOL  TEXVITEC TIPOKELMEVOU vo  TtapaxBolv  LKOVOTIOLNTLIKA
onoteAéopata eVvw MOPAAANAC TO KOOTOC QUTWY TWV UNXAVWY OAOEva Kal PELWVETAL. Exel
napatnpnOel 6Tl 0 oXeSLAOUOG TWV EEAPTNUATWY TIOU TIPOKELTAL Va TtapaxBouv Pe auTh T
HEBoSO pmopel va gival amaltnTikr) o€ TIOAAEG TEPUMTTWOELS. O OXESLAOUOC TWV MPOIOVIWV
vivetal pe tn xpnon Aoywouilkwv tplodldotatng povtehomoinong CAD. Ol meploodtepol
EKTUTIWTEC H€xovTal Ta apadoatakd 3A apxeia mou npoopilovrtal yla otepeoABoypadia pe

kataAnén .st/ (Standard Tessellation Language).

2.1 Baowkd& XpaKTNPLOTIKX

OL uéBodol tpLodldotatng eKTUTIWONG UIMopoUV va opadomnotnBouv o U0 opddeg pe Bdaon

™V apxn Aettoupylag Touc.

= H mpwtn mephapPdvel OAeg ekeiveg TG peBOdoug evamobeong uAkou. Ot
EKTUTIWTEG €lval yvwotol wg emAeKTIKAG amoBeong (selective deposition printer)
AUTOG 0 TUTIOG EKTUTIWTI XPNOLUOTIOLELTOL KUPLWG OE OLKLAKEG EPAPLOYEC KOL OTIWG
elvat mpodavég Aettoupyel evamoBétoviag tnv mMPwtn UAN o€ KABe oTpwon
T(POKELUEVOU va SnULoupynoel Tnv embupnt yewpetpia. Me KatdAAnAo otopa
evamoBétel UALKO cupmiElovtag (squeezing) To os popdr maotag, otepsn N uypn
popodn eite pe tn popdn ompéL.

= H &eltepn opdda mep\opUBAVEL EKTUTIWTEG TIOU ETILTUYXAVOUV TV emtBupntn
VEWUETPlO péow OBlayuong eite péow ouvoowpdtwong (binding). Ovopdlovrtot
£TUAEKTIKAG KOAANONG (selective binder) kaBwg cuykoAAoUv tnv mpwtn VAN o€ KAOe
OTPWON XPNOLUOTIOLWVTAC UTtEPLWSN OKTWORBOAL ylo. TV OTEPEOTOINGN OKOVNG

(powder) mpwtng UANG cuvRBwWC MOAUEPOUC UALKOU yLoL TNV TIOpaywyn EMBUUNTAG
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VEWMETplOC. AUTA N KOTNyoplol EKTUMWTIWY aMOTEAOUV TIG TPWTEC HOPDEG
TpLoSLAoTATNG EKTUTTWONG, WOTOCO TEXVIKEG TIOU OVAKOUV O QUTH ONMwG N
otepeolilBoypadia (stereolithography) kat to laser sintering akoun kotalappfavouv
ONUOVTLIKO HEPOG TNG Blopnyaviag 3A eKTUTIWOEWVY. ZUYKEKPLUEVA N HEB0SOG ToU

XPNOLUOTIOLNBONKE Yl TNV TIapoUoa pyaoia avrKeEL 0T CUYKEKPLUEVN KaThyopla.

OL eupUTEPO YVWOTEC LEBOSOL yLa TNV TOXELO KATACKEUH TIPOTOVIWYV YEVIKOTEPA Elval oL

TIAPAKATW:

= JYtepeohBoypadia (SLA)

= Polyjet photopolymer / Jetted photopolymer (J-P)
= Selective laser sintering (SLS)

= 3DP —Three-dimensional printing

= Fused deposition modeling (FDM)

= Syringe extrusion

=  Selective laser melting (SLM)

= Direct metal laser sintering (DMLS)

= Electron beam melting (EBM)

= Laser deposition technology (LDT)

= Laminated object manufacturing (LOM)

= Laser engineered Net Shaping (LENS)

AMO QUTEC Ol TEVIE TIPWTEC elval oL ouxvotepa  xpnotgomololpeves. H
otepeollBoypadia kal n texvoloyia polyjet cuykekpiuéva eotidlovtal os e€aptrhpato
oo MOAUUEPN EVW OL UTIOAOUTEG XPNOLUOTIOLOUV PETAAAQ, OKOVN, KEPAULKA, oUVOeTA

UALKQ KoL TTOAUEPH.
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2.2 Xuykpltikp a&loAoynon Paokotepwv pebodwv 3d

printing

YtepsoAiboypadia (SLA)

H apxn Aettoupylag tng otepeoAiBoypadiag ival n pPeTaTpony) MOAUUEPOUC UYPNS LopdNAC
o€ otepen Ue TNV Xpnon umepltwdoug Afllep. H OUYKEKPLUEVN TEXVIKA €lval n apXaLotepn
otnv Blopnxavia tng 3A ektimwong kKol avamtuxdnke amd tov Hull to 1984. H SLA
XPNOLUOTIOLEL UYPO PwTOMOAUEPEG cav TipwWTn UAN, To omoio otav ekteBel oe KATAAANAN
mAatdpoppa, uneplwdeg laser oktwvoBoAel mavw oe auth ekkwvwvtag th Sladikooia
ToAupEpPLOpOoU. ETol kABe eminedo tng emBUUNTAC YEWUETPlag xTileTtal e TNV oKARpuvon

TIOAUEPOUG e Xprion 8éoung laser.

loTopLKA, PNTLVEG TTOU XpnoLiomolouvTal otnv SLA rjtav pikpoU poplakol Bapoug moAupepn
OTIWC TTOAUOKPUALKA Kol ETIOEELSIKA pLakpopopLa, Ta omola £5wvav UaAWSEeLS aAuGiSeg peow
GWTOMOAUEPLOUOU. ZAPEPA TIPOTLHWVTOL KUPLWG EMOEELOIKEG pNTiveg Kupiwg Adyw TNG
peyaAltepng avtoxng os vPnAég Bepuokpacieg, UIKPOTEPNG amoppddnong vypaoiag Kot
ULKPOTEPNG CcUppikvwong. OL TEPLOXEC £POPUOYNC TNG CUYKEKPLUEVNG Texvoloyiag sivat

KUPLWG:

= [lpoidvta NAEKTPOVIKAC

*  DopUOKEUTIKA

= ABANTIKA

»  Juokeuaoia

= ESQPTNMATO O€ OTPATIWTIKEG EDAPOYEG

= Efaptnpata autokvntoBlopnyoaviag

Polyjet photopolymer / Jetted photopolymer (J-P)

Mpokettal yLa Lo Stadikaoia mpoobnkng mou xpnolomnolel pwTomoAuLepPES o€ Lypr Hopdn
yla tnv Snuoupyla tng emBUPNTAG YEWHETPLOG OE OTEPEN KATAOTOON. XpNOLULOTOLETAL Ao
kedaA£g €yxuong, oL omolieg Kivouvtal og SUo afoveg oxnuotilovrog kabe dopd pia otpwaon
dwtomoAupepol¢ MAvw otnv TAATPopua Katookeuns. Mia amd tig kedpaléc €yxuong
Tpoopilovtal ylo To TEALKO TPoidV VW OL UTIOAOLTIEC YL TO UTTOOTNPLKTLKO UALKO, TO Omoio
otn ouvéxelo adalpsitol. Y& quTA TN TEpIMTwon T0 PWTOMOAUUEPEC TTOAUMEPILETOL

otypaio f omwe Ba SoUPE OTn CUVEXELD MECA Ot £val TIOAU ULKPO XPOVLKO Sldotnuo ot
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KaBe emioTpwon HEOW KAMOLOC KOTOAANAQ TPOCAPUOCHEVNC TINYAG UTEPLWOOUG
aktwvoPBoAiag emituyyxavovtag tnv emBbupunth Yewpetpia pe peydin akpifeta. Otav auth
glval €tolun, tote pe tn PonBela déoung vepol o vPnAn mieon (waterjet) adalpeital to
UTIOOTNPLKTLKO UALKO UE QTOTEAECHA TO TEALKO TIPOIOV av €ilval £TOLUO TIPOG Xprion Kabwg

Sev anatteital kamnola nepetaipw Stadikaocia MOAUUEPLOUOU.

Jetting Head - X axis
L/ Y axis
UV Light
Fullcure M —— i | I
(Model Material) > ﬁ
s |
Fullcure S \
(Support Material) \
Build Tray — Zaxis

AUt n TteEXVIKA TipoodEépel TN SuvatoTnTa £YXUoNng Tou UypPoU GWTOMOAUUEPOUC O TOAU
AEMTEC OTPWOELC AKOUN Kal TAENG Twv 16um. Onwc yivetal avtlAnmto autr n Texvoloyia

£XEL oUPBAAEL TNV UAOTIOINGN CNUOVTLIKWVY LATPODAPUAKEUTIKWY EGAPLOYWV.

To KOOTOC TNG PWTNG UANC glval ocuykpLTikd LPNAG, WOTOCO TO TEALKO TIPOLOV TTapoUCLAlEL
OPKETA KAAEG UNXOVIKEG LOLOTNTEG O OXEON Me TMpPoidvto AAAwv peBodwv mou mapdyouv

ouvnbw¢ Yabupd dwtomoAupepn).

