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HNEPIAHYH

H npocBetikn katackevr (Additive Manufacturing — AM) 1 tpiodidotatrn eKTommon
(3D printing) amotelel éva o’ ta O GVYYPOVA KOl OVEPYOUEVO TTEdIOL GTOV TOUEN
TOV YNOUIKOV KOl OLTOUATOTOMUEVOY KOTOUGKELOOTIKGOV TeYvoloyiwv. H AM
pocolopiletal amd To GHVOAO TWV TEXVOAOYIDV OV EIVOL IKAVEG VO LETATPEYOVV £Vl
ynoewkd tp1odtdotato Hoviélo o €va QUOIKO oTteped avtikeipevo. H kotaokeun
TPOYUATOTOEITOL e TN OTUOWKY TPOGHEST AEMTAOV GTPAOCEDV VAIKOD, TOV
AmOTEAOVV TIG OVTIOTOUYEG OLOTOUES TOL HOVIEAOV, UEXPL VO OYNUATIOTEL TO TEMKO
avtikeipevo. e ovykplon pe 6,1t ocvpPaivel ot CLUPATIKEG KOTOGKELOGTIKES
JlEPYncies, 0 GTPOUATIKOS TPOCHETIKOG YapaKkTnpos tg AM odnyel o pOVAdIKES
duvaTdtTTEG OGOV APOPE TO YAPOKTNPLOTIKA TOV KaTaoKELOLOUEVOV Koppatiov. It
avtd Kot ta svoTiroTe AM gEgAicoovTal GUVEXDS TPOKEYEVOD 01 OLVATOTNTES AVTES
va a&tomomBovv 660 to dvvaTov meEPloGoTepo. BéPara, v v a&lomoinom twv
dvvatoTTeOV TOV TEYVOAOYIWV AM oamoitovvion Kot To KOTAAANAQ  epyodeio
Aoyopkov. Ta ymoetakd poviéda cuvnbwg dnpovpyodvian og éva cvotua CAD
otepeds povielomoinong. O ovvOng tpodmoOg mEPLYypUENS/avamapdotaons TV
dedopévemV Tov ynelokoy poviéhov elvar péow evog apyeiov STL, 1o omoio
LETOPEPETOL GTO AOYIGHIKO pog pnyovig AM mpokepévou va mpaypatomombet n
KOTOGKELN TOL avTiKeEVOL. To (Rtnpa mov TpokvmTet eivan 4Tl TO0 TPHTLTO OPYEIOV
STL ovvodevetar and apketd Oépata mov 10 KaoTOOV OVETOPKES Yol TNV TANPN
TEPLYPOAPY] OPIGUEVOV KOUUOTIOV OV eivar epiktd va moapayBodv pe AM. I'’ avtod 10
AOY0 €xouv apyicel va avadbovTol VEEC LOPPES apyeimv Tépa amd to STL péom tov
omoiwv pmopovv va a&lomomBodv ToAAEG A’ TG OLVOATOTNTEG MOV TPOCOEPEL £Vl
ovomua AM. IapdAinia, péow tov CAD Loyiopkov Siemens NX eivat duvatdv va
devbBetnbolv oplopéva Bépata mov cuvavtdvral ot por| epyacidv (workflow) tng
AM. O o6K0mOG TG TAPOVLGAG IIMAMUATIKNG EPYACTING vt va, avadei&et TG LOVOSIKES
duvaTOTNTEG NG TMPOGHETIKNG KOATOGKELNG, TOV TPOMO LE TOV OMOI0 TO GYETIKA
gpyoieion Aoyioptkov vrootnpilovv TN OSdKacio Kot TG AVCELS TOL UTOPEl va
npocpépel 10 ovotnua  Siemens NX oe 0époto mPOoHETIKNG  KATAGKEVTG.

YuyKeKPLEVOL



To 1° ke@draro amotelel elcoymyN OTIC PACIKES apYES TNG TPOGOETIKTG KOTAGKELNG,
kabmg moapovosialovioar ta Pripoto wov axolovBovviar oTlg mEPLocOTEPE; AM
depyaoieg. Nvetar emiong avapopd oe Bépato mOV AEOPOVY TO GYESOCUO Yo
npocbetikn katackevy (DFAM).

210 2° KEPAAOO ETLYEIPEITOL IOl EKTEVIG TOPOVGIOGT) TOV EEXMPIOTMOV OLVAUTOTHTMOV
mov mpoopéper 1 AM. Kotoadewviovior KAmTOlol TPOTOL LE TOVG  ONOIOVG
a&£10mo1ovVTaL 01 SVVATOTNTES AVTEG KATA TO OXEOIAGUO KOl TNV AVATTLEN TPOTOVTI®V
HECH TOV EPAPLOYDV TNG TOTOAOYIKNG PEATIGTOTOINGNG, TNG EVOTOINONG KOUUOATIOV
KOl TOV KOYEAMTOV OOUDV.

To 3° ke@droro apopd ta Bépata Aoyiopikov g AM. Ewdwodtepa, yivetor avapopd
oto mpétumo apyeiov STL kot Ta {ntApata mov 10 cuvodevovv. Me 1 Porbela Tov
Aoyiopukov Siemens NX 12, aAld kot GAAov epyareiov Aoyiopikov, egtalovtol ta
npotuna apyeiov mov avtaywviCovtal to STL kot cvykekpéva ta mpdtuma OBJ,
AMF ka1 3MF.

¥10 4° ke@Glowo mopovclalovtal ot AVCES Kol Ol SLUVOTOTNTEG OV UTOPEl va
TpocPéPEL M ypnon tov cvotiuatog Siemens NX 12 oe 0époto mpocOeTikng
KOTOGKELT|G.

To 5° ke@aAoro TEPLEYEL IO TPOKTIKY EQAPLOYN OPIGUEVOV GTOLEI®V TG EPYAGIAG,
TO. GUUTEPACUOTO TOV TPOKLTTOLV art’ aVTY] KaBmG Kot Kamoleg mhaveS TPOoTaoelg

Y10 EVOEYOUEVO LEAAOVTIKO EUTAOVTIGUO TNG.

"Evvoiec — kAe1014.:

e [IpocBetikn Katackevn

e Xyedl0oUOG Y10 TPOGHETIKN KATAGKELN

e Mop@oAoyiKn TOAVTAOKOTNTO

e JloAvmAokOTNTA TOL VAIKOD

o Iepapykd dwpaducpévn molvmtiokotnTa
e A&ToVPYIKY] TOAVTAOKOTNTA

e Tomoloywn PekticTonoinon

e Evomoinon xoppotiov

o  Kuyehwtég dopég

o IIpdtuma apyeimv yio mpocheTikn KOTaoKEL



XYNTOMOI'PA®IEX KAI AKPQNYMIA

2D Two-Dimensional (Aiedidotatoc/-1/-0)

3D Three-Dimensional (Tpiedidototog/-n/-0)
3MF 3D Manufacturing Format

ABS Acrylonitrile Butadiene Styrene

ABS/PC Acrylonitrile Butadiene Styrene/PolyCarbonate
AM Additive Manufacturing

AMF Additive Manufacturing File Format

ASCII American Standard Code for Information Interchange
ASTM American Society for Testing and Materials
BJ Binder Jetting

CAD Computer-Aided Design

CAM Computer-Aided Manufacturing

CMYK Cyan Magenta Yellow Key (Black)

CNC Computerized Numerical Control

DFAM Design for Additive Manufacturing

FDM Fused Deposition Modeling

FGAM Functionally Graded Additive Manufacturing
FGM Functionally Graded Material

HP Hewlett-Packard

ILT Fraunhofer Institute for Laser Technology
ISO International Organization for Standardization
LENS Laser Engineered Net Shaping

ME Material Extrusion

MMAM Multiple Material Additive Manufacturing
MMU Multi Material Upgrade

MJ Material Jetting

MTL Material Texture Library

NURBS Non Uniform Rational B-splines

OoBJ Wavefront OBJect

PEEK PolyEther Ether Ketone



PETG
PLA
PP
RGB
RP
RSC
SLA
SLS
STL
TiC
TPU
UMC
VP

PolyEthylene Terephthalate Glycol-modified
PolyLactic Acid

PolyPropylene

Red Green Blue

Rapid Prototyping

ReSolidified Carbide

StereoLithogrAphy

Selective Laser Sintering
STereoLithography, Standard Tessellation or Triangle Language
Titanium Carbide

Thermoplastic PolyUrethane

UnMelted Carbide

Vat Polymerization
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Kepdiawo 1: Ewsayoyn oty npocdeTik KOTooKELN

1.1 T etvor n TPOGOETIKI] KOTOGKELT;

ITpooBetikny xataokevn (Additive Manufacturing — AM) 7 tpredidotoTn
ektomoon (3D printing), o6nmg eivor gupdtepa yvooth, eivar pio  cOyypovn
KOTOGKEVOOTIKY TEXVOLOYIDL oL Tapovctalel cvveyn e£EMEN e amoTEAECUO Vo
aLEAVOVTOL OTUOVTIKA Kot ol €@apuoyég ™. [a peyddo ddotnua o 6pog mov
KaOepOOnKe Yoo TNV TEPLYPAPT TNG GLYKEKPUEVNG TEYVOAOYing efvon M «tayeio
npwrtotvroroinon» (Rapid Prototyping — RP). Avtd ogeidetat 6To 0Tt Eva GNUAVTIKO
edio EPOPUOYDOV TNG TEXVOAOYING fvar 1 TayElD KATAGKELT] PUOIKAV OVTIKEIUEVOV
KOl TPOTOTVTMV, TOV YPTGLULOTOOVVTAL KUPIMG Yo TNV aloAdynon g oeotkaciog
OYEOLOGLLOV Kol avATTTLENG TTpoidvTmV. QQ6T000, N e£EMEN NS TEYXVOLOYiag KaO1GTH TO
OLYKEKPIUEVO OpO aVETOPKTY], KOODG 0V TTEPLYpAPEL OAO TO PACHO TV GUYXPOV®V
EQOUPUOYDV TNG. APKETA TEAIKA TPOIOVTA DYNANG TOLOTNTAS KATOCKELALOVTOL TAEOV
pe AM, 1o omoio og kapio mepimtwon O0&v UTOPOVV VO XOPOKTNPLGTOOV MG
npwtotuma. Emiong, o 6pog RP dev meptyplpel v KATOOGKELAGTIKY apyn HE TV
omoio dNUOLPYOVVTOL TO AVTIKEILEVO LLE TN YPNON TNG CVYKEKPUEVNG TEXVOAOYIOG.

O opog mpocbBetikn katackevr (Additive Manufacturing — AM) éyxet
v1oBeBel Tpokeévoy va VTOINADCEL VT AKPIP®OG TNV TPOCHETIKOL YOPOKT PO
KOTOGKELOOTIKN 0py] oL Yopaktnpilel T0 GOVOAO TOV GYETIKOV TeYVOoloylidv. H
PN OLTOV TOL GPOL 1GYLPOTOLEITAL KOl ATd TNV appoOdIa TEXVIKN emtpony| F42 tov
Apepcovikod Opyoviopod EAéyyov kar Yawav (American Society for Testing and
Materials — ASTM). Zta ovppovndévia mpdtuma 1M TPOGHETIKY KOTOOKELN
npoodopiletar g «n SdIKaGio TG GVVOESTG VAKAOV [LE GKOMO TNV KOTOOCKELY|
OVTIKEIUEVOV OO OEOOUEVH TPIGOAGTATOV HOVIEA®MY, CLVNOMG LEG® TG TPOGON KNG
SLOOYIKAOV GTPOUATOV, €V avTIfEcEL e TiG peBodoroyieg kataokevng Tov Paciloviot
omv aeaipeon» (ASTM International, Designation: F2792 — 12a, 2012). H pébodoc
yopokmnpiletor ®g mpocOetiKn, Kabdg oV apyn OLGLUGTIKA OV LITAPYEL TITOTO Kot
otadlokd TpootiBeTar VAKO mpokeéVoL va dnpovpynel To tehcd koppdtt. H 10éa
g mpocbeong VAIKOV €pyetor oe avtifeon pe v mo okelo péBodo agaipeong

VA0V, mov givarl yvootn og katepyacio komng (machining). H katepyacio komng
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elvai 1 dladikacio Kotd TNV omoio amopoKpOVETOL OAN 1) 0YPEINGTI TOGOTNTA Ao EVal
UTAOK VAIKOD Kol OUTO TOV OOUEVEL €ivol 1 mBLUNTY TEMKN HOpON. ZNUepa, N
néBodoc avt epappdletal o Pounyoviky KAILOKO LE TN XPNOT EPYUAELOUNYAVAOV
apuntikov eréyyov (Computer Numerical Control — CNC). Ta komtikd epyoleia
OV YPNOUOTOIOVVTOL OTIG GUYKEKPIUEVEG EPYUAEIOUNYOVES APUPOVY TO TAEOVALOV
VMKO KU £€TGl TPOKLTTEL TO GYEOOOUEVO KOoppdtt. I'U avtd kot n pébodog avtn
YOPAKTNPILETOL MG OPOLPETIKT).

Boown 10éa g AM eivor 0Tt €val KOUUATL pmopel vo KOTOOKELOGTE
amevBeiog oe o pnyovy AM pe mpocBetikd tpdmo, YPNCLOTOUDVTOS AOYICUIKO TO
omoio Tapéyet dedOUEVA Kot TANPOPOPieS Yo TO 1010 To Koppdtt. To kKoppdtt omoteAet
OLGLOOTIKGL TN  (QULOIKN AVATOPACTOCT €VOG  YNEUIKOD HOVIEAOL 7oL  €XEL
onuovpynbei oe éva tprodidotato choTUo oxedioong pe ) Pondeia LTOAOYIOTY
(Computer-Aided Design — CAD). O tpoémog Aettovpyiog g AM givar oyetikd
amAdG: 1 KATOOKELY TOL KOUUatoh mpaypotonoteitoar pe tn dwdoyikn mpdcsbeon
otpocemv/otpopdtov (layers) vikov, émov n kdbe oTpdON AVTITPOCOTEVEL LUl
Aemth dlatoun (Cross-section) tov koppotiod kot wpokvmtel axd to. CAD dedopéva,
TOV YNOKoH HoVTELOV. AVTOG 0 TPOTOG Acttovpyiag 1oyvEL Yot OAES TIG GUYYPOVES
unyavés AM mov gtvon gpmopikd drabéoieg. Ot S10pOPOTOGELS TOV GLVETAYETAL M
YPNOT SLUPOPETIKMV TEYVOAOYLOV AM apopovv KupimS TO VAIKO KOTOCKELNG KOl TOV
TpoOmo enelepyaciog Tov LVAIKOV €161 MGTE va. oynuatiotel n kdbe otpmon.

Onwg yivetar avtiAnmtd, 060 pkpdTEPO £ival 10 ThXOG TOV GTPAOGEDV TOGO
TEPICCOTEPO TO KOUWUATL TPOGOUOWILEL TO OPYLKA OEOOUEVO LE OMOTEAECUO T
EUGAVIOT TOV VO TANGLALEL TN HOPPN TOV YNOLoKoy povtéAov. Oco mo Aentég etvan
0l OTPMGCELS TOGO LE O TOAAA PripoTo TeEPLypa@eTol 1 kKGOe AemTopépPELD Kol TOGO
O OHOAN &lvan M empdveln, 1Olog av €xel KAUTOLAES, KOl TOGO AYOTEPO SLOKPLTES
elvar ot otpdoelg pe 1o patt. Avtifeta, €vo peydAo mayog 0dnyel oe MO OPOTES
YPOUUES. AVTH M SLPOPOTOINGT OV GUVETAYETOL TO OLAPOPETIKO YOG GTPMONG
oTNV EUEAVION Kol KOTE GULVEREWDL TNV TOWOTNTO TOL KOUUOTIOV (QOIveTOL
yopokmplotikd oty Ewc. 1.1. TMopatnpeitor 6Tt t0 xoppdtt oto de&l pépog g
EIKOVAG, TOV €XEL AETTOTEPO TAYOG GTPAOOTNG, OVOTOPIOTA KOAVTEPU TO TAV®D HEPOG
TOV MUIOEOPIOV, EVD TO KOUUATL OTO aploTeEPd UEPOC TNG EKOVOS yopaktnpileton
amd amOTOpeS OAAOYEG 1| KALUOKOOES G mpog Tov dova Z. BéBoa, n emrioyn

LIKPOTEPOL TTAYOVG CTPADOGCTG YIVETOL TAVTA €1G PAPOG TNG TAYVTNTOG EKTOTMOONG, POV
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Y10 TO 1010 KOUUATL amontohvTol TEPIGGOTEPO PILATO (TEPICCOTEPES GTPMOCELS) Y10l VOL

avamopoyfovy To LOPPOAOYIKA YOPUKTNPLGTIKG TOV.