‘Eva. akopn onuavilikd otolXelo NG ouykekpluévng texvoloyiag 3A sktUmwong sival otL
ETUTPEMEL TNV XPon MOAWV UALKWV TauTtoxpova. OL ektunwtég Polymer Jetting mepléxouv
Sladopec kepalég kat Soxela yia SLadOopETIKEG MPWTEG UAEC yLOL TNV TOPOYWYN TIOLKIALOG
nmpoioviwy oe pia povo ektUmwon, KAt Tto omoio aufdvel pulika T duvatdtnteg

TAPAYWYNG.

ISLaitepo evlladEpov MOPoUCLATEL N YKAUA TWV UAKWY Ttou £xouv avarmtuxBel yia xprion os

3A extunwon pe Polymer Jetting:
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=  Polyjet digital material

Ta Pndlakd UAKA omoteAolv £vav ouvluaopo SlLadOoPETIKWY TIOAUUEPWY OF
OUYKEKPLUEVEG OvaAoyleC TPOKELWEVOU va  emITeEUXOOUV  PBEATIWHUEVEG UNYOVIKEG

LBLoTNTEC.
=  Wndlako ABS

TO OUYKEKPLUEVO UALKO €lvol oXeSLOOUEVO YLl VO UTTOKOTOOTIOEL TO cuvnBlopévo ABS
TIOU Xpnolpomnoleital o mMAnBwpa epapuoywv pe tn dtadopd OtL pumopel va emituXEL
peyaAutepn avtoxn o kpolon Kal armoppodnon kpadaouwv cuvdualovtag avioxr os
vPnAég BepoKpaOieg KAl NXAVLKE aVTOXH). XpNOLUOMOLELTAL Yia NAEKTPOVIKA, TAaioLa

TNAEDWVIKWVY CUOKEU WV, KOAUUUOTA EEAPTNUATWY KIVNTHPWV.
=  Y{nAwv Beppokpactiwv

MoAupepr uPnAwv Beppokpoactwy gival Wlaitepa xpriowo os ebapUOYEG EAEYXOU TNG
poNG 0 CWANVWOELG HE Bepud epyalopevo PEGO. AUTOC O TUTTOG UALKOU SLEUPUVEL TIG

AELTOUPYIKEC TTOPAUETPOUG TOU UALKOU.
= Alddava moAupuepn

To OUYKEKPLUEVA TIOAUUEPN XPNOLUOTOLOUVTOL KUPLWG Of ELKAOTIKEG £DOPUOVEG,
dakolg emadng, PadEg kot LATPIKEG epopUoyEC. H 3A exktumwon mpoodEpel PEYAAES

SuVaTOTNTEG KAAATEXVIKWY HOTIBWV.
= Adladova Eyxpwpa UALKA

Autol oL TUToL UALKOU PmopoUv va SwoouV IPoiovta 0 HLa LEYAAN YKAMO OTTOXPWOEWY
OTWG HaUpo, UTAE, AEUKO, Ykpilo ot éva TANBoG edpappoywv. Ta UAKA autd eivoal
oTBapd Kal LEYAANG 0VTOXNG OTIOTE UIMOPOUV VA a§LOTIoLNB0oUV KOO KAl OE KLVOUEVQ

HEPN.
*  WndLako moAumpomuAévio

Autd Tta UAKA poldlouv pe TO yvwoto PP, £€xouv Opwg KaAUTeEpn avtoyxn otn
Bepuokpacia. To CUYKEKPLUEVO UALKO gival LOAVIKO yLa pia TAnBwpa edbapUoywy Omou
OUTTALTELTOL UNXAVLKN QVTOXH, €AAOTIKOTNTA, OTIRapdtnTta aAAd Kal KOAR eudavion.
Tétola Tmapadeiypota elval  epyaotnplakog  e€omAlopdcg,  e€aptApata  TNG

auTtoKLvnToBlopnxaviag KTA.

=  Wndlaka ehaotopepn
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Mapouctalouv Ta XOPAKTNPLOTIKA TWV EAOQCTOUEPWY, KATA PAcn TNV UMEPEAACTLKNA
punxavikn cupnepipopad kot Bpiokouv edpappoyn oe dtadopa nedia 6mwg ot kabiopata,
urtodnuota, ekBeolakd povtéda kAm. EmumAéov pmopel kavelc va ta ouvludocel He

KAmolo amnod ta adlddava Eyxpwia UALKA.
= |oTtooupBarta

‘Exouv oxeblaotel yla GUYKEKPLUEVESG EdOpUOYEC PEoa o {wVTavoUG 0pyavIoHoUC. AuTh
N Véa Kal TTOAU avamTUCOOUEVN OUASa UAIKWY ETLSELKVUEL SladAvVELA OTO XPWHA OAAA

KOlL LEYAAN akpiBela SL0.0TOGLOAOYLKH.
= TloAupepn yla oSovTlatplkeg edapuoyee (dental)

Tol CUYKEKPLUEVA UALKA €X0UV OXeSLAOTEL YL 0SOVTLATPLKEG Kal TTAPOLOLEG EDAPHUOYEG.
MNa tnv paydaia avamtuooopevn Blounxavia odovtiatplkwv edappoywy, n 3A
eKTUTIWON €XEL PEPEL LLa VEQ EMOXN OTNV TAPAYWYr obpayloUATWY, YEGUPWY K.O. HE

g€alpetikn akpipela, xapunAod kOoToC Kal KaAn avaiuon.

Fused Deposition Modeling (FDM)

H nuéBodog FDM eival plo oxetikd malalotepn uéBodog 3d printing amd tnv STRATASYS.
KedbaAn eleyyouevng Beppokpaciag eyxUel OepUOMAACTIKO O OTPWOELS. € OUTA TN
Sladkaoia to UAKO petafaivel and tnv otepn pdaon oe éva Pelypa UYPNAG-OTEPENG Kall
okohouBeltal ouykekpluévn Stadpopun, eheyxouevn amd H/Y yla o XTiollo tng yewpeTpiag.
Elval amapailtntn n Umapén ouokeung otneng tTwv Tepayxiwv ylo va olokAnpwBei n
VEWUETPLA emITUXWC. Ta cuxvotepa xpnotpomololpeva UAKA eival AABS, PC, PC-ABS, ABSI
K.0. H FDM éxet kaAUtepa anoteAéopata os apopda mopd o KpUOTAALKA UALKA. Kot autd
ylatl ta apopda moAupepn €Xouv KAAUTEPO PEOAOYLKA XOPOKTNPLOTLKA YLOL T CUYKEKPLUEVN
ebappoyn, epdavitlouv dnAadn ULKPOTEPN CUVEKTIKOTNTO. EPAPUOYEC TNG CUYKEKPLUEVNC
pneBOSou amavtwvtal otnv Autoklvntoflopnyavia, tTnv Bopnxavia ¢apudkwy Kot oitiong.
Mpotwdtal eniong MoAAEG POPEC amd €pyaoTHPLA KOL EKTIALOEUTIKOUC OPYAVIOHOUG WG

UEBOSOG Taxelag mpotumonoinong.

Selective laser sintering (SLS)

Amotelel pLo akopn pEBodo mopoywyng TPLOSLACTATWY TERAXIWY HE TPOcOAKN UALKOU, N
ormolat xpnotpomolel okdvn HLKPNG KOKKOUETpiag. Mo tnv mapoywn TG YSWUTPLag
xpnotporoleitol apxeio CAD To Omoio 0T CUVEXELD XWPLIETOL OE UIKPO-OTPWOELG. TN

ouveExela pLag uPnAng wxvog S¢oun Awlep AWVeL To UALKO Tou €xeL dn amotebel yla tnv
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KOTOOKEUN TNG €KAOTOTE OTPWONG. YALKA OMWC TO TLTAVIO, TO aAoUuuivio Kal To KoPAATio

Xpnolgomnolouvtal evw n néBodog Pplokel epapuoyr o€ TOUEIS OTWG N AEPOSLACTN LK KO

otn Blopnyavia metpeAaiov aAAd Kal o€ LATPIKEG EPAPLOYEG.
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3. MEOOAOAOIIA

3.1 Mnxavikég SokIpEG Kol SLEBVEG OTAVTAPT EPEAKUCHOV OE

TOAUHEPN

O unxavikog dev pmnopet va urtoAoyioel TNV cupmepldpopd evog LETAAAKOU UALKOU oUTE va
TPOCSLOPIoEL TIC ATOSEKTEG KATOMOVAOELG XWPLG Vo YWWPLlEL Ta UNXAVIKA XOPOKTNPLOTIKA
TOU UAWKOU TIOU TIPOKELTOL va XpNnowlomolnosel. OL UNXOVIKEG OSOKIUEC elvol OTIAEG
OVATIOPOYWYIOLUEG KOL TO OTTOTEAECUATO EPUNVEVUCLUA Kol OfLOTIOLCLUA KATA ToV 1810
TPOTo amnod 6Aouc. MNa autod to Adyo eBvikol kat SiebBveic opyaviopou énweg n ASTM, ACNOR
KoL 0 ISO KavovikomoloUv TIg SOKIUEG TOUC. H Kavovikomoinon autr twv SoKlpiwy Kol Twv
evOelfewV OTIC OUOKEUEC TWV SOKLUWV Kol TNV Bobpovounon toug, OTIC TELPOUATLKES
TEXVIKEG KOl OTNV aflomoinon Kol MoPoucloon TwV ONMOTEAECUATWY. TN OUVEXEla Ba
UEAETNOEL N KupLOTEPN KNXOVIKI) SOKLUA TIOU XPNOLUOTIOLEITOL Ylo TOV XOPOAKTNPLOUO TwV
UVALKWV, TO Meipapa Tou edpeAkuapoU, To omoio Kal aflomolnOnke ota MAaiola TNG mapouoag

gpyaoiog.

H Sokiun tou epeAkuopou eivat n cuvnBEotepn unxavikr SoKiur. uviotatal otnv urtoBoAn
Sokiuiou oe edeAKUOTIK KOTATIOVNON KATA TN OldpKeEld TNG omolag kataypddetal n

MpoKaAoUEVN eMLkuvon Al.

To Sokipla edeAkuopol eivat ocuvABwg papdol KUKAKAG Slatopng 1 eldopota
TUTIOTIOLNUEVWY SLAOTACEWY. H EMPUAKUVON UETPATAL OTO KEVIPLKO TUAMA TOU SokLuiou mou
€xeL otabepn dlatopun avaueoa oe dUo xapayeg avadopdg mou kabopilouv 10 wWhEALO
pnkog tou dokipiou (lo). Ta dkpa Tou dokipiov pe Ta omoia Ba cuykpatnBel oTIC apTAyEC

™G HNXOVNG ebeAKUCHOU £XOUV LOXUPOTEPN SLatopun).

‘Eva Baoiko epwtnua mou afilel va oxoAlacbel ebw eival Pe TTOLO TPOMO Kal yla Ttolo Adyo

propel kavelc va XpnoLLOTIOLOEL AMOTEAECUATO TIELPOULATIKWY SOKLUWV.

H avaykn autr odnynoe otnv avamntuén tTwv KAAooLkwv SoKlpwv (edpeAkuopol, otpédng,
Slatunong) ol omoieg sixav otn Baon tng plocodiog toug tnv amaitnon ywa séaywyn
UETPNOEWY, OMOTEAECUATWY Kol HeyeBwv mou adopouv kal Ba xapaktnpilouv To cUVoAo
Tou UAWKOU tou Sokipiou. MeyéBn ta omoia meplypddouv KATOOTATIKA TNV HNXAVLKA

ouumEePLPOPA €VOC UAKOU Kal EMLTPETIOUV TNV OVOAUTIKA Tieplypadr TNG EVIATLIKAG
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KOTAoTAOoNG KABe yewueTplog mou pmopel va mpokUPel amd autd to UAKO pe Baon tnv
Bewpla tNg Mnxavikng tou Mopapopdwolpou Iwpatog. ETol MPoKUNTtouv Suo BOGCLKEC

OUMALTAOELG YLO Lo TETOLA SOKLUA:

=  Katamovnon tou UAWKOU He pia kaBopr] eVToTikr KATAOTOON WOTE va UMOopPEL va
ouvbeBel to amotéleopa pe €va amo TA YVWOTA HeYEDN TG MnXOVIKAG TOU
MNapapopdwolpou Iwuatog. Mo mapdSelypa oTo TEOT KAAOGLKO TEOT ehpeAKUCHUOU
pe Sokiuto tumou dogbone (Elkdva 16) mapatnpoUpe OTL TO UAIKO KATOTTOVELTOL
otnv neploxn evéladépovrog (gauge length) amod pla opbn tdon KAatd To HHKOUG TOU
EVW 0€ OAeG TIG aAAeg SleuBuvoelg eival eAelBepo va tapapopdwBOel, WOTE va pn
Oéxetal kapia efwtepkn katamovnon (opbn Kal SloTunTik) o KAmola GAAN
SlevBuvon. Etol pmopel kavelc va mpoodlopiosl To PETPO €AOOTIKOTNTAG OTN

SlevBuvaon tou peyaAltepou afova i Young’'s Modulus wg:

f . Al
zeEsxa%"ed:E——)E

= [ tnv efoywyn CUUTEPAOUATWY ylot To oUVOAO Tou UAKOU eilval avaykaio n
Katamnovnon va ennpealet otov (510 Babuo to cUvoAo 1) éva oAU LeYAAO LEPOG TOU
UALKOU Omw¢ daivetal oto teot ePpeAKUCUOU 1) 0TO KAAOGLKO TEOT SLATUNONG KATA
looutéokou (losipescu test). ISlaitepn onuaocia €xel oe autn tnv KatevBuvon n
Kotamovnon Ttou efetalOpevou  UAKOU va  elval  amoAAaypévn omd TG
CUYKEVIPWOELG TACEWV TIOU AVOTTTUCCOVTOL OE L0 LOKPO-OOKLUA KOl OE YEVIKOTEPO
mAalolo n kotamovnon Ttou OGokiuiou ot pila OpPLOMEVN EVIATIKN KATdotoon
ETUTPEMOVTAG £T0L T OUVOECN TWV UETPHOEWV HE KATIOLO oMo To HEYEDN TG

Mnxavikng Twv YAKwv.
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16. Aokipo tomou dog bone.
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3.2 Mnxavég e@EAKUGHOU

Crosshead

Load cell

Specimen

Mia TuTtikn melpapatikn diataén epedkuopol amoteleital anod ta eEnc Paoika onpela:

= ‘Eva otaBepd mAaiolo (reaction frame) to omolo amoppodd OAeG TIC SUVAUELC
ovTidpaong. e autd cupmepAaUBAVETOL KOL ULOL CUCKEUT GUYKPATnong (grip) mavw
oTO omoio mpoobEvetal To SoKiLo.

= Eva KWvNTO PEPOG OTO OTOL0 MPOOSEVETOL TO SOKIULO KOL TIPOKAAEL TNV HETATOTLON.
Katl edw umapyel avtioTola CUGKEUN CUYKPATNOoNG ocuvnBwe autopplBULOTn WoTe
va TapaAapBAVEL OTIOLEG YWVLOKEG ATTOKALOELG LETAEL TOU Afova Tou Tepayiou otov
omolo Béloupe va mpokaléooups epeAKUCUO Kal TOU Afova TOU TNG UNXOVAG
MTItopoUV va PoKANBoUV KAt TO CETAPLOMA TNG KNXOAVHG KOL Ol OTIOLEG UIMOpPEL va
T(POKAAECOUV ONUOVTLIKEG OAAOLWOELG OTA AMOTEAEOUATA TG SOKLUNG. Onwe eivat
KOTAVONTO Ol AUTOPPUBLILOTEC CUOKEUEG CUYKPATNONG TPEMEL VO UMOPOUV va
guBuypappioovv to Sokiflo pe TOV Afova TNG UNXAVNG OUEOWS MOALG aoknOel
omnolobnmnote doptio wote Kapla meplotpodn n oAicbnon va pn cupPel petalu
pMNxavng kat Sdokipiou, yeyovog to omoio Ba odnyoloe oe amotuxnuévn Sokiun.

QDuolkd, oL TopATNAvVW LOXUPLOUOL TOCOOTIKOToloUVTaL e BAoh TO POTUTIO.
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To O&okKiUlo TPEMEL VO OCUYKPATELTAL WOTE va UMApXEL €eAdxwotn oAloBnon. Auto

ETUTUYXAVETAL PE TNV Snuloupyia eykomwy otnv Slemidavela SOKIUIOU — CUOKEUNC. Eykomég

Tou améyouv 2.4mm kot €xouv BdBog 1.6mm €xelL mapatnpnBel OTL €lval LKOVOTIOLNTLKES

yla to meplocotepa BEpUOTMAAOTIKA. MUKVOTEPEG EYKOTIEG £ival KATAAANAEG yLa Lo okAnpa

TAQLOTIKA, OTWG Ta Beppootabepd. AMEG QVTIOTOLYEG TEXVIKEG oLUYKPATNONG £xouv Ppebel

eniong olaitepa XproLUEG OTIWE O EYKAWPLOUOC HETAU Tepoxiou KAl CUOKEUNG KATOLO

Udaopa r yualoxapto, 1 oKOUO KATOLO0 CUVOETIKO Udaoua Pe EAAOCTLKA EMIOTPWON OMWG

glval yla mapadetypa ot yaleg.

30

Mnxoviopog petadoong kivnong, o omolog MpokoAel UETATOMION HE EAEYXOUEVO
pubuo, eheyxopevn &nAhadn Taxvtnta Kol  Apo  pubBpo  emPaAlopevng
napapopdwong, cupdwva pe 6ca Ba oploToUv TAPAKATW Yyl TNV ToxVTNTA
Sle€aywyng Tou MeLPAUATOG.

AUVOUOUETPO, KATAAANAQ TIPOCAPUOCHEVO, TO OMoio Ba MaipVEL 08 CUYKEKPLUEVN
ouUXVOTNTA UETPAOELC YylO TNV aokoUpevn SUvapn oto Tepdxo. O CUYKEKPLUEVOC
UNXavIopog Ba mpemel va €xel apeAntéa adpdvela og oXEon e TO SOKIMLO WOTE va
punv mpokaAel kapia votépnon. EmumAéov n SlakpLtikr tou akpifela tou opiletal

Kot eAaxioto +/- 1%.

H otiBapotnta tng pnxovng mou Ba ¢pépet To poptio cuvollkd Ba TpEmel va ival TETola
wote n mapapopdwaon mou Ba Séxetal katd tnv emiBoln doptiou va pnv eival
peyaAUtepn amod 1% amd tnv ouvoAlkr mopapopdwaon otov afova emiBoAng doptiou

otnv {wvn epeAkuopou (gage length) Tou Sokiuiou.