Ewxova 1.1  Aiopopetio moyog atpaons

O yapoakmpag ™c AM elvar 1€1010¢ TOL £XEL TPOKAAEGEL TO EVOPEPOV GE
TOALODG Tov  ovalnTovv KATL S10QOopeTikd G OYEON UE TIC MO KAOGIKESG
KOTOOKELOOTIKEG TEYVOAOYiEG. 'Evag am’ tovg mo €AKLOTIKOVG AOYOLS Yo Vo
a&lomomoet Kovelg ™ cvykekplévn texvoroyia glvat ot HOVOSIKEG SOLVATOTNTEG TTOL
TPOCPEPEL CYETIKA LLE TOL YOPOUKTNPLOTIKA TOV KOTACKELALOUEVOV KOUUATI®OV. AOY®
™G ONUAVTIKOTNTASC TOL, TO GLYKEKPUEVO B€pa eEeTdleTon avaAlvTiKG 6TO dEVLTEPO

KEPAAQULO.

1.2 H owepyaocio Tng AM

Xe Oheg oyedOV TIG dlepyncieg TPOCHETIKNG KATAOKEVNG EKTEAEITAL Lo GEPA
fnuatov  mov  avtiotoyobv  OTIC  amopoitnTeG  EVEPYEEG TOL  TPEMEL VO
npoypatoromBodv mpokeévov vor dnpovpyndel to euokd avtikeipevo. Amd 1
SUAANYT TNG 10£0.G KOL TNV YNOLOKT OVOTOpAcTOcT LEYPL TO KOUUATL Vo vl £TOLO
ywo. xprion pecorafel o aAlniovyia otadiov, ta omoia, copemva pe tovg Gibson,
Rosen kot Stucker (2017), pmopei va dtapopomolohvtol avaAOye LE TNV EKAGTOTE
teyvoloyio AM mov ypnotomoteiton 1 avaioyo e TNV OTTIKY YoOVvia Tov 10 PAETEL O
KkéOe ypnote. o mapdderypa, Evag oyedlaotng Umopel va avaADGEL TO TPOTAPYIKO
otado ¢ oyediaong oe mepipdArlov CAD oe o oepd amd mo e&edikevuéva
rpota. Avtiotoryo, £vog KaTooKevaoTng uropet va Bewpnoet 6Tt 1 dadkocio mov
axolovBeital KATA TNV KATAGKELY] TOV KOUUATION OmOTEAEITOL OO TEPIGCOTEPA KO

mo ovvleta PAuata, mTov elval OTOPOITNTO TPOKEYWEVOL TO KOUUATL VO KOTOOTEL
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ETOLHO Y10 TEAKT XPNON. X€ YEVIKES YPOUUES, PEPata, N dradikacio Tov akolovOeiton
elval Tapouole 6€ OAEC OYEOOV TIG MEPMTMOCELS Kol TEPIAAUPAVEL TO. PriHoTo TOL

TEPLYPAPOVTOL TOPAKATO.

1.2.1 Bipa 1: ZoAnyn g wWéag kot CAD

Apyikd, ypeldletor vo TPOCOOPIGTEL 1 HOPPN KOl 1 AEITOVPYiOL TOV
OVTIKELEVOD TTOV TPOKELTOL VO KATOCKELOGTEL. TN OdoTn avt opilovrol Kamoleg amod
TIG TPOJYPOPEG TOL OVTIIKEWWEVOD, OAAAL KOU AETMTOUEPEIEG OYETIKA HE TN
XPNOWOTNTA TOv. Xe k@B mepintmon eivar amopaitnTo vo LEAPYEL LU0 YNELOKY
aVamOPAcTACT TNG HOPENG TOL  OVIIKEWWEVOL, okOpo Ko ov n AM  dev
ypnopomomBel yio TNV KOTAOKEDVT TOL TEAKOV OVTIKEWEVOD, OAAL LOVO Y10 KATO10
npwtoturo (Gibson et al., 2017).

¥’ avtd 1o onueio cvuPdirer n orovdaotnTa TV cvotnudtov CAD. ‘Eva
ocvotpa CAD ypnowomnoteiton yio ) dnpovpyia evog ymotaxod 3D poviélov, to
omoio mePEXEL TNV TANPOQPOPICL TOL TEPLYPAPEL TN HOPPYT] TOV OVIIKELLEVO.
Ynrdpyovv S10popeTiKol TPOTOL [LE TOVG OTOTIOVE UTOPEL VO TPOKVYEL TO TPLGOAGTATO
YneKoO Hovtéro. Avtod pmopel vo oxedlooTEL HE TN YPNoN EVOG EMAYYEALOTIKOD 1)
erevBepov ovomuatog CAD tpiodidotatng povielomoinong, Ommg eivor HeETAED
GAov o Aoywopwd Solidworks, Autodesk Inventor, NX, CATIA, Rhino, Creo,
Fusion 360 kot Tinkercad. To 3D povtélo pmopel emiong va TpoKOYEL OC OTOTEAEGLLOL
pog Asttovpyiog Pertiotomoinong mov Sabétovv moAdd amd T CAD cvothuarta.
Mo tétowo Swodikacio mepilapPaverl £101KOVE GVTOUATOTOMIEVOVS ahyOptOovS, ot
omoiol PEGM EMAVAANTTIKOV Pnpdtomv dnpovpyodv 1 Tpocaprolovy T Hopen evOg
YneKov HovTEAoL pe PAcM TOvG TEPLOPIGHOVG N TIG eMOMEELS mov kabopilel o
oxedoTNG/YPNOTNG. AANOG €vag TpoOmog donpovpyiog tov 3D dedopévov elvar pe
adIKAGIES OVTIGTPOPNG UNYAVIKNG KOl TpLodidotatng odpwong (3D scanning) evog
NN vdpyovtog LoD TPoidvToc. Me Tig d10d1KAGIEG AVTES TO PUOIKO TPMOTOTLTO
YPNOUOTOIEITAL, OVCICTIKG, MG OMOKAEICTIKY 7NYN TANPOPOPNONG YL 1N
dnuovpyia tov ynelakov tpototvmov (Mrilains & Maopafeldrng, 2014). Emmiéov,
VILAPYEL KOL ot ADON Yo XPNOTEG TOL €ite dev elvar eEOIKEWOUEVOL PE TIG TEYVIKES

avtég eite amid emBvpodv va Tvrdcovy KAtl dpesa. Ocol avikovy cg avtny TV
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Katnyopio. pmwopovv va petafodv oe 1otooeAideg ommwg Thingiverse, YouMagine,
CrabCad xouw MyMinifactory Shapeways mpokewévov vo PBpovv oo apyeia
oxedlov mov &yovv NoN dnpovpyndel amd GAAove, TOAAL €K TOV OTOI®V TOPEXOVTOL
Kot dwpedv. TELOG, TO TPIOSIACTOTO HOVIEAO UITOPEL VO TPOKVYEL KOl LE GLVOLOUGHO
KATOL®V a7’ T1G TPOTYOUUEVEG LEBOSOVG.

AveEapnra g emhoyng g pebodov dnuovpyiog tov 3D poviéhov, givar
ATOPOITNTO VO TPOKOYEL Vo TANPOG KAEIOTO 0T1EPEd PoVTéLO. Edv To poviédlo €xet
EMPOVEIOKA KEVE, TOTE TO OMOTEAECUO TNG EKTOMMOONG 0V €lvan TPOPAEYILO Ko
eCaptdton and v ekdotote unyovy AM. To mepliocoOTEPO GUYYPOVO GLOTNLLOTO
CAD o1epedc povteromoinong omuovpyodv mANpoc KAEWGTO, omd pHoONUOTIKY
OKOT0, LOVTEAD LE OMOTEAEGUA 1) YEOUETPIO TOV KATACKELALOUEVOL KOUUATION VoL

etvon a&lomot (Gibson et al., 2017).

1.2.2 Bnpo 2: Metatponn o€ apyeio STL

MoMg olokAnpwBet 1 drodikacio oyedioong Tov YyNnElokoH HovtéAov og éva
ovotnpa CAD, 1o apyeio mov meptypdeet To. Se60UEVE TOV KOUUATION TOV TPOKELTOL
VO KOTOOKELOOTEL gV €lval aKOUO GE TETOW LOPPT) DOTE VUL GTOAEL GTOV EKTLTTOTN
KOl vo. 0pyloEL 1 EKTUTMOOT. Xg TPOTN (AOT TPENEL va petotponel oe Evav TOTO
apyeiov mov ovopdleton STL, yU avtd kot 10 Ovopa TV aviicTtoy®my apyelov £xet
mv enéktoon «.Sthy. Avti n pope1 apyeiov givarl to mo cvynicpévo TPOTLITO OTIC
depyacieg AM kot amotelel, OVGLOGTIKA, £VOV TPOTO TEPLYPUPTG TNG YEWUETPIOG TOV
3D povtéhov. Ta mepiocdtepa cvotipate CAD otepedg povielomoinong mapéyovv
™m duvatdmra e€oyoyng (export) oe apyeio STL. Yrdapyovv ki GAAEC EVOAMAKTIKEG
nopeéc apyeimv mov umopet va e€dyet éva ovommuo CAD ki €yovv vioBetnOel Ta
tedevTaio ¥povia oto medio e AM, 6mwg givar ot popeég OBJ, AMF kot AMF. O
Tpomog pe tov omoio 1o opyeio STL meprypdoet éva poviého Kabdg Kot to
TPOPANUOTA TTOV TO GLVOOEVOLV Kl £YOLV O0ONYNOEL GTIN YPNON TOV VIOAOIT®V
mpotHTeV lvar éva BEpa mov avaAvetal 6to Tpito kepdiato. [Ipog to mapodv, avtd
mov o&iler va Anebel voyn elvar 6tTL T0 TTPOTVTO OpYeiov STL avamapiotd Vv
e€MTEPIKN EMPAVELD TOV HOVTELOV MG £va TAEYH TptYdVeV. Ocov agopd v idto T

JLdKaGior LETATPOTNG, AVTN EIVOL VTOUATOTOMUEVT), ®GTOGO VILAPYOLY POPES TOV
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oVVOOEVETOL atd GOAALOTA. AVTA TA CEAAUATO Elval SLVATOV VO EVTOTIGTOOV KO VO

emd10pOOOVV pE TN ¥PNoN KATAAANAOL AOYICUIKOV emO10pOmong apyeiov STL.

1.2.3 Bipo 3: Metagopd Ttov apyciov STL otn pnyoviy AM kot

POETOLNAGIO,

Metd v emd1d6pbwon tov, 10 apyeio STL amooctéAietol 6T0 AOYIGHIKO TNG
unyoving AM oty omoio yivetor m extdmwon. To Aoyopkd ovtd omoteAet,
OVGLOCTIKE, TO TUNHO TNG emKOvaVviag pe T punyovy AM kot cbpeovo pe tov Lee
(2009) yopaxmpileton kot wg Aoyiopkd mpostolpaciog eéapmudtov. Eival, eniong,
YVOGTO Kol ™G AoYloutko tepoyiopov 7 slicer. To Aoyiopikd ovtd eivor ypnoipo yo
TNV EKTEAEOT] KOTOU®V TPOTOPUCKEVACTIKMY  EVEPYEIDV/EPYOCIHY TOL  €lval
amopoitnteg mpw TV Evapén NG KOTOOKELOOTIKNG @dong. Avtég ov epyacieg
aQopovv og TPOTN Ao T Olayeipion Tov apyeiov STL xor pmopel va givar m
emoAnbgvon Tov Hoviélov, N TPOGHETN LOVIELOTOINGT)/TPOTOTOINGT TOV GYESIOV TOV
KOUUOTION, 0 KOOOPIGUOG TOV TPOCAVATOAGUOD dNUIoVvPYiag Kol TG Tomofétnong
TOV KOUUOTIOV, M aAloyn peyéBovug kot 1 dnpovpyio otnprypdtov. g 0e0TepT OAoN
oyetiloviol [Le TNV EMAOYN TOV KOTOGKEVOCSTIKOV TUPUUETPOV OTMG £ival TO VAKO
KOTOOKELNG, TO TAY0G oTpOoNnS, 1 Oeppokpacio, T0 TOGOGTO GLUTAPOONG TOV
E0MTEPIKOD TOL KOUUATION, KOOMG Kkat To oyetikd potifo cvuninpwong (fill pattern).

‘Emerta, akolovbei 1 dwadikacio tov tepayiopov (slicing), katd v omoia to
apyelo STL «uetappaletary ce odnyleg/Kvoelg mov mpEmeL vo. 0KOAOLONGEL 1
unyovn AM pPrua tpog Prpa. To 3D poviého téuvertan (tepayiletan) amd eKOTOVTAOES
N yddeg emimeda, to omoio eivor TOPAAANAQ G ALTO NG KATOGKELOOTIKYG
TAateoppag (eminedo XY) kot kabeto otov dEova katd Tov omoio KatackevdleTal To
avtikeipevo (aEovag Z). H amdotaon petalh autodv Tov EMmEdmy avTimposOnEVEL TO
oG oTpdOoNS. APoh oAoKANP®OEL 1 dradiKacio TepayIGHoD, eival £Tolo TAEOV TO
apyeio dnuovpyiag (build file) tov e€aptuatog mov neplapPaver G-kddKa Kt Exel
mv enéktaon «.gcodeyn. O G-kddkag gival 1 EVPVTEPA YPTCLLOTOLOVUEVT] YADCOA
TPOYPOUUATIGHOD apBunTikoy kddwka. H yAdoca avtn ypnoiponoteitar kuping ce
dwadikaoiec mapaywyng pe ™ Pondeia vmoroyioty (Computer-Aided Manufacturing —

CAM) vy Tov €AeYX0 OVTOUATOTOMUEVOV EPYOAEIOUNYAVAV, OT®MG &ivol Kot Ot
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epyaretopnyovéc CNC. Me Alya Aoy, o G-kodikag elvalr 1 YA®GoO 7OV
YPNOUOTOIEITOL Y10 TNV EXIKOWV®ViD e TNV 101 T pnyoviy AM.

Extog and v mpoetotpacio HEGm AOYIGUIKOD, 01 TEPLocOTEPEG UNyovéG AM
TPEMEL VO, VTTOGTOVV KOl QUGIKN TPOETOlacion Tpy v €vapén e eKTéleong g
KATOOKELOOTIKNG Qaongs. [Ipénel va ereyyBel av 1 punyovn £xel tpo@odotndel pe v
AmOPOiTNT TOCOTNTO VAIKOD, £TG1 MOTE TO VAIKO VO EMOPKEL Y100 TNV KOTOGKELT] TOV
KOUHOTION OAAG KO T®V GTNPLYHATOV. € TEPIMTMGT TOV TO YPNGLOTOLOVUEVO DAKO
KOTOGKELNG EIVOL GE LOPEN TOVSPAS, 1| TOVIPA TPETMEL TPATO VO VOKOTEVTEL Kol GT1)
oLVEXELN VO EMOTPWOEL EVTOC TNG UNYOVIG. L€ TEPITTMON TOV TO VAIKO PpiokeTon o
popen viuatog mov eEépyxetor amd €va akpoevoto (nozzle) evog eEwbnthpa
(extruder), mpémer vo mponynbei M mpobipupovon tov eEwbnmpa, £tol MGOTE O
UNYOVIoUOG aLTOG VoL UITOPEL VoL TAKEL TO V0. AALEG amapoiTnTEG EVEPYELEG UTOPEL
VO 0QOPOVV TNV KOTAGKEVOGTIKN TAATOOpLa Kot mepthapfdvouy v gvbuypdupon
NG WG TPOG TOVG GEOVES, EVEPYELD YVOOTH Kol ¢ KaAprpdpiopo. (calibration), odia
Kol v wpoféppavon tge. Mo kamoleg and t1g unyovéc AM ol mopamave evépyeleg
elval QLTOHOTOTOMUEVES. Xe TEPIMTMOON 7OV aVTO Oev 1oYLEL, OVTEC TPEMEL VL

EKTEAOVVTOL OO KOTAAANAO EKTOLOEVUEVO XEPIOTY.