=  MnKUVOLOUETPO TO omoio Ba mapokoAouBel TtV amopdkpuvon UETOEU Twv
CUOKEUWV CUYKPATNoNG. H amaltoupevn okpifela mpEMeL va eival TOUAGXLOTOV
+/-10%

=  MnNKUVOLOUETPO TO OToilo Ba HETPAEL TNV EMUAKUVON TOU Tepayiou otn {wvn
edelkuopoU, kabwg To Sokipo epeAkvetal. Elval emBuUNTO To Opyavo va €xeL
eAAxLoTn UoTEPnon Kal eldaxlotn odpdvela evw Ba TPEMEL MEPLOSIKA va
Slakpltomoleital. MNa va prnopouv va e€axBolv aflomoTo CUUMEPACLOTA YLa TO
METPO EAAOTIKOTNTOC HMNKUVOLOUETPO ME MEYLOTO oddApa 0.0002 mm/mm

TPEMEL VA XpNOLUoToLn Oel.
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Specimen:
—~—— Deformed
iR 1~ Undeformed

———

Extensometer

M e m i

H Swatagn n omoia xpnolomowBnke Kal LKAVOTOLEL OAEG TIC TOPATIAVW TIPOUTIOBEDELS

dalvetal oTLg ELKOVEG TTOU akoAouBouv:
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3.3 Napapetpotl cuppwva pe ASME D368

To OUYKEKPLUEVO TIPOTUTIO KOAUTITEL OAN TNV SLadIlKacio TEPAUATIKOU TTPOCSLOPLOUOU TWV
MNXOVIKWV SLOTATWY TWV KAACOLKWV OoKIHiwv ePeAkuopol umd ocadwC OPLOPEVES
ouvBnkeg mpostoLlaoiag, Beppokpaciog, uypaciag Kot TaxUTNTAG AOKOUEVNG ETLUNKUVONG
TOU Tepayiou. OL UNXaVLKEG LBLOTNTEC TTIOANEG dhopEC pmopel va petaBAnBolv efattiag Twv
ouvOnkwv Sle€aywyng Tou TELPAPATOC Kal £Tol 0ONKe WOlaitepn TPoooxn otnv THpnon
OAwV eKelvwV TwV Sladikaolwv ou opilovtal oo To MPOTUTO. JUVETIWG, VLA VO ITOPOUE
VQ LOXUPLOTOUHE OTL OAa Ta SOKIMLO TIPOETOLUACTNKAY LE TOV (610 TPOMOo anodaaciotnke va
napaxBbouv oAa pe tv idta pnxavr), STRATASYS, tonoBetnuéva otnv (Sla mAdka, pe ta (Sla
uTtootnplypata Kol JAALOTA va EKTUTIwOUV OAa tautoxpova. OAa ta Sokipia, Aoumov,

ETOLUAOTNKAV OTLS (51EG OUVONKEG.

H ouykekpluévn néBodog pmopei va ypnotpomotnBel yia dokipa mayoug €wg 14 mm. MNa
Sokiplo LEYAAUTEPOU TIAXOUG CUCTHVETAL KATEPYAOIA TOUG HEXPL TO EMBUUNTO MAX0G. Ano
TNV GAAN To TeOT Umopel va dwaoel anoteAéopata yla Sokipia mayoug kat’ eAdxtoto 1mm.
Ma QKPOTEPA TIAXN CUCTNVETA N Xpron Tou mpotumou D882 yia puAAwTA UALIKA. ETumA£oy,
To poTuTio KaBopilel kat pEBodo kot Tov UTTOAOYLOUO Tou UETPOU Poisson oe Bepuokpacio

dwpatiou, wotdco otnv napovoa dev Ba aioxoAnBouue pe aUToO.

Onwc¢ avaAubnke Kal oto MPWTOo KeEDAAALO, N UNXOVIKI CUUTMEPLPOPA TWV TIOAULEPWY
propel va petaPAnBel onpavtika anod ouvenkeg meplBAAAovTog aAAG Kal amo tnv TaxuTtnTa
emPBoAng doptiou. ETol, Ta amoteAéopata mou Ba mpokUPouv amod Lo TETola SOoKLp Sev
pumopolV va xpnotpomotnBolv ylo edopUOYEC OTIG omoieg n KAlpaka otnv omoia
eruParovral ta doptia £xel peydAn amokAion amd tnv KAlpako tou melpdpatog. Qotooo,
0V KAToLo¢ eMIOUUEL va XPNOLUOTIOLOEL OE TETOLEG TIEPUTTWOELG AUTA T ATIOTEAECUTA TOTE

Bo mpémel va mpoPel o Pl oelpd AAAWY PLETPAOEWY EPTIUCUOU-XAAAPWANG K.OL.
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3.4 To Sokipo epeAkuopov katda D 638

Ao _ it Ag
@ =

Grip area
Fillet region

| Reduced area

d - w

Round Flat

AL0OTAOELS

Mo otpoapd Kot NUL-otipapd MAAOTIKE ol SLAoTACELS TOU SOKLUIOU, TIPOKELWEVOU QUTO va

elvatl ocupPato pe to mpotuno daivovral oTo Mivaka mTou akoAouBEed:
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R
o !
l_ C

Y

— 1%

WO

et

A

RO

Lo

THYPES LI I &Y

D

LS

- =

]

TYPE IV

7 [0.28] or under

Qver 7 to 14 [0.28 to 0.55], incl

4 [0.16] or under

Dimensions (see drawings)

Type | Type Il Type Il Type V8 Type V&P
W—Width of narrow section=F 13 [0.50] 6 [0.25] 19 [0.75] 6[0.25]  3.18 [0.125]
L—Length of narrow section 57 [2.25] 57 [2.25] 57 [2.25] 33[1.30] 9.53 [0.375]
WO—Width overall, min® 19 [0.75] 19 [0.75] 29 [1.13] 19 [0.75]
WO—Width overall, min® 9.53 [0.375)
LO—Length overall, min* 165 [6.5] 183 [7.2] 246 [9.7] 115 [4.5] 63.5 [2.5]
G—Gage length’ 50 [2.00] 50 [2.00] 50 [2.00] 7.62 [0.300]
G—Gage length’ 25 [1.00]
D—Dislance between grips 115 [4.5] 135 [5.3] 115 [4.5] 65 [2.5]” 25.4 [1.0]
R—Radius of fillet 76 [3.00] 76 [3.00] 76 [3.00] 14 [0.56] 12.7 [0.5]
RO—Outer radius (Type IV) 25 [1.00]

A6 Tov mapamdvw Tivako xpnotumolndnke o tomog IV Sokiplov wote va mapayBolv

SokipLa aVTLTPOCWIEUTIKA TNG BLOUNXOVIKAG TIPAKTIKAG O TMEPUTTWONG 38 EKTUMWONG.

JUYKEVTPWTIKA 0 cupdwvia Pe Tov Tivaka Tou mopoTiBeTal oL SLOOTACELS TOU TIPETEL VA

slva:

=  Mnkog L=25mm
= [IAdTOg W=6mm

= [layog t=4mm

TayVTnTo MEPALOTOC

Mia akOUn GNUOVTLKA TIOHPAUETPOG €l8IKA OTov avadEpPETal KOVELG 08 TAAOTIKA €ival N

ToxuTnTa €MPBOANG MOPAUOPPWONG Kol OTNV TEPIMTWON €VOG TELPAMOTOG, N TaxVTnTA
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ektédeong. H taxutnta, n omola mpodiaypddetal amd to MPOTUTo eival 5, 50 kat
500mm/min. o To CUYKEKPLUEVO TIEipapa xpnotpornotifnkay ot SUo rpwteg, SLOTL KpiOnke
OTL Yyl HeyaAUTEPEC TOXUTNTEG N emidpacn mopayoviwv Tou oxetilovtal HE TN
BlokogAaotiky cupmeplpopd TNG VIVETAL ONUOVTIKOTEPN amd €KElvn TwWV BACIKOTEPWVY
UNXOVIKWV BLOTATWY Tou UALKOU. O aplBudc Twv Sokipiwv yla KdBe tayutnta mpEMeL va
elval wavog yia Tnv gfaywyn Twv KATGAANAWVY OTOTIOTIKWY peyebBwv kal pe Bacn to
npotuno kaBopiletal oe TMévie ylwa KABe TaxUtnTa yla  TPELG  SLodOPETIKOUG

T(POCOVATOALOHOUG, KAl GUVOALKA TPLAVTAL.

3.5 Aokipég o moAupepn apaypévwy pe 3d printing

tn S1ebvn BiPAloypadia Kataypddovial oPKETEC TPOOTIAOELEG KOL ONUAVTLKOG OYKOG
EPEVUVNTIKNAG OOUAELAG ylo TNV afloAdynon Twv HNXOVIKWY LSLOTATWY Tepayiwv mou
napayovral pe 3d printing Kol cuykekpluévo pe mapepdepelc pebddoug pe autn mou
XPNOLIOTIOWBNKE yla TOUG OKOTOUG TNG mapoucag. Onmwg ¢aivetal oTn OCUVEXELD, N
npoondBela otialetol -OMWE KAl 0T Tapolod £pyacio- otnv KOAUTEPN KATOVONGON TWV
TOPAUETPWY TIOU eMNPeAlouv Ta Tepaxla and 3d printing wote va yivetal n PEATLoTn

ETUAOYN TWV TTAPOYOVTWY aVAAOYA LE TO EMOBUUNTO ATMOTEAEGHAL.