1.2.4 Bnpo 4: Kataokev)

Aoy olokAnpwBoldv o1 TOpOTAV® TPOTOPUCKEVUCTIKEG EPYOCIES, M
depyacia g AM glval TAEOV £TOUN Yo TV EKTEAECT] TNG KOTAGKEVACTIKNG (PAOTG.
[Ipdkertar yoo v mo amkf edcn g Olepyaciag, OGOV aPopd TOV OTOITOVUEVO
avBpomvo eopto gpyaciag. H gdon avt givar mAnpmg ereyyopevn and to AoyioHKo
eAEYYOV OlEPYOCIOV 1 AOYIGHIKO OMpuovpyiag g unyoving AM. Zuykekpipuéva, apov
10 apyeio dnuiovpyiag (build file) mov mpokdmtel amd ™ Ao TG TPoETOWAGIOG
petagépetor ot unyovy AM, 1o Aoywopkd eA€yyov ypnoiuomotel 1o apyeio
onpovpyiag ywo vo eAEyEel To GHVOLO TNG KATOOKEVAGTIKNG PAong ot unyovn AM.
Avt elval 1 @aon Kotd TV omoio TPAYUATOTOLEITAL 1] OCTPOUATIKY Katookevr. H
Jwdwacio  onuovpyiag TV SWOOYIKOV  oTpdoe®mv  gEaptdTon  amd TNV
ypnooroovpevn teyvoroyia AM. Oco dev gppaviCovror cpdipata, 1 doduacio

ovveyiletar péypt vo, oAokANpmOEl N KATAGKELT] TOV KOUUOTLOV.
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1.2.5 Tehxn enelepyaocia

Sovn0wg, apod OAOKANP®OEL N KOTACKEVT TOV KOUUATIOL TN unyovi AM,
OTN CULVEYEW TPOYLOTOTOEITOL KOO0V €1d0vg TeEAKT emeéepyacio. H dradwkacio
oLt etvon amapaitnTn TPokeEWEVOL T0 AM KOUUATL VO OTOKTNOEL OAEG EKEIVES TIC
TPOJYPOPES M TOL YOPOKTNPIOTIKA OV TO KOHIGTOOV £TOHO YloL TEMKN YPNOT.
Youpwvo pe toug Gibson et al. (2017), ou mpodiaypagéc avtég oyetilovrar pe
HOPOY|, TIG GUVOPHOYES Kot TN AErTovpyia Tov Koppatov. [lpokepévou va emtevydei
N TEMKN HOPON TOVL KOUUOTIOD, Ol TEYVIKEG TeEMKNG emefepyaciag mov
¥pNoomoovvTonl  wePAaUPdvouy TV agaipeon NG  VRTOGTNPIKTIKNAG  OOUNG
(omprypdtov), 1t PBeitioon g mowdntag G emedvelng Kot tn Peitioon g
awcOntkng. H emitevén t0v ocwotdv cuvvapuoy®dv amortel  PeATIOOE NG
dloTacoAoYIKNG  aKkpifelag, mov ocvvnbmg ektehovvtol pe  epeCapiopa  M/kat
dttpnon. o v emitevén g embBountng Aettovpyiag, evdéyetar va yperaletan
TPOETOLLAGIO TOV KOUUOTIOD Yo XPNOT TOV ®G TPATLTO YVTEVONG 1| PEATIOGELS TV
WoTTOV T0L pe Beppikéc kot un Bepuukég teyvike. Téhog, a&ilel va onpelwbel 6tin
KaTdAANAN péBodog tehkng encéepyaciog kKabopiletar og peydro Pabud kot amd to

YPNOOTOIOVUEVO VAIKO.

1.3 Oénoto 6)eo100oH0v Y10 TPOCSOETIKI] KOTAOKEL

IMa va €yl vonua n katackevt] evog avtikeywévov pe AM givor onuavtiko vo
amocaPNVIoTel ov To avtikeipevo tpoopiletor Yo mpmToTuIOTOiNGo™M 1 AV TPoopileTon
YL TOPOYOYT. XTNV TEPIMTMOON NG MOPOY®YNG Ol AMOLTNGELS E€ivol GNUOVTIKA
TEPIOCOTEPEG KO OE GLVIOTOTOL VO EKTUTOVOVTOL KOUUATIL TO. Omoict €YOouV
oxedoTEL Yoo KAUOWKES UeBOSOVG Tapay®mYNG, OMMC Ol KATEPYOOSIEG KOMNG M M
yotevon pe &yyvon. O Adyog eivar O6tL KGO pEBOSOC mapaymyng Exetl TIG SKEG NG
amoutioelg kot Béuarta, to omol 0 oyedoTNG Mpémel va AapPaver vmoym. Mo
TOPASELYLO, GE L0 KOTEPYOSIO KOMNG TPEMEL VO LILAPYEL 1] SLVOTOTNTA APOIPESNC
VMKOV G€ W10 TEPLOYN OO TO KOMTIKO EPYOAAEID YMPIG VAL EXNPEAGTOVV O1 VITOAOTES
TEPLOYEG TOV KOUUaToV. Avtiotoro, otn y0TeLon pe Eyyvon elval amoapaitntog o

S ®PIGUOS TOL £TOUOL KOUUATION O’ TO YPNOLOTOOVUEVO KaAoVTL. Av Aowmdv
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éva. Tét010 KOppdtt Kotaokevaotel pe AM eivon mBoavov va €xel oypelooteg
OoYEOLOOTIKES TPOGOHNKES 1 Ol EMPAVELES TOL Vo Unv efvorl WavIKES, emedn aKkpBag
EYOUV OYEONOTEL TPOKEUEVOD VO KOTOCKEVAGTOOV OO KATOlM Topad0Gloky HEB0SO0
nmapoywyne. To koppdtt, BEPata, pmopel va ektummbel, ywpilg OU®G 1 YEOUETPIR TOV
va gtvor avikn yia ektonoon. 't avtd kot 1 KataoKevT| T€T010v KOppatiov pe AM

ocwvimg kootilel mepioootepo (Ewk. 1.2).

Designed for Additive Designed for Machining

Cost: Cost:
Machined > Printed Machined < Printed

Eiwxova 1.2 Awapopormoinon kOGTovg aviaroya. 1e TV KaTAOKEVAOTIKY ueBodo (tnyn:

Siemens)

Ievikd, o1 Baoikég apyég Tov oxedlacpol yuo Tpocbetiky kotookevn (Design

for Additive Manufacturing — DFAM) oyetilovtal pe Ta TopakiT® YopaKTpIoTIKA:

Eléyiotn avidivon extomwty (minimum printer resolution): Onwog axpipog évag
emuponéliog 2D extunTg TOL TVITAVEL G YapTi, £T61 Ko €vag 3D ektummTG £XEt
po gAdylotn avdivon. Xe évav 3D ektumot) 1 AT oLTH avAALGT pmopEl vo
EKQPOOTEL e TOAAOVE TPOTOVG TOV EEAPTAOVTAL ATTO TN YPTCLOTOIOVLEVT TEXVOAOYIN
AM. T Topadetypa, Pmopel va ekQpacTel wg 1 SIAPETPOG T déoung evog laser kat
10 péyeboc/mhdtog evog evamotiBépevov otayovidiov vAkov. Ot Tpoémol avtol
MEPLYPAPOVY, OLCLUCTIKA, TO €AdyloTO pEYeBog NG yewperpiag tnv omoio o
OLYKEKPIUEVOC EKTVTTOTNG Umopel va avamapactiosl pe axpifela. To ehdyioto avtd
péyebog e€aptdron am’ ToV EKTUTMTN, TO VAIKO Kot AAUPBAVETOL WG TANPOPOpio amd

TOV KOTOOKELOGTN TOV EKTUTIMTH MG HEPOS TMV TPOJAYPOUPDV Y10, TOV GUYKEKPIUEVO
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extomot. H yvdon g eldyiotng avaivons tov ektummt oyetileton pe 10 0Tt val
LOPPOAOYIKO YOPOKTNPLOTIKO TOV KOULOTION, TOL omoiov To péyebog Ppioketon Katm
amd 1o Oplo NG eAdyloTNg avdAvong, eite dev avamoapdystor KoBOAov eite
avamopayeTot pe pn Wwoavikd tpémo. Eva mapdostypa eivol ot Teploy€g TOL KOUUOTION
ue Aemtd toyodpata (thin walls). To eldyloto Thx0G TOYOUATOG TOV UTOPEL Va
extuonwbel e€aptdton amd v eldyomn avdivon tov ektunmT). Emiong, ot pukpéc
axtiveg (tiny radii) 0nmg avtéc mov Ppiokovial 6 ECOTEPIKES YMVIES, UTOPETL va ival
dvoKolo va dnpovpyndovv. To HopPOAOYIKA aVTA YOPUKTNPIGTIKE aVTE @aivovTol
omv Ew. 1.3. Téhog, n ehdyotm oavédivon g punyovic AM copfdrier oty
ATOTOTIMOT  LOPPOLOYIKDY YOPOKTNPIOTIKOV O ot uikpég omég (tiny  holes)

oplopévav eéoptnuatov (Ew. 1.4).

Tiny Radii

Thin Walls

Ewova 1.3 Aentd torycdduazo kai ikpés axtiveg (mnyn: Siemens)

Tiny Holes

Ewova 1.4 Mixpéc omég (mnys: Siemens)
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Tposéoyéc kau eowtepira kevd, (overhangs and voids): Ot tepiocotepeg unyavig AM
UTOPOLV VO EKTUTAOGOLV KOUUATIO HE TPOEEOYES TOVAIOTOV GE KAmolo Pabud.
Ouwg, vy T1g TEPIOCOTEPEG UNYAVESG, OV EVOL KOUUATL EIVOL TPOCAVATOMOUEVO [LE
TETO10 TPOTO MOTE VAL VILAPYEL L0l LEYAAN TPOEEOYN, QVTES Ol TEPLOYEG TOL KOLLLOTION

npénet va vrootnpilovral katd T didpketa g ektommwong (Ew. 1.5).

Ewova 1.5  Meyaln mpoeéoyn mov yperdleror otnpiyuazo. (mnyn: Siemens)

Ta weptocoOTEP AOYIGHIKA TEUAYIGHOD TTEPAapPavouy TN duvatdTTo dNUovPYiag
VIOGTNPIKTAOV SOUDV (GTNprypdTmv) Tov BonBodv Tic meployxég avTég v eKTVTMOOV.
Ta eootepikd keva eivor emiong onuavtikd vo Aapfdavovror vedyn 0K Yo
EKTUTTAOCELS HE TOLOPO UETOAAOL KOl TAOCTIKOD. AV LEapPYel KeVO &vtog €vOC
KOUUOTION, TPEMEL VO DITAPYEL KOl ol GYXESOOTIKY ADGN 1| OTolo VO EMITPETEL TV
OTOLLAKPLVGT TOL VAIKOV, O10POPETIKAE VTLAPYEL KIVOLVOS VO KATAPPEVGEL TO TAEYLLOL
amo 10 Bapoc g eyklmPiopévng movdpag. To Betikd eivor 0Tl 68 TOAAL gumopiKd
ovotiuata CAD, coumepiapfovopévov kot tov Siemens NX mov mapovcialeton
oto Keo. 4, ovunepilapfdavovior mAéov dadtkaciec mov dnuovpyndnkay yioo tov
éleyyo Kot T OtevBénon Tev mapandve Bepdtov. Av avtd dev Tpaypatoromfel and
10 ovotua CAD, 161e cvuvnbmg mpaypatomoteital omd T0 AOYIGHIKO TNG UNYOVNG
AM. Qot600, fomg eivor mpotydtepo to B€poto avtd vo eAéyyoviol Kot vo
otevBetovvion  kotd TN @Aon  oYEdSGHOV, OedoUEVOL  OTL €vag  GYEOLNOTNG
avThopPavetol KaAOTEPa TIG OXEOAOTIKES EVVOlEG Kot TPoBEGEIS G GyEon He évav
YEPLOTH] TOV AOYIGHIKOD piag unyovng AM oty omoia TPOKELTAL VO KATOOKEVOOTEL

TO KOUUATL.
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Kepdiarwo 2: Ov  povodikés  oovatotntes NG

TPOCOETIKIC KATAGKEVTNG

H otpopotikn KotaockevnaoTikn apyn mov OETEL TIG TEYVOLOYIEG TPOGOETIKNG
KOTOGKELNG 00NYEl G€ HOVASIKES SLVATOTNTES OVOPOPIKE LLE TO YOPAKTNPICTIKA TOV
Kataokevalopevov  Koppatidv. Adyom g ovong e, m AM  €xst moAlovg
nePLocoteEPOLg Pabovg ehevbeplog oe oyéon UE TIC CLUPOATIKEG KOTOUOKEVLOOTIKES
depyooiec. Aaupavoviog vaoyn v mpocéyyion tov Gibson et al. (2017), oto

KEPAAOLO ovTO Tapovstalovrol ot e€Ng duvatotnteg g AM:

e  Mop@olroyikn morlvrlokotnta (Shape complexity): mpaktikd eivat duvarti M
KOTOGKELYT] OTOLUGONTOTE LOPPNG, TOPTIOES TOV EVOC KOULOTION EIvOl EQIKTEC,
emruyybvetor M onuovpyio  €EUTOMKEVUEVOV — YEOUETPLOV Kol 1
BeAtioTomoinom g LopeNg

e TlolvmhokétnTe TOoL vAMkoVv (Material complexity) to viAko pmopei va
kaBopilotel avarloyo pe to onueio 1 TV oTPAOGY, KAOIGTOVTOS EPIKTH TNV
KOTOOKELT] KOUUOATIOV HE TOADTAOKES cLVOEoelg VAIKOV kol dtofaduicelg
W TOV

o Iepapyika owPaduopivy morvmiokotntoe (hierarchical complexity): n
LOPPOAOYIKY] TOALTAOKOTNTO KOl 1| TOADTAOKOTNTO LAKOV TV O0(pOpmV
YOPOKTNPIOTIKOV €lvar duvaTOv Vo EUEOVIGTOVV GE TOAAOTALG KAILOKEG
peyebav

o Asrrovpywkny molvmhokétnre (functional complexity): pmopodv va
KOTOGKELOOTOOV  AETOVPYIKEG GLOKEVEG/OTAEES amevbeiog o€ KAmOlEg
unyavés AM, evoopat®vovtog eSopTHHOTE Kol KIVIUOTIKOUS GUVOEGHOVG

EVOO® TO KOUPATIO KaTaoKevdlovTal

Emiong, mopovocidlovtor KAmOlEG €VOEIKTIKEG EQOPUOYEG KOTA TIC OMOlEg
a&10To10HVTOL VTES 01 LOVASIKEG OLVATOTNTEG GTO TTEGIO TOV GYESIOGLOV TPOTOVIMV.
[Ipdkertar yoo T1G €QOPUOYES TNG TOMOAOYIKNG PeATioTONOINONG, TNG EVOMOINGNG

KOUUOTIOV KOl TOV KLWYEADTOV SOUMV.
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2.1 Mop@oroyikn TOAVTAOKOTTO

Q¢ yvootdév, ot TeYVOAOYieC TPOGHETIKNG KOTAOKELNG TPOcHETOLY 1
eneepydlovior VAKO o€ ovykekpyéva onpeion €vIOg OGS  KOTOOKELOOTIKNG
otpionc. To mnBog 6Awv ovtov TV onuelov oe kdbe otpdon oynuotilet,
OVLOLOOTIKA, TNV avtiotoyn owToun tov povtédov. Kdébe otpmon, Aowmdv, sivon
dVVATOV VO KOTOOKEVAOTEL OVEEAPTNTA LE TO CYNMO TNG KOl KOT  €MEKTAOT €lval
duvatév  vo  KOTOOKELOOTEL KOUUATL Omolaconmote  popons. H  avénuévn
TOALTAOKOTNTO GUVNOWG €YEL OKOTO VO EVIGYVOEL TN AELTOVPYIKOTNTO 1)/KoL TNV
aoOnTikn evog mpoidvioc. Me 11 ouUUPOTIKEG KOTOOKELAOTIKEG OlodKacieg, M
TOALTAOKOTNTO GUVETAYETOL ALENUEVA KOGTN AOY® TOAAATADV JEPYUCUDY KOl
HEYOADTEPMOV YPOVOV TAPAYMYNG. LTNV KOTEPYAGTO KOTNGC, Yo Topddetypa, 1 avénon
NG TOAVTAOKOTNTOG TOV KOUUATION 0dnyel o avénon Tov Pnudtomv g Katepyaoiag,
TeEPLoCOTEPES (Ko TOOVOTOTU LOKPVTEPES) OLOOPOLES TOL KOTTIKOD £PYOAEIOL KOl GE
KAMOlEg TEPUTTAOCELS, OKOUM KOL TV Oyopd 1 TNV KATOOKELY| EMMAEOV €pYOAEi®V
napayoyns (Conner et al., 2014). Exniong, n molvmlokdtnta teplopileton kat amd tnv
TPOGPAGILOTNTO TOV YPNGILOTOIOVUEVOD KOTTTIKOV gpyaieiov, kabmg eivat mbavo va
VILAPYOVV TEPLOYEG OOV TO EPYOAEID OV UTOPEL VO TANGIAGEL Y10l VO, APALPEGEL VAKO
Kol vo oynuoticet To €mBuunTd HOPPOAOYIKO YOPOKINPIOTIKO. X& o GAAN
ovpPatikn depyacia, 0TS M YOTELON UE £YYVOT, 1| TOAVTAOKOTNTO TOV KOMUOTION
nepropileton omd TV OVAYKT Y10 SLY®OPIGUO TOV YPTCIULOTOIOVUEVOL KAAOLTTIOV Kol
ekBoAn Tov étotpnmv koppotuov (Gibson et al., 2017)