Mo avaAuTikd to 2007 oto MNMaVEMIOTAULO TOU ZAYKPEUT, £YWVE oUYKPLON UETAEY LSLOTATWY
mou eixav Sokipia mou mapnxOnoav e Suo SladopeTikeg TexVIkEG 3d printing. Ta TeoT ou
€ywav elval n kapdn tpuwv onpeiwv, o eGeAKUOUOC aAAd KaL N LETPNON aKPLBELOC TEAKWY
Slootdocewv Kol HETPNON TNG ToldtnTag endaveiog péow tTng Tpaxutntag. Mapatnpndnke
OtL n UEBoSog hybrid polymer jetting €édwoe ta Sokipla pe tn HeyaAltepn avtoxn Kot
Sduokappia [Experimental analysis of properties of materials for rapid prototyping, Ana

Pilipovi¢ & Pero Raos & Mladen Sercer].

Enewta oto TUR tn¢ MNoAwviag Snpootevetal gpyacia mou adopd otnv ofloAdynon tng
enidpaong Tou MPOocavVATOALOHOU TOTOBETNONG TwV SOKIUIWY o pnxaveg Polymer Jetting
[Mechanical properties of parts produced by using polymer jetting technology, A. Kesy, J.
Kotlinski].

Akoun plo onuoavtikn Souleld ywa tnv aflohdynon twv Paoclkwv peBOdwv Taxelog
nipotunonoinong €ywve oto Virginia Tech to 2012. Ekel Bewpwvtag tnv péBodo Polyjet €ylve
TPOOTIABOELO VOl EEETAOTEL N OXEDN TWV UNXAVIKWY LSLOTATWY TWV TAPAYOUEVWY SOKLUIWY PE

TIC AELTOUPYIKEG TOPAUETPOUC TNG HeBOSou. Ol TMAPAUETPOL TOU EEETACTNKAV NTAV N
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anootoon UETALU TWV TEHAXIWY KoL O TIPOCAVATOALOUOC TOUG. Alamiotwbnke YEow TeOT
edeAkuopol OTL n amdotacn ATOV O To KOBOPLOTIKOC MapAyoviag ylo TNV avioxn o€
edeAkuopo [Examining variability in the mechanical properties of parts manufactured via

polyjet direct 3d printing, Michael W. Barclift and Christopher B. Williams].

210 Naveniotiulo tou Oviedo €ylve epyacia n omoio aoxoAnBnke MePLOCOTEPO LE TO cure
TwV UVAKKwv oe plo Stadikaocio Polyjet evw ta Sokipla poviedomolnBnkav otn TARPEN
Biokoelaotikn cupnepldpopd toug. AfloAoywvtog To HETPo XaAdpwong (E(t)) pehetnOnke n
amootacn kata tov X kal Y afova petafl Twv TEQAXIWY, O MPOCAVOTOALGUOG TOUG KOl N
nolotnta emipavelag. Kot edw mopatnpnbnke OTL oNUAVIIKOTEPOG TOPAYOVTAS €lval N

amooTAcN METOED TWV TEUAXIWV KOl LIKPH onpooia £XEL O TTPOCAVATOALOUOC TOUG.

3.6 Awadikaoio SoKng

H Stadikaoia mou akolouBnBnke gival:

= MetpnBnke pe MOXUUETPO BepviEPou TO MAATOC Kal To maxog kabe Sokiuiov. Me
Bdon ta ocuykekplpéva peyedn pmopel kavelg aflomiota va umoloyioel tnv Statoun
yla TNV avoywyr O auTr Twv ookoUUevwy Suvapewv. MNapatnpnbnke amokAlon

METAEU SOKLLWY OTA CUYKEKPLUEVA LEYEDN KATW TOU 2%.

=  TomoBétnon twv SoKiiwv oTnV CUCKEUT CUYKPATNONG Ue LoLaitepn mpocoxr otnv
geuBuypapupuion tou dfova tou Soklpiou pe tov Gfova ¢optiong tng Sokwung. H
cuodLEn Tou SoKLUlou OTIG CUOKEUEG ouykpAtnong &ev TPEMEL va obnynoeL to

Sokiplo os actoyia.

= 3TN GUVEXELA ELOAYOUE TO UNKUVOLOUETPO. I€ AUTO TO CNUELO TIPETEL va onEelwOel
OTL elval amapaitnto vo UTIApXEL Tautoxpovn kataypadn METATOMIONG Kol

ovamntuooOpuevou GopTiou KAOE XPOVIKN OTLYUN.

* H apxn Aewtoupylog tng MeELpAUATIKAG SOKUAG EMPBAAEL TNV TAUTOXPOVN HETPNON
Kol Kotaypodr mapapopdwong Kal ackolpevng duvapung. Autod onuaivel ot Ba
TPEMEL VA €XOUV T avtiotolya TpoavadepBévta Opyava tnv (Sla cuyvotnta
SelypatoAnyiag. Tuykekplpéva Kat eAdxloto mpEmnel va Aappavovtal gikoaot (20)

TLUEG o€ KGO SeutepOAento.
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3.7 Eme€epyacio TwV HETPHOEWV
Ao T0o SLAypaUa TIOU TTOPAYETAL Urtopouyv va e€axBouv ta mapakdtw BepueAwdn peyédn
Tou Xapaktnpilouv Tn UNXavikn cuunePLdopd Tou UALKOU.
= MEtpo eAaoTKOTNTOS
= OAKLUOTNTA

=  Oplo dlappong

=  Oplo Bpavong

TAXYTHTA
APIOMOS
[MPOSANATOAISMOS | EMIBOAHE MAXOs | MAATOS
MEIPAMATOZ
MAP/SHS
1 4 5.98
2 4 5,95
N 5 3 4 6,02
(@)
N 4 4 6,02
o
g 5 4 5,91
= 6 4 6,01
50 7 4,1 6,02
8 4 6,03
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9 4,1 6,03
10 4 6,01

11 4 6,39

12 4 6,33

5 13 4 6,34

) 14 4 6,3
g 15 4 6,32
% 16 4,1 6,34
L;: 17 4,1 6,36
50 18 4,1 6,37

19 4,1 6,34

20 4,1 6,35

21 3,9 6,04

22 3,9 6,05

5 23 4 6,06

3 24 3,9 6,05
E 25 3,9 6,05
N 26 4 6,07
S 27 3,9 6,06
50 28 3,9 6,08

29 3,9 6,07

30 4 6,06

TG YpadIKEG TAPACTACELG SUVAUNG-UETATOTILONG £XEL TapaTnEnOel OTL e€attiag ateAewwv

OTLG OUOKEUECG OUYKPATNONG, CUCCWPELON aKaBapolwy oTn TepLlo)r] Kol AAAWY TTOPAYyOVTWY

TOAAEG dOPEC N KOUMUAN epdavileTal HETOTOMIOMEVN OToV Afova TNG HETATOMLONG.

Mapouotaletal dSnAadn pa GALVOUEVIK UCTEPNON OTNV TEPLOXn OnMwe dalvetal otnv

€lkOva. Autrh n uotépnon Onwe eEnynOnKe SeV AVTIMTPOOWIEVEL (LA TIPOYHATIKA WBLOTNTA

TOU UALKOU Kal yla ouToO £ival amapaitnto vo LETATOMLOTEL 0TV ap)n Twv afovwy WOoTe va

OVTLMPOOWTEVEL TNV TIPOYUATIKA OUCYXETION METOEU petotdmiong Kot emiBallopevou

doprtiou.
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Stress

E Strain

Amo ta tplavta oto oUVolo SoKipla €ywvov HETPNOELS Kal e€nxOnoav oL péool O6poL Twv
mapanavw olotNTwy. EmumA£ov yia va rieptypadel n SLaomopd Twv HETPOEWY Ao T LEON

TLUA UTTOAOYIOTNKE KAl N TUTILKI TOUC amOKALon cUUdwva LE ToV TUTTO:

2 v/ 2
. /Zx —nX
n-1

'Omou X n T tou delypatog, X n HEON TN Kal to TARB0g tou delypatod.
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4. EME=EPTAZIA TQN METPHZEQN

4.1 N svik&

ITNV EKOVOL UTOPEL KAVEIS vol MOpOTNPACEL TIG KAMTMUAEG SUVAUNG CUVOPTACEL TNG
TAPAPOpdwWong Tou UALKOU. ATO TOL CUYKEKPLUEVA SLaypapLaTo Umopel Kavelg va eEAyEL TIG

QVTLOTOLYEG KAUTIUAEG TAONG Mapapopdwong:

H napauopdwon eivat &, —I—, omouv Sl n petpolpevn empRkuvon Kat |, TO QPXIKO UAKOG
0

Tou Sokiuiou Kkat n taon a:%, érnouv F n 80vapn ebekuopot tou Sokipiou kat A to
gUBadOV NG epeAKUOEVNC SLOTOUNAC.

Ao ta tplavra dokipta €nxBnoav tplavta SLadpopeTIKEG KAUMUAEG OO TIG OTOLEC UTTOPOUV
va e€axBouv Paclkd CUUTEPACUATA TIOU OXETI{OVTaL HUE TNV UNXOAVLKI TOUC cuumepldopd.
Jta SlaypappaTa ou akoAouBouv pmopel Kavelg va el TPEIG AVTUTPOOWITEUTIKEG KAUTIUAES
Suvapng mapapdpdpwong Kal TnG avtiotolxng TtAong mapopopdwong, €vo yla Kabe

neplntwon ektuTwong .

ErKAPzIOZ

F(N) - Al (mm)

1200
1000
800
600
400

200
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42

50
45
40
35
30
25
20
15
10

600

500

400

300

200

100

25

20

15

10

o

0,002

o (N/mm?) - &

KATAKOPY®DOZ

F(N) - Al (mm)

0,15

o (N/mm?)-¢

0,004

0,006

0,008

0,14

0,25

0,01



MEAETH, XAPAKTHPIZMOZ KAI KATAZKEYH MOAYMEPQN AOKIMIQN TPIZAIAZTATHZ EKTYNQZHX

OPIZONTIOZ

F(N) - Al (mm)

1200
1000
800
600
400

200

50
45
40
35
30
25
20
15
10

0 0,02 0,04 0,06 0,08 0,1 0,12

Mapakdtw dpaivovtal Ta amoTEAECUOTA TWV LETPHOEWY YLO TLG TTOPOKATW LOLOTNTEC:

oAKLpoTNTA
UETPO EAOOTIKOTNTAG

0pLo Slappong

Ll N

oplo Bpaviong
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4.2 Aepevvnon tng oAkipotntag (elongation)

Onwg daivetal KoL OTLG KAUTUAEG O-€ TTOU TIPONyNBnkav o mPocavatoAlopog EKTUTIWONG
nailel Tov Kuplapxo pOAo ylo TN CUUTEPLPOPA TOU UALKOU HETA TNV EAOCTIKN TIEPLOXN.
MapatnpoUUe OTL N Katakopudn ektunmwon £6woe dokipa pe Ppabupn Bpalvon svw ol
GaA\eg Suo (opllovtia ka eykapotla) Edwoav dokipla pe OAkn cuumnepidpopd. Auto Sivel T
Suvatodtnta ota Sevtepa va mapardafouv dopTio aKOUn KoL PETA TNV actoyia Toug. Auth n
LLOTNTA £lval TTOAU KOUBIKNAG OnUaolag o EPIMTWON ToU vSLOPEPEL EKTOC A0 TN avToxn
KOl O TPOTMOC aotoxiag evog UAWKOU. XapakTnploTiko mopddelypa eival n xprion &vog
EKTUTIWHEVOU PE polymer jetting pnxovoAoylkoU €apTAUOTOC OE HLa VPO TTOPOYWYNC.
Y€ aUTA TNV MEPIMTWON TO €€ApTNUA TTOU £XEL aloToxnoel Ba BEAape va pn B€oeL tn ypauun

apaywyng eKTog AsLtoupylag LEXPL TNV AVTLKOTAOTAOH TOU.

APIOMOZ TYNIKH
TAXYTH NAPAM/S MEZH
NnPOz/MO2 NEIPAMATO AMOKAIZ | T.A. %
TA TEST H TIMH
3 H
1 25.34
2 39.95
5 3 18.8 25.88 8.37 32.34%
4 24.99
5 20.31
EFKAPZI0Z (1)
6 11.28
7 15.8
50 8 11.71 13.08 1.83 14.03%
9 12.64
10 13.95
11 1.408
12 1.4
5 13 1.408 1.28 0.20 15.93%
14 0.94
KATAKOPY®DO3 15 1.228
(2) 16 1.12
17 1.012
50 18 0.868 1.02 0.16 15.48%
19 1.228
20 0.868
21 23.97
22 16.84
OPIZONTIOS (3) 5 18.13 3.59 19.78%
23 17.28
24 14.27
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25 18.28
26 10.48
27 10.64
50 28 15.12 11.94 1.94 16.25%
29 12.45
30 11.01

Onwg odaivetal koL OTO TOAPATIAVW OCUYKPLTIKO OlAypoppa n  ouumnepldpopd  ouTH
emBeBalwveTal TOOO oTNV SOKLUN HE PEYAAn TaxuTnta mapapopdwaong (strain rate) 6co kat

OTN UKPOTEPN.

OAKIMOTHTA

1,28 1,02

EvSladépov mapouaotdlel OTL TO CUCTATIKO UALKO TOU EKTUTTWHEVOU AVIKEL OTNV Katnyopla
TWV BEPUOMANCTIKWY UALKWV Ta omoia gpdavidouv 6Aa pia kabapd OAKN cuumnepldopd
META TNV Slappon Tougs. QoTooo 6w dalvetal OTL N CUUNEPLGOPA TOUG LETA TNV EKTUTIWON

TOUG €XeL aANGEEL Apdnv.

To METPO TNG OAKLUOTNTAG elval n HEYLOTN TMapopdpdwon Tou TapPouctldlel To UALKO.
Qaivetal OTL 0 €YKAPOLOG TPOCOAVOATOALOMOG Tapouolalel  awobntd  peyoAuTePn
napapopdwaon HEXPL Tn Bpavon. Qotdoo Kal 0 opllOVTIOG TTPOCAVATOALOUOC daivetal va
Olvel (6lag TAENG HeyEBOUC OAKLUOTNTA av Kol MIKPOTepn. TEAOG, Ta SoKiulo Tou

KOTOOKEUAOTNKOY LE TOV KATAKOPUPO TPOCAVATOAONO Oev mapouciacav  OAKLUN
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ouuneplpopd, avilOETwg paAlota Onwg daivetol koL otn cuvexela £dwoav Pabupég

Bpavoelc.

4.3 Awpgvvnon TOU UHETPOV

modulus)

EAXCTIKOTNTOG

(Young's

O umoAoyLoUOG TOU PETPOU EAAOTIKOTNTOG E TOU ekTUNWUEVOU BaoioTnKe 0To SLAypappa

Taong-mapapopdwong. MNa peyaAlutepn okpifela xpnolgomolnbnkav to onueia mou

avtAndnkav amd to apxlko dtaypappa SUVaUNC-EMLUAKUVONG Kal uTtoAoyloTnke n KAion tng

KOUTTUANG:
. _do_ idF I, dF
de  2d(@l)  Ad(l)
nrox/smoz | AT AMATOE | Enat/maz | TivH | Anokaiz | TA%
1 1040.16
2 1061.03
5 > 135778 | 111098 | 13819 | 12.44%
4 1051.44
EFKAPSIOS (1) E Hess
6 1871.88
7 2050.29
50 8 214730 | 197185 | 121.98 | 6.19%
9 1914.05
10 1875.71
11 14787.30
12 14444.46
5 13 12536.01 | 13798.23 | 121873 | 8.83%
14 12411.15
KATAKOPY®OZ (2) L 14812.23
16 16357.66
17 17181.77
50 18 1610457 | 1679596 | 59558 | 3.55%
19 17569.90
20 16765.92
OPIZONTIOS (3) 5 21 154581 | 157559 | 29.25 1.86%
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22 1621.14
23 1572.95
24 1555.49
25 1582.57
26 1694.73
27 1730.14
50 28 1759.43 1704.19 60.41 3.54%
29 1604.25
30 1732.40

METPO EAAZTIKOTHTAZ

MapatnpoUpe OTL TO UEYAAUTEPO HETPO €AOOTIKOTNTAG ONUEWWONKe oe Sokiula pe TOv
KOoTakopudo TpocavatoAlopd. Qotoco aUTO CUMPAiveL ylo éva e€alpeTIKA UIKPO €UPOC
dopTiong, mMpdypa To omoio kablotd To ouykekpluéva Sokipla dxpnota yia mapalafn
doptiwv. Mépav TtoUTOU, mapatnprnbnke OtTL otV mepimtwon Tou opLlovTIoU
T(POCOVATOALOMOU UTIAPXEL UIKPOTEPN ATOKALON HETAED Twv U0 TOXUTATWY HeEAKUCHOU.
Metagl twv U0 MEPUTTWOEWV OTNV TEPIMTWON TOU EYKAPOLOU TIPOCAVATOALOHOU YyLlo
MEYAAEG TaxuTnTeg edpeAkuopol Tapnxbnoav ta 1o otifapd Sokipwa. To avtiBeto Ouwg

OUVEPN yLO TNV MEPLMTWON TOU TNE KIKPNG TaxTNTAS deAKUCLUOU.

Je MO TUTUKN KOUTTOAN €deAKUOMOU UTIAPXEL HLO TIEPLOXN OTNV apXn Tou, n omoia &ev
OVTLPOCWTEVEL UL TIPAYHUATIKN WBLoTNTA Tou UAWKOU. Eival artifact to omoio mpokaAeitat
amod MopAYovIEG Tou SUOKOAO Umopel kavelg va pndevicel onwce eival n euBuypdupon Kot

n mpoéobeon tou OSokipiou. Mpokelpévou va etoxBouv aflOmoTa QMOTEAECUATA YLO
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TIOPAUETPOUG OTIWG TO METPO €AOOTIKOTNTAG aUTH N meploxn Ba mpémnel va AndBel undPn

OTOV UTTOAOYLOWO TOU onueiou undév (zero set).

4.4 Aepevvnon Tou opiov dtappong (yield stress)

Me Baon 6oa onpewwdnkav otn napaypado 4.1 dev €xeL vonua 0 UTIOAOYLOUOG TOU opiou

Slappong ya éva Pabupo UAkd. Qotdoo yla Adyoug MAnpOTNTAG MopatiBeTal o mivakag

TWV oMOTeEAEOUATWY yla OAa ta Sokipta. To 6plo dloppong ival lowg n onUOVTIKOTEPN

TAnpodopia mou MPOKUTITEL YL VA OAKLUO UALKO amd £va TeoT epeAKUGHOU.