21 popeoroyikn moivrmAokotnta Pacileror kot n dvvatdtTa g AM Yo
KOTOOKELT,  EENTOUKEVUEVO  OYESWOICUEVOV  YEOUETPUDV. XTNV  KOTOOKEVAOGTIKN
Tapaymyn mov ypnowponmolel AM diepyaocieg pmopovv va mopoyBovv  dradoykd
KOUUATIL To. omoio va unv éyovv kopio oyxéon petald tovg Ocov agopd
YEDUETPIKN TOVG HOPOT, APOV 1| KATAGKELAGTIKN apyn mapopévet 1 idta. Emopévaog,
k@O woupdtt pmopel va €xel 1n Ok tov eatopikevuévn ye®UETpIKy popen. H
dvvaTdTTo VT €lval 1O10UTEPA ONUAVTIKY Y10 TOAAEG 1OTPIKEG EQOPUOYEC. TNV
wTpiky  Poounyovic  moAAG  kotackevalopeva  koppdtio  wpoopilovtor  va
ypnooromBodv wg Pondnpate amd drapopeTikd Kae eopd dtopa. Aedopévon 0TI
YEOUETPIKN HOPPT] TOV CAOUOUTOG VOGS ATOUOV lval S1OPOPETIKN amd evog dALov, T

KOUUATIOL 0UTA £XOVV SLOPOPETIKT UETOED TOVG YEWUETPIKN LOPQT|. XOPAKTPIOTIKO
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TOPAOELY L ATOTEAOVV TOL KEADQT BonOnpdtmv akong, 6mov kdbe kEAvQog Tpémet vo
Tonplalel axkpipdg Pe TV avaTOpio TOV AKOLGTIKOD TOPOL TOL acBev]), OAAG Kot Ot
opBodovtikol vapOnkeg TV omoiwv 10 6YEd10 €lval TPOGOPUOCUEVO GT YEOUETPIO
10V otopatog Tov acbevn. Katd tovg Conner et al. (2014), e€atopkevpéva pmopovv
va  Beowpnbodv kol TO TEPIOCOTEPO  OVTIKEIHEVO 7OV  Kotaokevdlovtal o€
npocomikovg emtponéflovg 3D ektummTEG OMMC TpoocwmmKEG OMkeg KuwnTod 1
YOOM®BV, ETIKETEG OMOCKEVADV, UTPEAOK KOl OVTIKEIUEVA 7OV SMNUIOLPYOVVTIOL T
TPOTOTOLOVVTOL YPTCLULOTOLOVTOS Oldpopa Aoyiopikd oyedioong. Oia to Topamavm
KOUWATIOL UTopohv Vo KOTACKEVACTOVV amevdeiog amd o ynelokd dedouéva, ymopig
Vo amouTeiTol TPONYOLUEVDS 1) KOTOOKELY €PYOAEI®V TOPAY®YNS 1) GLOKELAOV
ovykpatnons. MdAota, 10 yeyovdg ovtd KabioTd OKOVOUIKE EQIKTEC TIG TOPTIOES
aKOpO Kot vOg Tpoiovtog pe v AM, avtiBeta pe Tig cupPatiKég KOTUOKEVAOTIKEG
depyacieg, OTOL T0 KOGTOG TV epyoreiwv pumopel va avtiotaduictel povo pe peydio
pey€tn moptidmv.

Eniong, oe opiopéveg mepummtddcel KAmTOLO AEITOVPYIKA YOUPUKTNPIGTIKE EVOG
KOUHOTION/EE0PTAUATOG/ UNXOVIGLOV TTOL €mNpedlovy TNV amddoon Tov ypetaletal va
BeAtiotomomBodv mpocappoloviag avaioyo v 1010 Tn YEMUETPIKY] TOL HOPOY.
Eivor mBovov n popen mov e&umnpetel 100viKd TOVS AEITOLPYIKOVG GKOTOVS TOV
OLYKEKPIUEVOL KOUHOTION Kol BEATIoTOTOEL TNV 0IrOO0GT] TOV Vo £ivoil TOAVTAOKNG
yempetpiag kot va unv pmopet va dnuovpyndet and tic cupPatikés KOTUOKELAGTIKESG
depyacies. H dvvaromta g AM vo tomoBetel vAkd e gketva akplBdg ta onueia
6mov owtd pmopetl vo aglorombel oto péytoto Pabud (Gibson et al., 2017) eivon
0104TEPO YPNOUYUN GE TEPUTTAOGCELS OOV OMOLTEITAL VO KOTOOKEVOOTEL Uio TETOW
nolvmhokn poper. Ot Atzeni kor Salmi (2012, as cited in Conner et al., 2014)

vrootnpiCovv 0Tt pe v AM gival eQIKTEG 01 TOPAKAT® TOAVTAOKITNTEG OGOV APopdL

™ HOpON:

o  XopoKTNPOTIKA: VTOKOTEG, TOAAMMAG TAYN TOWMUATOV KOl  OVAGKLO
peydiov Bdébovg.

o Tcouetpiec: otpePropéva Kol TOUPOUOPOOUEVO CYNUOTE, TUQAEG OTEG,
yYe®UETPiEG LYNAOD AOYOL avtoyng ™G mPog Pdapog, oxédo vynAoh Adyov
emavelakoy euPadod ®g mpPog OYKO, KLYEAWMTEG OOWMES, TOTOAOYIKA

BEATIOTOTOMUEVES OPYOVIKES LOPPES.
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e Evomoinon xoppotidv: koppdtic o omoic OapopeTikd Oo Empeme va
oLYKOAANB0VV 1 va evemBohv peta&d toug, evomotovvtot Hécm g AM og éva
EVI00 KOl TT10 TOAVTAOKO KOUUATL.

o  YUYY®OVELOT GTUNMV KATOOKELVNG: KOUUATIO To. omoia Oa cuvaproAoyodvTay
o€ mOAMOTAG Pruata av kotackevdloviav pe TG cvpPatikég puebooovg,

UTOPOLV VO EKTVTT®OOVV TOLTOYXPOVA, OTWS PAIVETOL KOl GTO POVAEUAV TNG
Ew. 2.1.

Eixova 2.1  Evo tomwpuévo povleudy mov KOTOOKEDGOTHKE (WG GUVOPUOAOYHUEVO
oy etaapeio. America Makes ue t ypiion g teyvoloyiag SLS. H kataokevn tov ue
xpnon oouPotikov  oiepyociov Bo  omoutovoe T onuiovpyia 18  diopopetikdv

Koupatioov koi ) uetald tovg covapuoidynon (Conner et al., 2014).

2.2 TlolAvmhoKOTNTO TOL VAIKOV

Etvon 0edopévo 011 pe v kabnuepiv advénomn e mToAvTAOKOTNTOG KOl TOV
AVIOY®OVICHOD OTNV KOTACGKEVAGTIKY TOPUYMYT, VITAPYXEL Amaitnon Yoo VYNAOTEPN
eveMéia Ko peyaddtepn amodotikdtra. [Tapdro mov n AM eivor o kavn o€ oxéon
LE TG KAOOIKES KATOOKEVAOTIKEG OlEPYOGIES VO OVTILETOTICEL AVTES TIG TPOKANGELS,
eVTOVTOIG avTipetonilel Bépata mov oyetilovion He TNV TOOTNTO Kol TNV OTOS00M
Tov mopoyduevov koppotiov. Katd tovg Zhou et al. (2011, as cited in Vaezi,

Chianrabutra, Mellor, & Yang, 2013), n mowOtT TOV KOUUOTUOV WUTOPEL VvV
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OVTILETOTIOTEL UE PUEYOADTEPO EAEYYXO TNG UNYOVIKNG KOTEPYACTOG Kol QApUOLovVTaG
VYNNG akpifelog texvoloyies ayung, €V M amdd00n TOV KOUUOTIOV UTOPEl va
eVIoYVOEl YPNOUOTOIOVTOS CLUGTHUATO HE TOAAOTAG LAKA. XTNV €VOTNTO OLTY
napovctalovial, AoV, M TEYVOAOYID NG MPOGOETIKNG KATOOKELNG TOAAUTAMY
vaukov (Multiple Material Additive Manufacturing — MMAM) kot 1 teyvoAoyia g
Aertovpyikd daPadicuévng tpocsbetikng kotookevnc (Functionally Graded Additive
Manufacturing — FGAM).

2.2.1 AM mol\OTADV VAIKOV

O eprocdTepeg and TIc apykd avamtvypéves texvikés AM kataockevdlovv
avtikeipeva pe €va poévo vakd. Qotodco, n {NTnomn Yoo LYNAN TOAVTAOKOTNTO Kot
BeAtiopévn Aeltovpyikn amdd00N TOV OVTIKEWWEVOV EXEL TPOKOAEGEL TEPACTIO
eVOLOPEPOV YIoL TNV avamTLEN TNG TEXVIKNG AM moAlamidv vikov (MMAM). H
teyviki) MMAM pmopet va evicydoet v amddoon tov AM Koppatidv TpochEtoviag
TEPIOCOTEPT, MOAVTAOKOTNTO, KOL AELTOVPYIKOTNTA. XPNOUOTOIOVTOS HeBAd0VG
MMAM eivar dvvatov va Bertiobel n amddoon TV KOUUOTIOV HeTaBAAAOVTAG TN
ovvBeon 1| 10 €100G TV VAMK®V HeTAl) TOV GTPOGE®MV, KATL TOV 0V Elvol EPIKTO U
116 ovpPatikég KataokevaoTikég nebodovg (Vaezi et al., 2013). Ot mo dadedopéveg
texvoloyiec MMAM egivan o cvotiuata eEmbnong viwov (Material Extrusion —
ME), 6mw¢ 1 katackevn| pe evordbeon typuévov vikod (Fused Deposition Modeling
— FDM), ta cvoetfiuato gotonolvuepicpob og kado (Vat Polymerization — VP), 6nmg
n otepeohboypapio (Stereolithography — SLA), ta cvotiuote evandbeong vAko
(Material Jetting — MJ) kot ta cuothpata evardfeong cuykoAAnTikng ovaiag (Binder
Jetting — BJ).

Me t1c teyvoroyiec eEmOnong vAkov, onwg eivor 1 FDM, eivan dvvatdv va
KOTOGKELOOTOOV  KOUWUATIO, HE TOAAOTAG VAIKA AauPdvoviag vmdym 11 0o
npoceyyicels mov £xovv mpotabel, GOUP®VO [E TOV APlOUd TOV YPNGLOTOLOVUEVOV
aKPOPLGI®MV: TO GYESGUO Yo HOVO OKPOPVGIO KoL TO GYEOOGUO Y10, TOAAATAG
akpopvoo. Ot oo avtég mpoceyyioelg amewoviCovtor 010 aplotepd Kot to 0e&i

pépog g Ewc. 2.2, avtictoryo.
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Eiwxova 2.2 Ilpooeyyioeic tne FDM mollaridv viikwv avaloya ue tov opiBuo twv

axpogvoiwv (mnyn: Wikipedia)

2y TpoOTN TEPIMTOOTN, TA SUPOPETIKA LVAIKA oLVOLALOVIOL TPV 1 €VIOS TOV
Borapov NG, 1ot dote va eEBovvtor and to dto akpoevcio. ‘Eva mapddetypa
givor 1 avapdduion morlomidv vikov (Multi Material Upgrade — MMU) oeg
eKTLVTTOTEG NG etapeiog Prusa3D. Me v avafaduion avt vrootnpilovtat £m¢ Kot
TEVTE OLOLPOPETIKE VLT DAIKOD KOt TAPEXETAL 1] OLVOTOTNTO EKTVTMONG KOLLULATUDV
pe moAromAd vAKE/ypdpota. H mpocséyyion tov cuviuacroy SaPOPETIKOV DAKOV
OWHEGOL  €VOG HOVOD  OKPOQLGIOV, TOAAES (OPEC GUVETAYETOL TNV  EUQAVION
akafapcolov, ov omoieg yw va amopevyBovv eivar amapaitnro vo kabopiotel o
Odilapog ™MENG omd To mpomyobuevo VAKO mpwv ypnowwonomBel 1o emdpevo.
[Tpokeévov, pdiiota, vo petmbel n omatdAn Tov emPEPEL TO GYPNOTO LAIKO KOTA TN
dupkewr g Olepyaciag, ovtd  umopel  eite  vo  ypnowomomBel ¢
couTApOua/YEUIOUN Yt TO €0mTEPIKO Tov koppatov (infill) eite yuo v
TOVTOYPOVH EKTOMMOOT €VOC KOUUOTIOV O©TO OmMOio 1 EMAOYN YPOUATOS elvan
acnuoavtr. Ocov agopd TV TPOCEYYIoT TOAAATADY OKPOPLGIMV, YPNCLLOTOLEiTAL
éva EexploTd akpoPLGIO0 Yo KAOE S10pOPETIKO VAIKO oty 1010 1] 0€ SLOUPOPETIKEG
KePoAég e€mBnong. Katd v mpocéyyion avt, mpénet va pvOuiotel to Vyog TV
OWPOPETIKMOV  OKPOQLGI®V G oyéon HeE TO €mMNed0 1TNG KOTAGKEVLOGTIKNG
TAATEOPLOG, £TCL DGTE OA TO, AKPOPVGLOL VAL aEYovV TV 101a amdotact an’ avtd. H
dladkasio avTy, TOL Elval YvmOTN KOl MG KOMUTPAPICUO, OTOTPETEL TNV TOPEUPOAN
TOV UN  YPNOUOTOOVUEVODY (AVEVEPY®DV) OKPOELGI®V pe TO ovtikeipevo. To
TAEOVEKTNO OVTNG TNG TMPOCEYYIONG O GYECT HE TNV Tpomnyovpevn eivar Ot
neplopiletoar onuaviikd 1 omatdAn Tov VAkov. Kor ot 600 mpooceyyioelg
vrootnpilovv dtdpopa vAKa, onwg molvpepn (PLA, ABS, PETG, PEEK kot TPU),

petoAlkd ot obvvleta. To @dopo tov molvpepodv ABS vikov, udMota,
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enekteiveTonl TPokeWEVOL va cvumepthdfer ABS vAikd pe d10popeTIKEG 1010TNTES
omw¢ ta ABSplus, ABSI ko ABS/PC (Gibson et al., 2017).

Youpwvo pe v tpocéyyton tov Choi, Kim kot Wicker (2011), n xatackevn
KOUUOTIOV UE TOAATAG VAIKA pmopel vo mpaypatonom el kot pe tig diepyaocieg VP,
omwg 1 SLA. Avtd kabioTtatol EQKTO YPNCILOTOIMVTOG OOPOPETIKES OEEAUEVES Yia

SpopeTikd pmTomoAvpepn VAIKA (Ek. 2.3).

Eiwxova 2.3 [lpocéyyion mollamiaov viikav yio, v SLA (zyyn: Wikipedia)

‘Eva 0épa mov ovverdyetor avt| M mpocEyyon oyxetiletor pe v avdykn
OMOUAKPVVONG TNG TOGOTNTOC TOVL [N OTEPEOTOUUEVOL  VAIKOV TPV TN
ypnowonoinon tov emdpevov vikod (Choi et al., 2011). Ocov oagopd ta
YPNOLOTOOVUEVE VAKE, TPOKELTOL Y10 QOTOTOALUEPEIS pNTives, ol omoieg eivor
duvatdév va €xouv TOAAEG OPOPETIKEG QLOIKES 1010TNTEG Ko dwotifevror og
Swpopetikd  ypopota Kot Pabuodg dwedvelng. T'evikd Opwg, mpoOxKertar yio
evOpavota kot un avhektikd oe vVyYMAEG Beprokpacieg VAkd. Extdg amd t1g pnrtiveg
pe Paon to ABS 1 10 PP (moAvmpomurévio) vdpyovv kon edkaumnteg 1 frocopfotés
PNTIVEC TOL PN GLUOTOLOVVTOL GE LUTPIKES EQPOAPLOYES.

Y10 cvotNUoTo Evamofeong VAKOD, OAO0 TO LAIKO TOL KOUUOTION TOpPEXETOL
and €vo M mEPIEGOTEPU OKPOPVGLO TOL TEPIAAUPAVEL Lot KEQOATN ekTOm®oNG. To
PELOTO VAIKO €vamOTIOETOL OTNV  KOTOOGKELOOGTIKY TAATQOPHO HE TN HOPON
OTOYOVIOI®OV Kl £TEITO TOL GTOYOVIODL GTEPEOTOLOVVTOL SNUOVPYADVTOS GTASIAKA TIG
otpmoelg tov 3D avtikeyévov. Amod Kabe axpo@volo lvar duvaToOv Vo TaPEYETOL
SLPOPETIKO VMKO, KATL TOL KANGTA £QIKTH TNV EKTOTMCT] KOUUATIDOV LE TOALATAA

viaka (Ewc. 2.4).
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Eiwxova 2.4  Evamoleon molloamidv vAIKOV omo uio. kepodl eKTOTWOonS (Tnyn:

Wikipedia)

Ta kOpla VAIKE Tov dratifevtol 6To EUTOPLO Eival KNPOELDT TOAVUEPT] KOl OKPLAIKA
QoTomolvpepn. QoTdcG0, OAPOPES £PEVVEG GYETIKO HE HEAANOVTIKEG EQOPUOYEC
eotidlovv Kol 6 GAAD VAKE KOTOGKEVNG, KUPIMG TOAVUEPT], KEPOUIKE KOl LETOAAN
(Gibson et al., 2017). H Stratasys dwféter oty ayopd ektvnmtég mov Pacilovral
omv texvoroyio. Polyjet, pue v omoia givar dvvatdév vo evomotedodv TovTtdypova
SPOPETIKA PMOTOTOAVUEPT] VAIKA e ToKilovg Pabpovg sukapyiog Kot dtopdvelog
oe MOAAEG dwnpopetikéc amoypaocels. H oepd punyovav Connex3 omoteAel éva

evoekTko mapaderypa (Ew. 2.5).