TAXYTHTA | APIOMOZ oPIO MESH | TYNIKH
nPOz/zMOZ TEST MEIPAMATOS | AIAPPOHE | TIMH | AMOKAIZH | 'A%
1 32.02
2 31.66

5 3 33.85 32.10 1.66 5.17%
4 29.62
5 33.37
EFKAPZIOS (1)
6 42.95
7 34.92
50 8 43.33 41.45 3.65 8.81%
9 42.88
10 43.16
11 0.918
12 25.15
5 13 0.4045 0.51 0.27 53.67%
14 0.4142
KATAKOPY®OS 15 0.3108
(2) 16 24.06
17 0.063
50 18 0.0214 0.06 0.05 86.14%
19 0.0208
20 0.1269
21 37.49
22 43.18
5 23 40.31 40.18 2.02 5.03%
24 40.05
OPIZONTIOZ r 29,88
(3)
26 46.59
27 48.08
50 46.64 3.10 6.64%
28 41.62
29 49.95

48




MEAETH, XAPAKTHPIZMOZ KAI KATAZKEYH MOAYMEPQN AOKIMIQN TPIZAIAZTATHZ EKTYNQZHX

| 30 | 4698 | | |

OPIO AIAPPOHZ

0,51 0,06

Onwc eival pavepod o opllOVTLOC MTPOCAVOTOALOUOC £Xel SWOEL Ta SOKIMLO LE TN HeyaAUTEPN
ovtoxn. H avtox tTwv SOoKIUiwV Tou gyKAPOLOU MPOCAVOTOALOMOU eival emiong HeydAng
QVTOXNG WOTOCO TO MPWTA Tapousiacay pueyaAltepo Oplo dlappong kata 25,1% kat 12,5%

avtiotolya.

4.5 Awepevvnon tTou opiov Opavong (break stress)

O oplopog TG aotoxiag evog UALKOU R evOg UnxavoloyLkoU e€aptrpotog s€aptdtal anod tny
Aettoupyla tnv omolo emitedel. OewpnBbnke Aoumdv oKOTIHO vo cupTeplAndBel n tdon

Bpauvong TO00 TwV OAKLLWY SOKLULWY 600 Kal Twv Pabupwv.
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OPIO OPAY2H2

Me Baon to mapanmavw SLAypoppa YivETaL avTIANTITO OTL 0 0PL{OVTLOG IPOCAVATOALOUOG

elye pLo oplakd peyaAltepn taon Bpavong.

4.6 TUVSUOOTIKA CUYKEVTPWTIKA SloypappHaTo

AKOAOUBOUV GUYKEVTPWTLKA SLaypAappaTa Yo OAOUC TOUG TPOCAVOTOALOHOUG aAAG KoL YO

TI¢ U0 SLadOpPETIKEG TOXUTNTEC.

ErKAPZIOZ MPOZANATOAIZMO2

1200
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——— 5Smm,/min
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KATAKOPY®OZ NMPOZANATOAIZMOZ

0,125 0,25 0,375
extension mm

OPIZONTIOZ MNMPOZANATOAIZMO2

1 2 3 4
extension mm

——— 5 mm/min

———50 mm/min

0,5

———5 mm/min

———50mm/min
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TAXYTHTA EQEAKYZMOQY 5 mm/min

EYKAPOLOG
Katakopudog
0pLloVTLOG
20 40 60 80
elongation %
TAXYTHTA EQEAKYZMOY 50 mm/min
€YKAPGOLOG
KATaKkOpUDOG
optiovtiog

10 20 30 40 50 60
Elongation %
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5. ZYMIEPAZMATA KAI NMPOTAZEI2

5.1 ZX0ALOHOG ATTOTEAECHATWY

ATO TOUG TiVOKEG TIOU aKoAouBoUv kabiotatal cadEg OTL UTIAPXEL HLOL OPKETA LEYAAN
Sladpopd o0e TOOOTIKO KAl OxL TOLOTIKO eminedo otnv  KataypadOUevn UNXAVIKA
cuumnepLPopd avaioya He TNV TaxUTNTA TOU TElpapatod. MNapatnpeital otL yia kabgva and
TOUG TPELG TIPOCAVOTOALOMOUC, EYKAPOLO, 0pl{OVTLO Kol Katakopudo umdpxel Sladopd oto
opLo Slappong. H dtadopa autr eival 22.5% otnv nepilmtwon Tou eykapotou kat 13.9% otnv
nepintwon tou opllovtiou. Ma TNV MEPIMTWON TOU KATAKOPUGDOU TIPOCOVATOALOUOU N
Sladopa oto 6plo Bpavong eival n MALov Hikpotepn. MaAlota, edw mapatnpeital peiwon

ToU oplou Bpavong otav avdavetal n taxvutnta eMBoAnNg mapapuopdwong.

TAZH TAZH
nPOz/zMOz Tz)_(rYE-;:T AIAPPOH2 T.A. TA. % OPAYZHZ T.A. T.A. %
MEZH TIMH MEZH TIMH
5 32.13 1.66 5.17% 25.21 1.17 4.64%
EFKAPZI02
50 41.45 3.65 8.81% 33.43 1.96 5.87%
5 0.51 0.27 53.67% 21.15 3.12 | 14.76%
KATAKOPY®OZX
50 0.06 0.05 86.14% 21.09 2.11 9.99%
OPIZONTIOZ 5 40.18 2.02 5.03% 27.47 131 4.79%
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50 46.64 3.10 6.64% 35.98 2.49 6.92%
METPO NAPAM/zH
nPoz/imMoz TA)_:_:;:TA ENAZT/TAZ T.A. TA. % MEZH T.A. TA. %
MEZH TIMH TIMH
5 1110.98 138.19 | 12.44% 26.01 9.66 | 37.13%
ErKAPZIO2
50 1971.85 121.98 6.19% 13.08 1.83 | 14.03%
5 13798.23 1218.73 | 8.83% 1.28 0.20 | 15.93%
KATAKOPYDO2
50 16795.96 595.58 3.55% 1.02 0.16 | 15.48%
5 1575.59 29.25 1.86% 18.13 3.59 | 19.78%
OPIZONTIO2
50 1704.19 60.41 3.54% 11.94 1.94 | 16.25%

Onwce Nén €xeL onuelwbel oto mpwto kePpAAalo o AUTO To PavOpeEVO TPpwTeLOVTA POAO

nailel n Plokosghaotiky WSLOTNTA TOU Tapouclalouv ta ToAupepH. Avtiotpoda Tto (610

TIOPATNPELTAL KOl OTNV OAKLLOTNTA TWV SOKLLLWV.

OL peydAeg Sadopeg mMou mapatnEROnKav OTLG HNYXAVIKEG OLOTNTEG TwV TEpaxiwv Tou

napnxOnoav pe tnv texvoloyia polymer jetting Oa pmopolcav va epunveuBolv pe Bdon

tov BaBuod moAupeplopol Tou £XeL eTITEUXOEl HeTOEY TwV EMAAANAWVY OTPWOEWY avaAoya

LE TOV TpocOvaTOALoUO Kivnong tou dopeiou mavw oto omoio sival sykateotnpévol oL

Aapumntripeg unteptwdoug aktvoBoAiog (UV). Ot Aapmtipeg UV o kaBe eniotpwon HEow TG
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EVEPYELOG TIOU (TAVEL OTO TOAUMEPECG emITO)XUVOUV TNV Sladikaoia tou cure. Kotd tn
Sladkaoia €yxuong oL TIAEUPLKEG eTLpAveELEG TwV Sokiwv S€xovtal peyalutepa mood

EVEPYELAG o TNV (6La TNV OTPWON TIou Tapayetat yla Uo kupiwg Adyouc:

A) n andotoon amno Tov AAUMTAPO LEXPL TNV TAEUPLKN ETULPAVELA ElvaL LKPOTEPN ATIO QUTH

UEXPL TNV eMLdAVELA OTIOU YIVETAL N ETOTPWON

B) oe kdBe emiotpwon oL Aaumntrpes dwtilouv kaBe dopd tnv MAeUpLKA emipavela KABWG
KOL TNV €KOOTOTE OTPWON. Apa Ol TTAEUPLKEG eMLPAVELEG SEXOVTAL GUVOALKA UeyaAUTEpQ

TLOOQ EVEPYELOC LE ATMOTEAECUA VA auEAveTol 0 BaBuog MoAuEPLOUOU TOUG.

5.2 Zupnepaocpuata

Me BAon TA CUYKEVTIPWTIKA QIOTEAECUATO TIPOEKUYP AV XPHOLUO CUUTEPACUATA YLO TO

oxeblaopo efaptnuatwy e tn pEBodo Polymer Jetting.

1. e epopUOYEC OMOU O ONUAVIIKOTEPOG TAPAYOVIAG elval n emitevén peydAwv
pepidwy mapaywyng o€ CUVTOUO XPOVLKO Sldotnua 0 opl{OVTLOC TIPOCAVATOALOUOC
daivetal va mAeovektel. Auto cupBaivel S10TL n kivnon otov kotakopudo afova
ViVETalL pPE TNV HLKPOTEPN TOXUTNTA OUYKPLTIKA HE TIC KLVNOELG OTIC AAAEG
KateuBUvoelg. Etol, kavelg pmopel pe Alydtepa MEpACUATA TNG CUCKEUNG TIOU PEPEL
TG KEPAAEG VA TTAPAYEL CUYKPLTIKA TEPLOCOTEPA TEPAXLA. ATTOAOYLOTIKA UIOpPEL va
KOVELG VO OCUMMEPAVEL OTL Yyl MEYOAUTEPN TOXUTNTO TIPEMEL VA TIPOTLLATOL
TomoBEtTnon yewueTplag e tnv Alyotepn duvatn Petakivnon Katd tov afova Z.