Eiwxova 2.5  Awapopa oviikeiueva torwuéva oe unyovés Connex3 g Stratasys

Kotd tic  pebddovg  evamdbeong  oLyKOAANTIKNG — ovoiog, — éva
OUVOETIKO/CUYKOAMTIKO  VAMKO  €KTUTMOVETOL €mdved o o KAIvp  movdpog

TPOKELUEVOD VO GYNUOTICTOVV Ol S0TOUES €vOG avtikeluévon. 'Eva tétolo cvotnuoa

30



aroteleiton cuvnBwg amd évav Bdiapo mov Asttovpyel ¢ deapevi) TOPOYNG NG
Tovdpoc kol amd €vav OdAapo otov omoio yiveton M ektOomwon. Mécw evog
UNYOVIGHOD EMIGTPMOONG, VO AETTO GTPOO TOVIPOS EMCTPOVETOL KAOE popd otV
KAIvn. Mia kepadr| inkjet ektdnwong epappolel Emetta po vypr GLYKOAANTIKN ovoia
ENAVM oTN 6Tpdon. H ovsia avt GLCCOUATOVETOL LE TO GOUATION TNG TOVIPAG Kol
Bonbd ot cvvoeon peTald TV daudoyikmv otpdcemy. H pébodog avt €&’ opiopov
0€ YPNOOTOLEITAL YlO. TNV KOTOOKELY] KOUUOTIOV HE TOAAUTAG LAKE KOTA TNV
axpiPn €vvola. Q6TOGO, VIAPYOVY EKTVTIMTES GTOVS OTOIOVG £1TE PEGM LG dEVTEPNC
KEPOANG EKTOTOONG €1T€ HEGH KOAMTOL®V EMTALEOV OKPOPULGI®MV, EKTUTOVETOL YXPMOLUOL
avti Yl GUYKOAANTIKY] OLGIN, EMTPEMOVTOG ETCL TNV KOTOOKELT OVIIKEWUEVOV LE
moALamAd ypopoato. H mpocséyyion avtr| ancwoviletal oynuotikd oty Ewk. 2.6. Z1ig
BJ unyovég youniod KkoOoTOLG YpNolUoTOlEiTOL TOVdpa pe Pdon to YOO Kot
OLYKOAANTIKY ovoio pe Paon to vepd (Gibson et al., 2017). Ot unyavég mov
SBETOVV EyYpOUES KEPOAES EKTOTMOONG LTOPOVV Vo a&lomonBodv yio TNV EKTOTMON
OVTIKEWWEVOV  VYNANG  oucONTIKNAG, ONMG  OPYITEKTOVIKA HOVTEAD, EYYPOUOVES
YOPOKTNPES O1GPopwV PLvTeomatyvidimv, oAAG Kot Eyxpoun andd0cT capm®GeE®mV /Kot
avOpomves eryovpes. Mo Qapproyn G€ TETOOV EYYPOUO EKTLTTOTH] TOLOPOS KOt
ovykekpéva otov ProJet® 660Pro g 3D Systems mapovoidletar oto miaicio tov

TEUTTOV KEPAANIOV TNG TAPOVCAG EPYAGING.

_D_.(_‘v—v'_>

V4

Eiwxova 2.6  Kotaokevn Eyypouwmy aviikeyuevay ue ™ uédooo B (mnyn: Wikipedia)

[ToAAéc epappoyég pmopobv va evvonbodv amd TV AvATTLEN TV TEYVOAOYLOV
MMAM. Muw orn’ avtég €ivar 1 KOTOOKELT KOUUATIOV HE TOAAOTAEG 1O10TNTEG,

KaOADG o S10POPETIKE VAIKE pmopohv va. TPosPEPOLV TIG emBLUNTEG 1O10TNTEG GE
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ovykekpléveg 0éoelg tov koppatov. Kdamowo mopadeiypata mov mapabétovv ot
Vaezi et al. (2013) eivar  Oeprukn ayoylpoTTo 68 KOvAAl Yo&ENg KOAOLTLOV,
HNYOVIKES 1O10TNTES OTMOC M VYNAR OKANPOTNTA, 1) AvTOYX| 6€ VYNAEG Bepprokpacieg
OTI oTpoPrlopnyovEG Kot Ot OEPUOLOVAOTIKEG EMKOADYELS, OMTIKEG 1O10TNTES OTA
CLOTNUOTO TNAETIKOWVOVIOV UE laser, SMMAEKTPIKEG Kol HOYyVNTIKES 1O10TNTEG OTIC
KePOLES Kol MYMTIKESG 1010TNTEG GTO. AKOLOTIKG cvotnuata. Emiong, n ypnoipomoinon
VAMKAOV SI0QOPETIKOV YPOUATOV Kol SOQOPETIKNG EVKAUYING EMOPE GTNV EUEAVION
KOL TNV OTTTIKY] TOV OMNUOVPYOVLUEVOD AVTIKEYUEVOV.

Ta ocvotuato pe moAhamAd vAkd epopudlovion ce peydio Poabud Kor otov
W0TPIKO KAAS0, OOV amOLTOVVTOL AVTIKEILEVO LE TOAOTAOKEG LOPPEG, ECMTEPIKES
SOUOPOOCELS KOl TOPaALayEG VAKOD. Ot KAUGIKEG KOTOOKEVAGTIKEG dlepyacieg dev
UTOPOVV v KAADWYOLV OAEG OTEG TIG OTOLTIOELS KOl OEV EIVOL OPKETO OTKOVOUIKEG
oTlg meplocdtepeg mepmTOoeElS. [ moapdostypa, £€va epu@vTELHO  pmopel va
KOTOOKEVOOTEL LE €VOL OKANPO DAKO Yol TO GAOUO TOL Kot €va HoAakd VAKO oTa
onuelo EMAPNG TOL UE TO GOUN TOV 0COEVH. XTn UNYavikn Tov 1otV (tissue
engineering), OlPOPETIKA VLAWKG Kot KOTTOpo yperdletor vo Ttomobetnbovdv oe
ovykekpléveg Béoelg ko pe peydn axpipelo ota piopata (scaffolds), étor wote
va TpokAnBoHv ot emBouuntég KutTopKés omokpicelc. AvEAVOUEVO EVOLOPEPOV GTOV
Topén avtd, mapovcstdlovy ta cvotuato e£DOnong vikov kabmg Bempodvtol mo
amAd o€ oxéon pe To Lot cvoTiHoTe AM Kot pEc® avT®V pmopel va mapoaydet
amoteAecpaTIKE €vo gvply  edopa moAlamAmv Provikov. EE ov kot o dpog
«Proe&mbnony»  («bioextrusiony), mov YPNOLOTOLEITOL YO VO TEPLYPOYEL TN
«epyasio ompovpyiag ProcvpPatdv kovn ProdlocTdUEVOV GTOYEI®V TO OTToin
YPNOUOTOOVVTOL Yo TNV TOPAY®YN TOV OOUKAOV TANGi®V, 7ov ocvvilwg
avagépovior o¢ ipiopata (scaffolds), kot ta onoia Astrtovpyodv wg Eeviotég (oikdv
KLTTAP®V Yo TO oynuatiopd otovy (Gibson et al., 2017, oel. 168). Xe punyovéc mov
YPNOUOTOOVVTOL YL TNV £PELVO. TNG HNYOVIKNG 10TV, TPio 1| TEPICGOTEPA
OKPOPUGLO. YPNCULOTOOVVTIOL £TCL MOTE OPopa KptOUATH 1 GAAa Plroloyikd
ocoppatd vVAKG vo pmopodv vo evamotefolv € CULYKEKPIUEVEG TEPLOYES TOL
enputevpotog (Stucker, 2011, as cited in Vaezi et al., 2013). ‘Eva yopakmpiotikod
napaderyua amoteAei to Envisiontec 3D-Bioplotter chotmuo, oto onoio 1 e&mbnon
TOV VAIKOV TPOYUOTOTOLEITOL PE TPOTO €101KA oyedtaopuévo yio Bromoivpepr|. To
cvotnua avtd mepriapPaver pio poévo kepoin e&mBnong, n omoio dpwg dabétel

KATAAANAN TEPIGTPOPIKY| d1ATAEN HECH TNG OTOL0G TPOALYLOTOTOLEITOL 1] EVOALXYT TV
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KEPOADV KOTA TN SLApKELD TNG KOTAOKELNG. O1 KEPUAES OVTEC UTOPOHV VO, TAPEYOLY
SLOPOPETIKA VAIKA GE SLUPOPETIKA OMUELD TOV IKPLOUATOV, KATL TOL givar 1dlaitepa
YPNOUO OTNV EPEVLVA TNG TEYVITNG TTapay®yng totav (Gibson et al., 2017).

AAM e gpapuoyn Mg MMAM oyetiCetan pe ™ dvvatdtto mov divetan
OTOVG GYEOIAOTEG VO, ONULOVPYNGOLY YPTYOpa Kot va EAEYEOLV Ta TP®TOTLTG Tovg. H
TaYEIO TPMOTOTLTTOTOINGCT AMOTEAEL AVOTTOGTOGTO TUNHO TNG OUOIKAGING GYEIUGLOV
KOl TOPAy®YNG TPOTIoVTmV, Kabmg £va mpoidv mpénel mpata va aglohoyndel kot va
eykpel mpwv Eexivnoel n poalikn mopaywyn tov. H dvvatdomta g MMAM vy
ONUoVPYio AEITOLPYIKAOV KOl OTTIKA EAKVOTIK®OV TPMOTOTOHTWV aflomoteital o€ peydio
Babud oy avtokivnrofropnyavia. I'o wapddetypo, 1 Audi ypNoOTOLEL TN U)oV
Stratasys J750 mov Paociletar omnv teyxvoroyion Polyjet, yw ™ dnpovpyia tov
TPOTOTHTOV KOAVUUATOV Y10, T0 OO QAOTO TOV OVTOKIVATOV ™S To TpmToTLTTa
aTd gfvor EQIKTO Vo ATOTEAOVVTOL OO SLUPOPETIKA YPDLOTO, SLUPOPETIKES VOES KA
dpopeTkog  Pabuovs  dPAVEIDS TPOKEWEVOL VO TANPOVV  TIG  OVGTNPES
TPOJYPOUPES TNG SLSIKAGIOG £YKPLONG GYEIACUOV. AV ¥PNGIULOTOOVVTAY KAUGIKES
péfodotl mapaywyns, TOTE yo TO. TUNHOTO TOV TPMOTOTOTOV TTOV OMOTEAOVVTOL Od
dpopetikd VAKO Ba émpeme va ypnoyoromBodv drapopeTikés diepyacies. Me
MMAM pewdvetar o aptBpoc tov EeYOPIoTOV KOUUATIOV Tov B0 amoitovviay va
ocvvapporoynfovv petalh tovg yw T OMpovpyio TV TPpOTOTHT®V. MAMoTa,
EVOEIKTIKO &ival TO yeyovog 0Tt pe v vobétmon e MMAM n Audi xatdeepe va

LLELOGEL TO YPOVO TOV ATALTEITOL Y10 TNV TPOTOTLTOTOINGT ¢ Kot 50%.

2.2.2 Agrtovpyikd owofoOuiopivy AM

Ta Aertovpywd SPaduicpéva vid (Functionally Graded Materials —
FGMSs) elvar o katnyopio. mwponyuéveov vAkov mov yopoktnpilovtolr omd v
OYKOUETPIKA oTOdWKY peTafoAn Tng ouvBeong Toug. H opadn avtr petafoin odnyel
KOl G€ OVTIoTOLYES O PabicES TV WO1I0THTOV TOV KATAGKELOLOUEVOV KOUUOTION, GE
CLUEOVIO HE TIG avTioTolyeg Aettovpyikéc amarthoelc. Koatd tovg Mahamood xat
Akinlabi (2017, as cited in Loh, Pei, Harrison, & Monzon, 2018), tpocapudlovtag

avéAoyo TNV KOTOVOUN TNG WKPOJOUNG TOL VLAKOD UmOpodVv va emtevyfodv
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TOAMOTTAEG AE1TOvPYiEG KOl TO KOUMATL Vo KATOOTEL OmMOdOTIKO Yo TIG emBuunTég
EQOPLOYEG.

H e&€MEN tov cvotudtov AM kabiotd TAEOV EQIKTH TN XPNOILOTOINoN TOV
FGMs, xkdtt mov £xst odnynoet omv kobEpmon Tov Opov NG AETOVPYIKE
dwPobuiouévng  mpoobetikng  kataockevrg  (Functionally Graded  Additive
Manufacturing — FGAM). H FGAM ¢&ivol AotV o, OTPOUATIKY KOTAGKEVOGTIKN
dlepyacio mov EMTPENEL T GTASIOKN HETAPOAN TNG GVVOESTG TOL LAIKOD EVTOG EVOG
KOUMOTION Yio TNV enitevén twv embountdv Acttovpyldv. Ot duvatég dofaduicelg
™G ovvBeonC TOv VAKOV mov emtvyydvovion péocw ™G FGAM pmopovv va

KotnyopromomBodv o€ Tpelg TOTOVG, cVUPOVA Le TV Tpocsyylon tov Loh et al.

(2018):

e MetofAnTq TLKVOTNTO €VTOG MG OMOLOYEVOLG oLvBeong vAkov (single
material FGAM)

e Etgpoyeviig ovvbeon cuvdvalovtag tavtdypova VO 1 TEPIGGOTEPN VAIKE
Héow pag otadiokng petafaong (multi-material FGAM)

e ZuvOvaouOg HETAPANTAG TUKVOTNTAG KOl ETEPOYEVOLG GVVOEGNC

g i opotoyevn ovvBeon vikov, pécw g FGAM pmopovv va dmpovpyndodv
dwpabuicelg e TUKVOTNTOS KOL TOV TOPMOAIOVS TOU VLAIKOV HE TN GTPATNYIKN
dpdpemon g pkpodoung otov 3D ympo. O mpocavatolouds, o péyedog kot n
TUKVOTNTO TNG GLYKEVIP®GNS TOV VAIKOD GUUPBAAAOVY GE AELTOVPYIKES OMOKAMGELS
omwg n okAnpotta ko 1 evkapyio (Loh et al., 2018). H petafinth mukvomto mov
emruyyavetal péow g FGAM (Ewk. 2.7) emtpénel v KataoKe] ELOQPLOV SOUDV,
€161 MOTE VO, SLOTNPEITOL 1 OOUIKT] AVTOYN TOVTOYPOVA LE TN UEIMON TOV GLVOAIKOV
Bapovg. ‘Eva mapdostypa @aivetal oto 3D extvmopévo okvpddepa g Ewc. 2.8, 10
omoio yapoaktnpiletor omd oKTVIKE SPabGHEV] TUKVOTNTA OUOLNL LE OVTH TTOL
epopaviletar oe powvikddevipa. H otadiokn petdfocn and éva coumayés eEmtepikod
HEPOG o€ Evay TOP®OT VPNV 0dNYEL G Evav TOAD 1KOVOTOMTIKO AOYO OVTOYXNG TTPOG
Bapovg, KaOGTOVTAG TO OKLPOJEUN EAAPPVTEPO KOl TOVTOXPOVA TEPLGGOTEPO
avOektiko (Loh et al., 2018).
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Eixova 2.7 Metafinth rokvotnro uéow e FGAM (Loh et al., 2018)

Ewxova 2.8  Zkvpodeuo ustofiAntie mokvotntas mov kataokevaotnke uéow FGAM,

Hyoduevo v aktivikd owofobuiouévy mokvotnta evog powvikodevipov (Loh et al.,
2018)

Oocov agopa 115 etepoyeveic ocuvBéoels, 1 FGAM yepileton o moAAamAd
VAMKA péca amd P Tpocgyylon dvvoukd sfadcpéveov cuvBécemv 1 ouvOeTNg
nopeoroyiag (Loh et al., 2018). Mo ocvykekpyéva, 1 FGAM molanmAdv vAMKOV
tetvel va BeATDGEL TOV TPOTO dtocvvoeong LeTa&h avOrolmY 1 U GLUPATOV VAKOYV,
HECH TNG KOTAPYNOoNG TV OoKPITOV opiwv mov gpeavilovtol ot cupPatikn

MMAM xot g avtikatdotacns Tovg amd po etepoyevn petafatiky] ovovleon (Ewk.
2.9).
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Ewkova 2.9  ZvuPotiky MMAM évavtt FGAM mollarmiav viikadv (Loh et al., 2018)

Emopévog, pmopodv va amo@evyfobv Tumikéc actoyieg mov cvpuPaivouv KoTd T
ocoppatikni MMAM, O6nwc o Sy®PoUdg TOV CLGTATIKOV GIPOUATOV 1 To
omaciloTo OV mpokoAOUVTOL amd TG  EMPOVEWKES TACES AOY® NG
draxprrig/amdTouns aliayng tov wiothtov tov vAkov (Choi et al., 2011 Sirris,
2012- as cited in Loh et al., 2018). Zvvevdvovtag tprodidotata dV0 VAKE peta&y
TOUG HECH OGS OLVOUIKNG dtafAOons, 10 EKTVTOUEVO KOUUATL Popel vo £XEL TG
Bértioteg 1010TNTEC Ko TV dVO VAWK®V. Ot gtepoyevelc MEEIS TV LVMKOV eV
yperaletar dnAadn va copPipaloviar pOVo GTIG €YYEVELG TOVG 1O1OTNTEG TPOKEUEVOD
va emtevyBovv ot emBuunTég 1W0TNTEG TOV KOUWUATIONL oL cvvOEétovy. Opilopéveg
épevveg (Muller, Hascoet & Mongol, 2011+ Kieback, Neubrand & Riedel, 2003 as
cited in Loh et al., 2018) £youvv deifel 6Tt givar €piktd T0 PAPOC TOV KOUUATION VO
peToPAALETOL, EVAD TOVTOYPOVO TO KOUUATL VO OTNPEL TIG QUOIKEG, YNUIKES 1)/Kot
unyoavikeég wottég tov. H FGAM molhamAdv vAIKOV pmopel emiong vo mopéyet
W0 teg mov eaptdvtal amd TN BEom, TPOCAUPUOCUEVES O HUKPE TUNUATO 1) GE
oTpaTNYIKEG ToTobesieg yopw amd mpokabopiopéva pépn (Vaezi et al., 2013).

H Ew. 2.10 mapovcidlel o opodr] ko cvveyn petapaon o po sovheon 6vo
vAkov and to 0% ot pia dxpn o to 100% oty dAkn dxpn. H cuveyng petafoin
g obvBeong tov VAIKoL otov 3D ympo pmopel va emitevybel pe Tov €leyyo TOL
AOyov avauelng HeTaEL 000 M MEPIOCOTEP®V VAMKOV Kotd Tn Odpkeo g
evamdbeong kot mpwv ™ @don tov molvuepiopov (Loh et al.,, 2018). EmumAéov,
obpeova pe tovg Vaezi et al. (2013), n petoforn ¢ oOvBeong mpémer va
kaBopiletar kot vo eAéyyetor péow Aoyopikov. '’ avtd kot vAKd mov eivol
VoY HEVOE TPV TV vamoOdeon 1 T GTEPEOTOINGCT OEV TPEMEL VAL EVTAGGOVTAL GTNV

katnyopia tg FGAM moAhamA®v DAK®OV.
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- Phase 1 particles with phase 2 as matrix

~ Transition Region

~ Phase 2 particles with phase 1 as matrix

Eixova 2.10 FGAM moliamiov viikov upe ooveyn owofaluion e [Kpooouns
uetolo ovo vaikav (Loh et al., 2018)

Katéd v mpocéyyion tov Loh et al. (2018), o oyedlacudg €repoyevdv
dwPabpicpéveov cuvBécemv umopet va yopilotel oe 1€00epig Katnyopieg: petafoon
puetaEd 600 vimkov (Ew. 2.11), tpudv M mopomiveo vikev (Ew. 2.12),
evaAlaooopuevn ocbvieon HeTaED dtapopeTik®v tomobesidv (Ewk. 2.13) 1 cuvdvacudc
drafadpiong g mokvotntog kat g cvvieong (Ek. 2.14). Ot TOTOL TG OYKOUETPIKNG
dwfaduiong pmopodv vo taStvopunbovv avaioyo HE TIG OLOOTACELS OTLS OTOLES

gpeoaviCetar petaPorn g ovvbeong (Ew. 2.15).

A A
A+B
B
A+B
B+C
B C
Eiwxova 2.11  FGAM 6vo viikav Eiwxova 2.12 FGAM wpi10v vlikwv

37



Eiwxova 2.13  FGAM evoliaooouevns advBeong

Material A Material B

T
Change in material density

Eiwxova 2.14  Zvvovaoudg orofcbuions te mokvotnrog kai e ovvleons eviog uiog

ETEPOYEVODS GOVOETNS DAIKOD

One Dimensional Two Dimensional Three Dimensional
Gradient Gradient Gradient

S p -
- 4 - 4 S
> 4 G2 4 >
g 4 N 4 ™
4 % Pie = . / -

Ewova 2.15 1D, 2D kou 3D oykouetpixn owofaOuion (Muller et al., 2011)

O1 diepyaoiec evandbeong pe katevbovouevn evepyslokn 6éoun (DED) eivan
og Béon va dnovpyncovy Asttovpyikd dafabuicpéves cuvBéselg vikod (Gibson et
al., 2017). To d1Gpopa VAIKE HETOPEPOVTOL UE TH HOPPT TOVSPOG GTNV TEPLOYN OV
yivetow M &N, XPNOUOTOIOVTIOS EeY®PIOTES TPOPOJOTIKES OTAEEL Kol Ol
TocOTNTEG TOVG EAEYYOVTON EEYmploTd Yo T pvOon g cvuvBeong Tov vAkos (Liu
& DuPont 2003+ Shin et al. 2003 as cited in Vaezi et al., 2013). Ta dapaduicuéva
aAAG Ko To ToAAaTAG VAIKA oTic DED diepyacieg umopovv va alomombovv yio v

EMGKEVT, TNV TPOTMOTOINoN N TNV &vioyvor evog NoN vrdpyovtog e&aptnuatos. [a
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TOPAOELYHO, YO TNV OUOAN OLVEVOOTN 000 TEPLOY®V €VOG €COPTUOTOS TOL
amoTEAOVVTAL at0 dVO JAPOPETIKA Kpdpata, uropel va onpovpynel Eva petafatikd
Tuquo. H odvBeon tov vAkod Ttov Tunpatog avtod pmopeil vo dtagpopomoteiton
avdAoyo e TO VAKO TG TEPLOYNG Le TNV omoia Epyetal o emagn. H pia dkpn tov
TUNUATOG ONAOT] Vo, omoTEAEITOL At TO £va LAIKO Kot 1 GAAN Tov dpn omd 10 GAAO
VMKO, EVD EVOLAUESO TO VAIKO VoL O10pOopoToLEiTtal OpaAd am’ T i dkpn otV GAAN,
Kkanmwg oav 11 Ewc. 2.10 ko 2.11. Eniong, vwdpyovv kot e@aployég mov amottody v
KOTOGKELT] KAvoupylov eEapTnUdToV Pe TapoAlayEés 6T cUVOEGN TOL VAIKOD TOLG,
omwg eivor ta opBomedikd epputevpato. ‘Eva té€toto  epgutevuo  pumopel va
nepLopPavel TEPLOYES UE OOPOPETIKEG WONTEPOTNTEG KOl OTOUTNCELS. Y WAPYOLV
TEPLOYEG TOV UTOPEL VAL DTTOKEWVTAL GE TEGELG OO UNYOVIKG QopTio Kot KATOlEg GAAES
mov va Epyovtal ancgvfeiog oe emaPn e KATOW0 006Td. XTIG TPMTES MEPLOYES efvan
duvatdév va mpootebel kdmolo okAnpd KpAuo LE TN HOPON EMKOALYNG Yo TNV
avénon ¢ avOeKTIKOTNTOS, €V OTIC 0eVTEPES TEPLOYEG M GVUVOEST TOL VAIKOV

pumopet va givor T€tota Tov vo TpoceEPEL TN PEATIOTN TPOGEOLGN LLE TO 0GTO.

2.3 lIepapykd owwfadpiopévny molvriokotTnTo

H epapyikd dwoupoducpévn moAvmhokdtnta apopd tn dvvatdtnta tov AM
OlEPYACIAV VO EAEYYOVV GLYYXPOVMG TN LOPPT] TMV YOPUKTNPIOTIKOV TOAADV TAEE®mV
peyébovg oto mopayopeva koppdtie. To yopoaktnplotikd ovtd sivor dvvatdv va
OOTEAOVVTOL KOl OO OLUPOPETIKA VAIKA, OM®G €EETAGTNKE GTNV TPONYOVULEVN
evomta. Ovclaotikd Aouodv, 1 epapyikd dtfaducpévn mtolvmlokdtTnTo TPOKELTUL
v v a&lomoinon TV OLVOTOTHTOV TNG HLOPPOAOYIKNG TOALTAOKOTNTOG KOl TNG
TOALTAOKOTNTOG TOL VAIKOD OTIC KMUOKES TNG VOVO-/LIKPOSOUNG, TNG LEGOJOUNG Kot
NG LOKPOSOUNG TOL KOUUOTIOV.

Oocov apopd Tig MKPOOOUES TOL DAKOV, 10101TEPO EVOLOPEPOV TTAPOLGLALOVY
ot teyvoroyieg DED. T mapdderypa, ot LENS Siepyacio eivar duvatdv va ereyydel
N SWHOPPMOT TNG VOVO-/HKPOSOUNG TOL VAIKOD amAd Kot pHovo pe m pvouon tov
KOTOGKEVOOTIKOV TOPAUETPOV NG Olepyaciog, mov aeopovv to pEyebog kot tnv
TooTTa. YOHENG g meployng pe to tyuévo vako (Gibson et al., 2017). Qc¢ ex

TOVTOV, 1 TOTIKN HETABOAN NG 1oyvo¢ Tov laser | ¢ taydNTOC GApwoNg Hropei vo
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00MNYNoEL G€ avtioTolyeg METOPOAEG TOL peYEBOLG Ko TNG KOTAVOUNG TOL 1 AIATOG
(vavodoun), oAAG Kot TV deVTEPELOVTOV cOUaTdiOV (kpodoun). Ot Gibson et al.
(2017) mapovoidlovv éva mapaderypo kotd to omoio 1 LENS  depyoocia
YPNOWOTOIEITOL Yo TO OYNUOTIGUO oG ovvletng doung amd v emelepyacia
perypdtov TiC og Ti (Ew. 2.16). [Ipogavmg, 660 mo vynin givan 1 1oy0g tov laser
1060 PEYOADTEPO Elval Kot TO T0600TO TV cmpatdiov TiC mov tkovtal. M’ avtdv
tov  1pémo  Aowmdv, ©T0  pelypo  LVEAPYOVV  TMEPIGGOTEPD  GCOUATIOW
emavactepeomomuévov  kapPdiov (resolidified carbide — RSC) TiC, on’ 6t
ocopotidw pun tnypévou kapPidiov (unmelted carbide — UMC) TiC. Agdopévov ot Tl
RSC copatidio, AOym TG GTOLEOUETPIOG TOVG, KATAVAADVOLY TO Ti VAKO piTpac,
mpoKaAeital petafoln g obvheong g Hkpodoung Tov vAkov. H petafoln avt
odnyel oe avtiotoryeg METABOAEG TV UNXAVIK®OV WO0TATOV TNG ONUIOVPYOVUEVNC
dopNG. ZVYKEKPLUEVA, OTMG avapépeTal, Otav vdpyovv teptocdtepa RSC copatiow
(nradn Myotepo Ti) n oymuatilopevn doun €xel wobvpr cuumePpopd, eved Otav
vrapyovv mepiocotepo. UMC copotidio (dniadr meprocdtepo Ti), 1 doun Exet
OAKIUN CULUTEPLPOPE KOl GUVEMMS YOUNAOTEPN avOekTIKOTNTA OTN (PBopd AdY®
PPNG. AT’ awtd T0 TOPAOEYHA aVAOEIKVOETOL OTL PE TN UETAPBOAN TOV TIUADV TOV
napapétpov e LENS depyaciog, kabioctatar epiktdg o Eleyyxog g ovvBeong g
HIKPOSOUNG TOV VAIKOD Kol KOT' ETEKTOCT O EAEYYOG TOV UNYAVIK®OV 1010THT®V TOV

KOLLULATLOV.

Eiwxova 2.16 O Aioyoc tov un wpyuévov koppPidiov  (UMCS)  mpoc 1o
emavootepeomonuevo. kapPiota (RSCS) eviog ¢ witpag Ti eAéyyetou petafidlioviog tig
ropoustpovg s ogpyoosios LENS (Gibson et al., 2017)
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Emiong, owapopomoidvtag kot 10 VAKO Tov ypnoulomoleitor gival dvvatdév va
oLVVOLAOTEL 0 EAEYYOG TNG VOVO-/UIKPOJOUNG LE TNV TOAVTAOKOTNTO TOV VAIKOV, OTMG
TOPOVCIACTNKE GTNV TTpoNnyovevn evotnta. H dvvatdotnta petaffoAng g o0oTaong
TOV VAIKOL KOl TOV puOpod otepeomoinong amid Kot HOVO HE TNV OAAOYN TOV
TPOPOOOTOVUEVOL UEIYLOTOG TOVIPAG KOL TOV TOUPUUETPOV ENEEEPYACING TPOCPEPEL
OTOVG OYESIOOTEG KO TOVG EPELVNTEG TEPAOTIO. EVEMEIN OYETIKA LE TOV EAEYYO TNG
wikpodoung (Gibson et al., 2017).

Ocov apopd ™ dvvatdtto eneepyaciog Kot TPOTOTOINGNG TS LEGOSOUNG
eVOG KOUUOTIOD, OVTH OGLVOEETOL KLPIMG HE TN ONUIOVPYID KOWYEAMTMOV SOUMV.
Koyehotéc yapaxtmpilovtor ot dopég exeiveg mov mapovstdlovv Kevl 6To E6MOTEPIKO
TOVUG KOl G OVTEG CUUTEPIAQUPAVOVTOL TO aPP®ON VAIKE KOl To VAIKE GE Hopon

mAEypotog 1 kepnBpag. Ot dopég avtég eetalovror oty Evor. 2.5.3.

2.4  Agrtovpyikn TOAVTAOKOTI|TA

To yeyovog Ot KaTA TNV KOTOGKELOOTIKY Otepyacio g AM glval epkti N
TPOGPUCT GTO EC0MOTEPIKO TOL ONLOVPYOVUEVOD KOUUATIOD TPOGPEPEL OVO TOAD
ONUOVTIKEG SUVATOTNTES: TNV  KOTOOKELY] AELTOLPYIKMOV UNXOVIGUOV Kol TNV
EVOOUATOON O1dQop®V €£apTNUATOV GTO £0MTEPIKO TOV KOUUOTION, YOPIG TNV
amaitnon cvvoppordynong (Gibson et al., 2017).

Ocov agopd ™V 7TpdT SuvatdTNTa, OSLIPOPOL AEITOVPYIKOL UNYOVIGHOT
UTOPOLV €DKOAO VO KOTOOKELAOSTOOV pe apketég AM teyvoloyieg. H dvvaromta
avtn £xel aglomomBel Yo TV KOTOGKELY] LEYAANG TOIKIAIOG KIVILOTIKAOV GUVOEGU®Y,
OTMG KOTAKOPLPOL Kot 0ptLOVTIOL YPOUUIKOL, TEPIGTPOPIKOL, KLAVOPIKOL, Gpaipikol
Ko yevikevpévor Hooke cuvdeopot. Ot 6OVOEGHOL 0VTOL HITopohV VoL KOTAGKEVAGTOOV
®¢ GLVOPLOAOYNHEVOL, Y®PIg dNAadN va amorteitan 1 GUVAPUOAOYNON TOV JAPOP®V
HEPDV HETA TO TEAOG TNG KOTAGKEVOAGTIKNG dlepyacioc. Amapaitntn tpoimdBeon eivon
va g&aopolotel 0Tt o1 xapeg peta&d TV Kivoduevov pepov eivor erapkeic (Gibson
et al., 2017). Xto Rutgers University, n epgovnriky opddo tov Mavroeidis,
DeLaurentis, Won ka1 Alam (2001) katackeboce oe o pmyavy SLA évav
neptotpoPikd (Ewk. 2.17) ko évav mpiopatikd (Ewc. 2.18) ovvdeopo. Maiota, 1 idwo

OpAda EQAPLOGE Kot TNV TeXVOLOYia SLS yia TNV KATOGKELT] EVOG TEPIGTPOPIKOD KO
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eVOG oQaPIKOD GLVOEGHOV. ATopaitnTo Yo va emitevyBel n oyxetikn Kivnon petadd
TOV PEP®V TOL K& cuvdEsoL gival va amopakpuviel 1 acHvoen mTovdpa amd Ta

avTioTOlYO OMUEID TOV GLVOEGLLOV.