2. Xe edbapHOYEG OTIOU UTIAPXOUV OTALTAHOELS LEYOAUTEPN OVTOXNG MPETEL Glyoupa val
amodelyeTal 0 KAtakOpudog MPOoAVATOALOHOC. Onweg £lSope 0 CUYKEKPLUEVOC
npocavatoAlopdg Sivel Sokipla pe Hkpd Opo Slapponc. Ot Svo  daAlot
npocavatoAlopol eibape otL Sivouv 8Lag TAENg HeyEBoug UNXAVLIKEG LBLOTNTEC OTa
Sokipla mou mapdyovtal pe autols. QoTO00 0 0pllOVTLOC £XEL OADEC TTAEOVEKTNUAL.
Yav yeviko kavova Ba propoloape va BEcoupe oav BEATLOTN yLa TN CUYKEKPLUEVN
neplntwon pla Slatagn TETOLA TIOU VO ETUTPENEL TNV UEYLOTN Sduvatn £kBeon o€
uTepLWSN aktwvoBolia Kat emakoAouBa MANPECTEPO MOAUUEPLOUO.

3. e edapuoyEG Omou n BEAoupe 600 TO SUVATO PEYOAUTEPN OAKLUOTNTA O EYKAPOLOG
TIPOCOVATOALOUOG £XEL 0adEC MAEOVEKTNUO. Ta AMOTEAECUOTA, WOTOCO, £XOUV [LA
OXETIKA LeYAAn Slaomopd. Avtiotpoda, o KatakopudoC MPOCAVATOALOUOC UTopel

va aflomolnBel yla TEPUTTWOEL OMou eival avaykailo n pkpotepn duvartn

56



MEAETH, XAPAKTHPIZMOZ KAI KATAZKEYH MOAYMEPQN AOKIMIQN TPIZAIAZTATHZ EKTYNQZHX

napapopdwon kKabwg ta SOKiUA aAMO TOV OUYKEKPLUEVO TPOCAVOTOALOUO

apouoLAlouV HeyaAUTEPO LETPO EAQOTIKOTNTAC.

5.3 Mpotaosig yix peAAOVTIKN EpEVvVa

Me Bdon tnv eumelpia and tn Ste€aywyr ULOG OElpAC TIEPOUATWY Yld T AVAYKEG TNG
napoUoag eV CUVIOULA KplBnKe OKOTILUO VO TTOPOUGLOOTOUV KATIOLEG BAGCLKEG KOTEVLOUVOELG
TAVW OTLC OTOLEC, KATA TN YVWHUN TwV CUVTOKTWY, Ba ATAV OnUAVIIKO Kal XPrnolUo va
enektaBel n mopesia €peuvag TAVW oTn SLEPELVNON TWV HNXAVIKWV LSLOTATWY TWV

g€apTNUATWY IOV Tapayovtal e tn pEbodo SLA.

e mpwtn ¢aon umopel kavelc sUkoAa va emekteivel TNV mMopouca HEAETN KAl yla
SLOTUNTIKEG TAOELG TIPOKEWEVOU Vol JovtedomolnBel n TANPNG LoOTPoTk cuunepldpopd
evog e€aptnuatog. Evag Tpomog ylo va emiteuxBel autd ival umoAoyilovtog MELPOUATIKA
Tov AOyo Poisson onw¢ opiletal amod to mpotuto. Auto Ba eméTpene va UTtoAoylooupe KaBe
TEPUTTWON POPTLONG YLO TA GUYKEKPLUEVO UALKA KOl OXL LOVO TIC TIEPUTTWOELG GOPTLONG LE

opBEc taoelg (otpePn, BN, epeAKUOUOC).

Mta akOpn Baolkn MOPAUETPOG YL TNV UNXAVIKE CUUTEPLPOPA VIO TWV TTAACTIKWY £lval N
Bepuokpaoia. Mo Ta MEPLOCOTEPA TAACTIKA TTAPATNPELTAL ONUAVTIKI LETABOAN TOU HETPOU
€EAAOTIKOTNTOC QKON KOL YLO OXETIKA MIKPEG HETOPOAEC Tng Oepuokpaociag. Auto Ba
uropoloe va mocotikomolnBel yla tn ouykekplpévn péEBodo Sletdyovtag to nmeipapa oe
Sladopetikeg Bepuokpaoies. Etol Ba pumopouoes va mapayxBel n oxéon-ocuvaptnon E(B) tou
METPOU €AAOTIKOTNTOG Kol BeppokpacioG TPOKEMEVOU va xpnolgomolnBsl amd Ttov
MNXaviké Tmou Ba  XPnOLUOTIOINOEL TO OUYKEKPLUEVO OSokipulo ot  edpapuoyég Ue
petaBaliopevn Bepuokpacia meplBaAlovtog OMwe eival yla mopddelypo UEco o £va

KLBWTLO TOXUTATWV.

ErutAéov, n Slepebivnon twv WOLOTATWY Umopel va emektabel kot oe mpoBARuaTa TG
SUVOUIKNG OMwG elval n kavotnTa amoppodnong KpadooUwY HUE TOV UTOAOYLOUO TNG
E0WTEPLKAC amooBeong Tou UAKoU. Auto pmopel Guaotkd va tpooSLlopLoTel TIELPOLATIKA.
QoTtO00 MPLY Ao QUTO YLO VO UITOPEL Kavelg va aflomoliosl autd ta Ssdopéva og avaluon
KOTOOKEUWVY £(Te pe aVAAUTIKEG gite aplOuntikég pebddouc sival amapaitnto va yvwpllel

TNV MUKVOTNTA TOU UALKOU.
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‘Omou u ot petartoriosts kat A(x) to epfado Slatopng.

Onwc paivetal amnod tnv e€iocwon Loopporiog mou replypadel tnv Suvaulkn cupnepidopd
TOU HOVOSLAOTATOU CUVEXOUC LECOU av Bewpriooupe Fx TIG eEWTEPLKEG SUVALELC, YLa Eva
TUAHa dx, yla TNV povtelomnoinon twv SuvapLkwy WLOTATWV lval amapaitntn n yvwaon tng

TIUKVOTNTAG OAAQ KaL TNG SLOTOWNG.

H TukvOTNTA TOU UALKOU TIELPOUATIKA UTTOPEL VA TIPOOSLOPLOTEL HECW TNG YVWOTNG OXECNG:

m

P==

\Y
AdoU kaBe Sokiplo epeAkuopol {uylotel pe akpifela, otn ouveéxela TtomoBeteital o€
OYKOUETPLKO SOXELO TIPOKELUEVOU VO TIPOGSLOPLOTEL 0 OYKOG TOU PEUCTOU Ttou ektormilel. Etol
UTIOpOoUE va YWWPL{OUWE HE TIOLO TIPOCAVATOALOUO UTtopel Kaveic va TomoBeTroelL To TPOG
KOTAOKEUN SOKIULO WOTE va EMLTUXEL TNV EMBUUNTA TTUKVOTNTA 1 TLG EMOUUNTEG SUVOLKEG

LOLOTNTEG £V YEVEL.

Y& auTA TN KatevBuveon Kal emeldr TTPOKELTAL yLo TTAOLOTLKA Sev UmopEl Kaveig va mapaAsiPet
va avodepBbel otnV BLOKOEAAOTIKOTNTA KOL YEVIKA OTNV EMLBOAN HULAG EVTATIKNG KATAOTACGNG

pe avefaptntn LeTaBANTA ToV XpOvo emLBOANC.

TéAog, onuavtiki mMAnpodopia pnopel Kaveilg va aviAnoeL amo TNV HEAETN TNG MLKPOSOUNG
TWV UALKWV autwy. ETol, pla elkéva tng SLATOUNRG O HLKPOOKOTILO yLa Ta Tpla 16N dokiiwv
MItopoUV va pag Swaoouv pe oadiveLa Kot ArOAUTO TPOTIO CE TIOLO UEPOG TNG SLATOUNG EXEL
TIPOXWPNOEL O TIOAULEPLOUOC KAl OE TIOLO £vVOiL NUITEANG KOl £T0L VO OPLOOUE TEALKA €vav
BéATLoTO TPOTO yLa TNV ToMoBETNON TwV TeEpa)iwv avaloya Pe TNV ebapUoyn yla TV omnoia
nipoopilovtatl. EGv yla mapdSelypa XpelAleTol KOVELG VoL TTAPAYEL KATIOL TERLAXLO Yol AOYoUg
emideléng kal povo Kot OxL yLa KATIOLO AELTOUPYLKO AOy0o TOTE PAAAOV TIPEMEL VoL ETUAEEEL TNV
oplovtia ToMoBETNON ULOG KOL TIPOKELTOL YLt TNV TILO YPHYOPO. KATOOKEUAGLUN ETULAOYA.
Qoto00, OTAV TIPOKELTAL YLO AELTOUPYLKA KOUUATLA, TOTE Ba ATAV XPNOLUO va €XEL ULa

BaButepn katavonon TG LKavoTNTag MapaAapng GopTLwV amo To e€aptnua.
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