Eixova 2.17  Ilepiotpopikog oOVOEGUOG KOTOOKEDATUEVOS o€ unyovy SLA

Eixova 2.18  Ipiouatikos advoeouos kotaokevoouévog ae unyovy SLA

H dgvtepn dvvatdmta oaeopd tnv  mpocsHnkn/eveoudtoon  Sagdpwv
e€apUATOV 6T0 £6MTEPIKO TV AM KOUHOTIOV £vOcm avTd Katackevalovtat. 'Etot
AOmOV  OmOQEEVLYETOL 1) OVAYKN YL GUVOPUOAOYNOT UETE TNV KOTOOCKEVOGTIKY|
dtepyacio KoODS HEIOVETOL CNUOVTIKE O oplOUoc TV ETUEPOVS KOUUOTIOV TOV
TPEMEL VO KOTACKEVAGTOVV EEYMPIOTA KL EMELTAL VO GLVOPROA0YNO0VV petald Toug.
Ewwn avapopd and tovg Gibson et al. (2017) yiveron otig diepyacieg VP. To
TAEOVEKTNLA IOV ovoeépetat glvar 0tL ot VP pntiveg mov ypnoponotodvton xovv
™V TéoM Vo TPOGKOAADVTOL KAAN GTO EVOMUATOUEVE EEAPTAIATO KOl O EK TOVTOV
HELOVETOL 1] OVAYKT] XPNOLOTOINoNG HECHOV GuYKpATnons. Me tov 1pomo avtd givorn

duvatdv va npovpyndodv GUGKELES e dLAPOPO EVOETO KOUUATIO EEAPTNLOTOL, OTTMG
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HUIKPA HeTaAMKA KopupdTio (KoyAMeg, mepkoOyAo, empaveles TpPg), NAEKTPOVIKOL
KWWNTNPEG, 000VIMTOL TPOYOl, TAOKETEC TLIOUEVOV KUKAOUATOV Kol TOWI®OTOL
awcOnmpec. [opovoidletor pAAIGTO, ©G €PAPUOYH OLTAG NG OLVATOTNTOS, M
Kataokev] €vog povtédov piag SLA-250 pnyavng and pa mpoypatikn SLA-250
unyovry oto GeorgiaTech. Ta mepiocotepo. dnAodn €EAPTAUATO TOV UOVTELOL
EVOOUOTMOVOVTAL GTO EGOTEPIKO TOV KT TN SLAPKELD TNG KATOUGKELNG TOV.

O GVVOLAGHOG TNG SLVATOTNTAG KATOCKEVTG KIVILATIKOV GUVOECUWOV KOl TG
duvatodTTOG EVOMUATOONG £vOetov  eSaptnudtov  umopel vo  00MyNoeEl  oTn
dnuovpyio TANP®S AELTOVPYIK®Y cLoKeLOV/unyavicpumy. H epyacio tov Binnard
(1999) oto Stanford University kotoadeikvoel avty T AETOVPYIKT TOALTAOKOTNTO
7oV pmopel va emtevydet pe va Tapddetypao eVOS POUTOTIKOD TUNUATOG/ UNYAVIGHLOD

7oL amoteleital omd dHo cvvdéopovg (Ewk. 2.19).

Ewova 2.19  Poumotixo tunuo. pue evemuUaTmUEVoDS o1gOnTHpeS Kou EVEPYOTOINTH

H Xoywn onupovpyiog tov pnyovicpod eivar m €€ng: 0 TpdTog GHVOEGHOG
Kataokevdotnke Eexoplotd copmeptrapfovopéveov tav Evletov eEoptnudtov Tov
(Ew. 2.20) kot otn cvvéyew o 1010 cVUVOEGHOC, To. £vOeTa €E0PTNUATA TOV KOL TO
VIOGTNPIKTIKO TOLG DMKO ypnotporomdnkay og &va eviaio £vBeto e£aptnua yo tnv

KOTAGKELT] TOL 6g0TEPOL GLVdEsuov (Ew. 2.21).
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18]

(31
(12
51 (8] (7]
4

Eiwxova 2.20 H oceipa onpiovpyiag tov mpatov ovvosouov. Me umie ypauo. givor to

OTOGTHPIKTIKO DAIKO, UE KITPIVO TO DAIKO TOV KOUUOTIOD KOl UE KOKKIVO Ta. EvBOeta

eCoptiuoto.

S SFay,

(1 (2] (3 4]

(7]

5]

Eiwxova 2.21 O oynuotiouos tov devtepov ovvoéouov. Me umle ypoua eivor to
DTOGTHPIKTIKO DAIKO, UE KITPIVO TO DAIKO TOD OEDTEPOD OGLVOETUOV KOl UE KOKKIVO 1
OVVEVWOY TOVD TPO-KATATKEDOOUEVOD TPMOTOD GOVOEGUOD, TWV aloOntipwv Béong xai

TOV EVEPYOTOINTH
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2.5 E@appoyés tov ovvatotitov g AM

Agdopévav TV HovVadIK®V duvatottov g AM, oty evotnrta avt) egetdlovton
KATO1Eg EQPOPUOYEC/TEPUTTMOCELS KOTA TIG 0MOieg a&lOTOloVVTOL OVTEG 01 SOLVOTOTNTES

070 GYeOOGHO KoL TNV avAmTLEN TPoidvTmVY. Ot QapproYEG AVTEG Etvar ot EENG:

e Tomoloywkn PeAtiotomoinon (topology optimization): amotelel epapuoyn g
HOPPOAOYIKNG TTOAVTAOKOTNTOG

e Evomoinon «xoppotiov (parts consolidation): amotekel epoppoyn Tng
LOPPOAOYIKNG KO TNG AEITOVPYIKNG TOAVTAOKOTNTAG

o Kuyelotég dopég (cellular structures): amotehobv epappoyn g tepapyikd

dfadpicpévng moAvmAokdT TG

2.5.1 Tomoroywn BertioTomoinon

M pébodoc Peltictomoinong otoxevel yevikd otnv  emitevén KAmTOoL
OVTIKEYLEVIKOV GTOYXOL VIO TNV mtpoimdbeon Ot dev mapoafidlovior ol mepropiopol
mov €yovv tebel. Ewdwd oto medio tov oYedOGHOV TPOTOVI®MV Ol GTOYOL KOl Ol
nepopopol  ouvBwg  oyetiCovtor  pe v amddoon  Tov  oYESLOUEVOL
KOUULOTIOV/avTIKEWWEVOLD o€ Bépota Omwg elval 1 UNYAVIKY] TOL GLUTEPLPOPAE M TO
Bapog tov. A&ilet va onpetmbel 6T Ta oyeTIKd HeYEDN pmopovv vo poviehomomBodv
Kol 0G 6TOY01 0AAL Kot w¢ eplopiopol. [ mapdaderypa, o otdy0g pumopel vo ivor n
eloylotomoinon tov Oykov N NG ELVKOUYIOG TOV KOUUATIOL VIO SAPOPOLS
TEPLOPIGUOVE, OTMG Yo TOPASELYHO 0TOV OYKO, GTNV gukouyio, otn péylotn téon,
OTNV EVEPYELD TTOPAPOPP®ONG KOBDE Kot oe GAlovg mapdyovteg (Gibson et al., 2017).
INo mmv enitevén 1ov otdywv ovtov pvOuilovtol KATIAANAG Ol TWEG TV
OYEJOTIKOV TOPAUETPOV/IETAPANTOV (BeATiotomoinon Twng) M Tpomomoleiton
aVOAOYOL 1] LOPON TV ETLPUVELDY TV KOUUOTIOV (BeATioTOTOiNoT LOPPTG).

H tonoAoywn| Bertictomoinomn amotelel pa dopkn péBodo PBeAtiotonoinong
Tov pumopel vo Tpocdiopicet T PEATIOTN O1dTaEN/KOTAVOLY TOV VAIKOV d00£vTog Vg
OLYKEKPIUEVOL YDPOL. g oyéon He TS pebodovg PertioTonoinong NG Kot LopeNg,

N ovykekpévn uéBodog umopel vo cLVOLAGCEL TOV EMOVATPOGOIOPIGUO KOl TG
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YEOUETPIKNG HOPONG, OAAG kol TG TomoAoyiag €vog Koupotiov, koabopilovrag
OVLGLACTIKA TN OATOEN TOV LOPPOAOYIKADV GTOlXElMV GE €va TPOPANLLOL OYEOAGLOV.
H dwdwoaoia pe v omola mpokvmTel 10 TEMKO OmOTEAEGUO EIVOL ETOVOANTTIKY,
VILAPYOVY dNAOSN TOALG EVILAUESH PUATO HETOED TMV OTOIMV TPAYLOTOTOLOVVTOL
vroAoyiopol. Miag kot 10 oxedlaotikd mpOPAnua oxetiletor pHe TN UNYXOVIKY
CLUTEPLPOPE €VOC KOUUOTION, Ol 01000y Kol ovtol vmoAoylopol ekTEAOVVTIOL GTO
TAaiclo TG avAALONG TEMEPUACUEVOV OTOLXEIMV, KATL TOL OLEAVEL GNUOVTIKG TO
VIOAOYI6TIKO KOGTOG TG dadikaciag (Gibson et al., 2017).

To amotélecpa mov mpokHITEL Elvar éva KOUUATL pe PEATIOTN eV, TOAVTAOKT)
dg popen M omoia dvokoro koTaokKeLALETOL HE TIG GLUPBOTIKEG dlepyacies, OTMG M
katepyacio CNC. Aedopévng OpmG ¢ SuvaTdOTNTOG LOPPOAOYIKNG TOAVTAOKOTTOG
oV mPocPéPeL 1 AM, givar duvatdv T KOUUATIO OVTA VO KOTAGKELOGTOVY LE TN
xpron pwg AM depyacioc. ‘Eva mapddetypo mov ava@épetor 6to oyedtacid evog

KOUULATIOV Yo TN HETAPOpd popTiov gaivetor oty Ew. 2.22.

(a)

Y

R

Ewxova 2.22  Tlopdderyuo 3D tomoroyikng Peitiotomoinong: (o) oyediootikos ywpog,

(b) arotéleoua Peitioromoinong

210 aplotepd UEPOC NG EKOVOG QaiveTol £val TUNO TOLV GLUUETPIKOD Otaféactpon
oXEOLOGTIKOV YDPOL, KOOMG KOl TO AGKOVUEVO GTO SO0 PopTia (Tov cupPfoAriloviot
pe PéAN). H Aom g tomoloykng Pertictomoinong mpokOmTel vad TovV TEPLOPICUO
ot n 0wdtaln mpémel vo katorapnpdver poig to 15% tov dwbéciov oyedroctikon

ydpov (Gibson et al., 2017). To tomoloywkd Peltiotomomuévo Koppdtt, oto Og&l
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UEPOG TNG EIKOVAG, EXEL YEMUETPIKT LOPPT TOV UTOPEL VO KATAGKELOGTEL LOVO LEGM

™m¢ AM.

2.5.2 Evomoinon koppotiov

AdY® TOV TEPLOPIGUDV TOV KAUCIKOV KATOUCKEVUOTIKOV SEPYACIOV, KATO
Koppdtio  yopilovion o dpopo  EMPEPOLS  KoppdT/eEopTAHOTO  YloL TN
dlevkOALVON NG TTapAY®YNG H/Kol TS cuvapuordynone. H peimon tov empépoug
KOUULOTU®VY KOl 1] EVOTOINGN TOLG GE €Va EVIOIO KOUUATL GUVERAYETAL TNV ovENOT NG
LOPPOAOYIKNG/YEMUETPIKNG TOAVTAOKOTNTOS TOV EVIOIOL KOUUOTION GE HOPPT TOL
dvokolo Ba pmopovoe va Kataokevaotel pe TG cvupPotikés depyocies. X’ ovtod
axpidg to onueio veicépyetol 1 oxedlaotikn erevbepio Tov TposPépel 1 AM Adyw
TOV  HOVASIK®V JUVATOTHT®V NG Kot 100MTEPO TG HOPPOAOYIKNG Kol NG
AELTOVPYIKTG TOALTAOKOTNTOS. AELOTOUDVTOG AVTES TIC OLVOTOTNTESG £lval EPIKTOG O
OXEOOGUOC KOUUOTIOV OTOGONTOTE  YEMUETPIKNG HOPPNG TOL  KOAVTTEL TIC
AELTOVPYIKEG AMOUTNOELS Y®PIS TOVG TEPLOPIGUOVG 7oL Tifevion amd TG KAAGIKES
KOTOGKEVOOTIKES O1EPYOCies. e TOALEG TEPIMTMOGEIS AOUWTOV, KATOLN O’ T EXLUEPOVE
Koppdrtio evdg apytkov oyediov umopodv vo evomombolvv/cuyymvevtodv ce Eva
€viaio, Mo TOAVTAOKO KOUUATL TOL UTopel va Katackevaotel pe AM depyaocieg. H
EVOTOINGT KOUUATIOV TPOCOEPEL OVGLOCTIKG KOU CNUOVTIKG TAEOVEKTNUOTO, TOV

katd tovg Gibson et al. (2017) sivar ta e€nc:

e Agv omotteiton n YpNOUOTOINGTN EEOIKEVUEVAOV OLUPOPETIKAOV EPYULEI®V
TOPOYWOYNG Y10 TO, OLUPOPETIKE ETLUEPOVS EEAPTILOLTAL

e Maeihvovion 1 e€adeipovTol 01 SLVGKOMEG TOV UTOPEL VO TPOKLYOLV KATA TN
GUVOPUOAGYNOT TOV EMUEPOVG KO UUATIDV

e Aev amortovvior epyaAigion Yoo T GLUVOPUOAOYNOT, O 1010CLGKEVEG M
OUVOEGLOL GLYKPATNONG

e To evomompévo/eviaio Koppdtt pmopel vor oyedlaotel €Tol OOTE Vo EXEL
BeATiopévn AETOVPYIKY| OmOd00T| GE GYECT LLE TO OPYIKO GYEO10 LE TO TOAAL

EMUEPOVS e&opTHLOTAL
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e FEvkolotepn Odlayeipion kol mopay®yn:  yvnAdtnor, embe®pnorn Kot
Tpoundeia MydTEP®V KOUUOTIOV

o Ilepropiletor n avaykn yro €QedPIKE 1 VTOAAAKTIKA KOUUATIO

o Agv vmhpyel n avaykn ywo. olTnpeNnon N amofnKevLoN TOV EPYUAEi®V TOL

YPNOLLOTOIOVVTOL Y10 TNV TAPUYMYT) TOV ETUEPOVG KOUUATUDV

Ymhpyovv opkeTEC EVOLUPEPOVCES TMEPIMTMGELS EPAPLOYNS TNG EVOMOINomg
Koppatiwv. M on’ TG TPOTEG TOL EUEOAVIOTNKOV NTAV €Vo KOUUATL Tov
oxed1A0TNKE Yo Vo YPNOIHLOTOMOEl MG aEPUY®YOS AEPOCKAPOY Kol TAPOLGLALETOL

otV Ew. 2.23.

o

Ewova 2.23  Topdderyuo evomoinong kouuaticov: agpoywyos aepookagpovs (Gibson
et al. 2017)

210 aplotepd UEPOG TNG €KOVAG elvarl To apykd oy€do mov amoteleiton amd 16
OWPOPETIKG  EMUEPOVS  KOUUATIL  KOL  GLVOEGUOLS  GLYKPATNONG, OV
Kataokevalovtal pe Tig cVUPaTIKEG dlepyacies TG dtapdpemaong Kot g yvtevons. H
EVOTOMUEVT] GYEOLOOTIKY] TPOCEYYIoT, oTO JeEI TG €koOvaG, aviikobiotd to 16
EMUEPOVS  KOUUATIOL KOl GLVOECUOVS CLYKPATNONG ME €val eViOio  KOUUATL
TOALTAOKOTEPNG LOPPNS. TO avaoYEOIUGUEVO KOUUATL TEPIAAUPAVEL YOPAKTNPIOTIKA
v T BEATIOON TNG AEITOVPYIKNG TOV CLUTEPLPOPAS, OTMOG EVOMUATMOUEVO TTEPVYLOL
v v kabodnynon g pong tov aépa. H ovénuévn molvmiokdtnto tov vEov

oediov PIopEl VoL AVTILETOMIOTEL e TN YpNoLoToinon tov AM diepyaciov.
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2.5.3 Kuyehotéc dopég

H dvvatomta g epapyikd dtofadpiocpuévng moAvmTAoKOTNTOC TOV TPOGPEPEL
N AM KaB16Ta EQIKTY TNV KOTAGKELT] KOUUATIOV UE 1EpapyIkd dapOpmuévn doun M
epapyka dopmuéva yapoktmpiotikd. Ot Gibson et al. (2017) vrootnpilovv 6t M
KEVIPIKN 1060 oG tepapykd dtopOpmpévng doung eivar m eENG: «HLOPPOAOYIKE
YOPOKTNPIOTIKG oG KAMpokog peyéBovg umopel va OBETOVV  YOPOKTNPLOTIKA
UIKPOTEPNG KMUOKOG OUTA 0€ UE TN CEPA TOLG VO OBETOVY aKOUO UIKPOTEPTC
KMpokog yopoktnpotikd k.0.k.» (oed. 389). 'Eva moapddeypo oamotelodv Ta
KoyeAmtd vAkd (cellular materials), dnAadn ta vikd mov mapovoldlovy Kevd 610
ECMTEPIKO TOVG. ZTNV KOTNYOPiol AT GVIKOLV TO 0PP®ON VAIKE Kot To VAIKA G
popon mAéypotog N kepnBpoc. H dropopd tovg éykettal otov TpoOmO pe TOV 0moio
nwpocolopilovtal ot B€oelg Tov Koppatiov ot omoieg vrapyel VAKO. Ta appmon
VAMKE oynuotioviol ypMCILOTOLDVTOG GTOYOOTIKEG OlEPYOCIES, EVM TO VAIKA LE
TAEYHaTIK doun oyedrdlovion pe kdmola meplodwotnta. H meprodikdtnra ovth
aQopd TV emaveAnyn Tov povadiainv koywelidovt tov vikod axolovddviog éva
ovykekpipévo potifo otov 3D yopo. '’ awtd Kot cOUE®VA LLE TNV TPOGEYYIOT TOV
Tao ko Leu (2016), o oyedoopdg HOG TAEYHOTIKNG Oopng mepthaupdvel To
oyedlooud ¢ povadiaiog koyelidag (unit cell design) kot to oyediooud tov potifov
(pattern design) mov oty akoAoVOEL.

O épevveg TV teElevTaiV YpOVOV €XOVV €0TIAGEL WiTEPA GTO TESIO TV
TAEYLOTIKOV OOUADV, AOY® TOV KUPLOV TAEOVEKTNUOTOC TOL EUPOVICovV o€ oYéon pe
TIG GTOYAOTIKES (PPADOELS) OOUES, IOV givor 1) dnpovPYio EAAPPDV, SOVCKAUTTMV KO
avOeKTIK®OV dop®V. To TAEOVEKTLA GTN UNYAVIKT 0VTOYT OQEIAETAL GTO O10POPETIKO
TPOTO TTOV TPUYUATOTOLEITOL 1] TOPALOPPMOCT): GTA APPDIN VAIKE 1 TAPOUOPPOOT)
oxetileTon pe TNV KAUYN TOV TOYOUATOV TOV KOYEAO®V TOU LAIKOV, €VAD OTO
TAEYUOTIKA DMKA HE TOV €QEAKLOUO Kol TN OAMym TV SolK®OV oTOLEI®V TOV
TAEYPOTOG, ONAadn Tev pikpo-dokidwv (Gibson et al., 2017). A&iler emiong va
onpewmdel 011 to péyebog, o THTOG, 0 TPOGAVATOMGUAOG KOl Ol OPLOKES GUVONKES TV

TEPLOOIKMOV  Hovadloimv KuyeAldwv emnpedlovv cuvnBmg (aAAd Oyt mdvta) TO

V' H povodwio xvyerido (unit cell) sivar m Pooicr; Sopkry povédo mov

emovalopPavetot vrog piog doung Kot ) yopaktnpilet.
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TOPMIOEC, TIC UNYAVIKEG O1OTNTEG KOl TOVG UNYXAVICUOVS TAPALOPPMONG KOl AGTOYI0G
TOV VAKOV Tov mpokvmtovv. Emopévmg, pmopel va emeyel 1 vo oyedwootel M
KOTAAANAN SoUT KOWEAIDAG Y10 TNV EUPAVIOT] CLYKEKPLUEVOV 1O10THTWV VAIKOV.
E&aitiog TV YopaKTpioTIik®V Kot TV W00TTOV Toug (Ecmteptkol mdpot,
LLEYOAN ETLPOVELOKT] TEPLOYN, VYNATN avOeKTIKOTNTA, VYNAOG AdYOG dvokapyiog Tpog
Bapog) aArd kot g oxedaoTikng gveMéiag mov Tpoceépel 1 AM, ot mAeypaTikES
dopEG UTopohV VoL EPOPUOCGTOVV GE OPKETEG EPOPLOYEG Kot o€ dtdpopovg Topels. Ot
Gibson et al. (2017) avagépovior ce KOmOWL EVOEIKTIKA TOpadEiyloTa, TO OTOio
napovcralovior otnv Ew. 2.24. 'Eva am’ ovtd kotodeikvier v adénon g
dvokopyiog Kamowwv AM KATOGKELAOV LE TNV EVIGYLON TNG ECMTEPIKNG TOVG TAEVPAGS
amo €vo Aemtod (emOEPIKO) TOTYOUO TTOV OTOTEAEITOL OO VAKO TAEYUATIKNAG SOUNG.
SOppove. PE poL GAAN TPOCEYYLoT, TO E€0MTEPIKO €VOG KOUUOTION UTOPEL va
ocoumAnpwBel pe vVAKO TAEYHOTIKNG OOUNG, KATL TOL cLUPAivEL 6TV KATOOKELT
Koppotiov pe ™ oepyacic FDM. H avénon g duokapyiog 6TiG TEPUTTMGELS OVTEG
dev odnyel og peydn avénon tov Bapovg, Adym Tov VYNAOD AdYOL TNG SvoKaUYING
®¢ TPOog 10 PApog Tov eUPAVICOVV TA TAEYUOTIKG VAIKG GE OXEOMN LE TO OVTIGTOL(O

GUUTTOYT).

Ewova 2.24  Evicyvon kataokevdv pe viikd mieyuotiknc ooung (Gibson et al., 2017)

210G TOUElS NG OEPOSOCTNIKNG Kol TNG ovtokivnTofopnyoviag, m
ONpovpyio KATACKELOV PE HKpO Papog amotelel mavta Pacikd oyedlaoTiKd 6ToOY0, O
0m010¢ EMAUDKEL OGO TO SVVATOV UIKPOTEPT TOGAHTNTA VAIKOV, AYOTEPT KATOVAIAMON

KOoipov kat vynAdtepn anddoon tavtdypova (Tao & Leu, 2016). I'a to Adyo avtd
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éyovv viobetnbei o1 mAeypotikéc douéc. Xto Fraunhofer Institute for Laser
Technology (ILT) oto Aachen tng I'epuaviag ypnoponomdnke AM diepyosia yia.
TNV KOTOGKELT] TOADTAOK®V KOUUOTIOV Y10, EQUPUOYES TNG OEPOSLOGTNIKNG KOL TNG
avtokvnrofrounyaviac. H Ew. 2.25(a) deiyverl éva e&aptnua elkontépov and 316L
avo&eldwto ydAvPa pe ecOTEPIKEG TAEYLATIKES OOUEC, LEGM TV OTOlMV emMTEVYONKE
ueioon tov Papovg kotd 50% oe oOykpion pe 1o apykd koppdtt. H Ew. 2.25(b)
delyvel éva  Ppoyiova €A&yyov ©TO OCUGTNHO OVAPTNONG €VOG  OYMVIGTIKOV
aLToKVATOV. O oYeSOGUOC TNG ECMTEPIKNG TAEYUOTIKNG OOUNG EMITUYYXAVEL TN
peiwon 1ov PApovg TOL GLOTAUOTOC OVAPTNONG PEATIOVOVTING ONUAVIIKO TNV

AOd0GT OAOKAN POV TOL OYNLLOTOC.

(b)

Eiwxova 2.25 FEloppid eloptiuota ue mieyuatiny ooun yio. (a) elikomrepo kor (D)

aywviotiko ovtoxivyto (Www.ilt.fraunhofer.de)

AAO éva TAEOVEKTNO TOV TAEYUATIKOV OOU®V amoTeLel 0 LVYNAOS Pabudc
avioAlayng/petapopds  BepudTntog  mov  emtuyydveton  AOY® NG UEYAANG
EMPAVEIONKNG TOVG TEPLOYNG. XTIC TEPLOGOTEPEC TEPWTMOELS KOTO TIC OTMOIES
TPOYUATOTOEITOL HETAPOPE BEPUOTNTAG, OGO TEPIGCOTEPES EMPAVEINKES TEPLOYES
VILAPYOVV TOCO KOAVTEPQ HETOQEPETAL 1 Beppotnta. Me v AM etvan gpiktd va

ONUovPYNBoVV TAEYHATIKEG OOUEG GE TOAD HEYOADTEPN EMUPAVELNKT TTEPLOYY| O’ OTL
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pe dAheg KAoowég texVIKEG. EvOeikTikd, oTnv oy®vioTIK) o0TOKIvNTORopmyovio
eueoavifovior  TPOGUPUOCUEVEG TOAMOTAEG  OVTOKIVAT®OV oL EPIAaUPdvouv
e€MTEPIKN TAEYHOTIKY dopn Yo TV vrofondnon g anaywyng Bepudmrag.

Y10 Keo. 4 yivetar avapopd oto gpyaieio tov Aoyiopkod Siemens NX yuo
ONUovpyion TAEYUATIKGOV OOUMDV, OAAG Kol TIC KOTAAANAES LOPPES apyeiov Yoo TNV
amOOKELOT KOl TN UETOPOPA TNG CYETIKNG TANPOPOPIaG amd TO AOYICUIKO oyXedToNG

0TO AOYIGLUKO TEUOYIGHOD oG pnyovig AM.
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Kepdhoawo 3: Ofpoto Aoyiopikov mwpooOetikng

KOTOOKEVNG

2170 TPONYOVUEVO KEPAAONLO TOPOVGLAGTNKAV Ol LOVOOIKEG SVVOTOTNTES TTOV
npoopépel 1 AM kot mov €xovv odnynoel oty avamntuén kot v eEEMEN TV
OXETIKOV TeYVOLOYIDOV. TETo cuatuata gival ot unyavég Connex tng Stratasys kot
n avapadon mrorlomlomv vAkdv ¢ Prusa3D, mov avaeépovtor otnv Evort. 2.2.1.
Yndpyovv BEPara kot TOAAL GAAD GUGTANOTA, O EEOTMGUOC TV OTOLMV TPOGPEPETOL
Y0 TNV KOTOGKELT] KOUUOTIOV UE TEPICCOTEPES AMOLTIGELS OO TNV QAN EKTUTMOOT),
Omwg Koppdtio pe moAhamAd (/Ko Stofodpopéva) VAKE, S1POPETIKE YPMUOTA,
VOEC Kot AOUTdL.

Evd Aowmodv o eEomhopog (hardware) tov cvothpdtov AM coufadilet pe tig
eellelg, eivan amapoaitmto to d10 vo ocvuPaivel Kot pe TO aVTIGTOLXO AOYIGLUKO
(software), kobmdg 1 AM amotelel pia TeXVOAOYIOL YNOLOKNG KoL QUTOUATOTOINUEVNC
Topaymyne, etvor onAadn vrokvovpevn and H/'Y. Ovclootikd, 6co kot va e&glydet o
eComhopdg twv AM cuoTnUdT®V, 1 TOALTAOKOTNTO TMV YOPUKTINPIOTIKOV TOV
Kataokevalopevov Koppatiov kabopiletor amd 10 K0Td TOCO WITOPOVV OLTH Vo
TEPLYPAPOVV/avOTapacsTafodV e Yynelakn HLopo).

H yevikevpévn depyacia g AM mepthapfavel v meptypaer] Tov yneokon
HOVTEAOL HECM NG €S0y®YNG TOL GE KATOAANAN popon opyeiov am’ to cHoTUa
CAD «t émerto ™ peta@opd tov apyeiov avtod 6€ éva AoyIGKO tepayiopod 1 slicer
(Evor. 1.2). Tio v koTooKeL €VOG TPLOOIAGTATOV avVTIKEWWEVOL 1| AM pnyavn
ypewletar Lo popen apyeiov, n omoia vo mep€yel OAN Vv amapoitnTn TANpoeopia
YOl TO OVTIKEILEVO, OTMOC YEMUETPIN, YPDOLLOL, VO] KO VAIKE, Kt £TELTO TO apyeio avTtd
va petotpanel péom tov slicer oe odnyieg Kiviong TtV UNXOVIKOV UHEPDOV TNG
unyxovnG. Ymapyovv apKeTéG LOPQPES apyEI®V TOV HUITOPOVV VO GUYKPUTIGOVV TETOLOV
gldovg mAnpogopieg, 6mwc ta mpoétvma STL, COLLADA, FBX, X3D, OBJ «x.o.
[Mopdrko mov Bewpntcd OAo ovtd To TPOTLTOL Oapyeiwv Bo pmopovoav va
ypnoporomBovv yia 3D exktdomwon, oty mpaypaTKOTNTO Alyo HOVO  €xouv
vwoBemBel g térola. Q¢ ex TOLTOL, PUOVO OVTA T TPOTLTTOL EYOLV OELOAOYN
vroopn omv aivcida g depyaciog g AM kot omolocdnmote emBupel vo

TURTOGCEL KATL TO. Ypnoponotel. Ta cuvnOn avtd mpdtuma apyeiov eivar o TpOTLTTA
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STL, OBJ, AMF kot 3MF. H yvdon tov 010QopeTiKdv TpoTuTteOV apyeiov elval

ONUOVTIKN Y10 VO AOYOVG:

e To mpdérumo apyeiov kabopilel 1o €idoc g TAnpoopiog mov petafialeTon
o unyovy AM: dev givar 6Aa to. TPOHTLTTAL APYEIOV IKOVEL VO LETAPEPOVY
OA®V TOV EW0AOV TIG TANPOPOPIEC.

e To mpotuma apyeimv eivar otevd cuvdedepéva pe ta. vToAouTo EpyorEio TG
AM: dev eivonr OAa to mpdTLTOL apyeiwv cvpPotd pe OAa To ddpopa

AOYIGLUKA TTOV PNGILOTOI0VVTOL GT) POT) EPYOUCLOV TOV CLOTNUATOV AM

Avto mov a&ilel va dtevkpviotel givarl OTL M EMAOYN TG HOPPNG apyeiov dev
TPodKalel oe Kapio mepintmon 10 av éva povtédo eivol KatdAinio 1 Oyt v vao
kataokevaotel pe AM. To tpodtumo apyeiov ypnoonoteital yio tnv amodnkevon kot
TN HETOPOPA TOV SEGOUEVMV TTOV TEPLYPAPOLV VAL YNPLOKO LOVTELO KOl OEV amOTEAEL
Vv g€yyomon Ott 10 povtéro givan ektumdcipo. H katadAndotnta evog povtéiov yo
3D extomwon kabopiletar amd ToVg Tapdyovieg mov avapépoviat oty Evor. 1.3. X1o
TapoOV KePAAo EETALOVTOL TAL YOPOKTNPIOTIKE, 1| CLUPATOTNTA, TO TAEOVEKTILLOTOL
OAAG KOU TO MEWOVEKTNUOTO TOV TEGGAPOV OVTOV TPOTOTMOV. XE& OPIGUEVES
TEPUTTMOELS Ypnotomoteitar vrofondntikd to Siemens NX 12, onwg kot GAa,
AoyopiKd. Atepevvdartol To Katd 1déco pmopet va ypnooromdel to kobéva on’ avtd
o mpdétvma. Yoo TV aflomoinon Teov povadik®v dvvatotntov e AM  mov

TOPOVGIACTNKOY GTO TPONYOVUEVO KEPAANLO TNG TOPOVCAS EPYACIAS.

3.1 Ipotvmo apyeiov STL

To STL éyel xabepwbei og 1o de facto mpotvmo apyeiov ot Propmyavia g 3D
EKTUTIMOONG, KOOMG YPNOMOMOLEITOL O’ TOVE TEPIGGOTEPOVS EMOYYEAUATIEC TOV
KAGdov, eved 1oyvupn vmoompiEn AopPdver kot omd moAlovg hobbyists g
TeYVoLOYlOG. XtV evOTNTa. OLTH TOPOVCIALOVTOL Ol TPOJYPUPES, Ol KOVOVEG, Ol

PLOUICELS, TOL TAEOVEKTILOTO KOL TOL LELOVEKTHLOTO TOV TpoTHmov STL.
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3.1.1 Ieprypa@i] kKor Tpodtaypa@ég Tov Tpotvmov STL

To STL elvar 10 mohodtepo mpdtumo apyeiov mov ypnoipomomdnke yio 3D
ektomoon. [pmtogupaviotnke to 1987, 6tav o Chuck Hull epnope tov npdto 3D
exktonot] ot 3D Systems ki énpene va Ppebel €vag TPOTOG pETAPOPAS TNG
mnpogopiag Tov tpodtdotatwy CAD poviéhov otov extvmot). H apuodia
OLUPOVAELTIKN EMTPOMN €MVONGE &vav TPOMO TOL oTNPLOTOV GTNV EVvoldl TNG
«ymoeomoinong» («tessellation»). H cuykexpyévn évvola meptypdoet m dadikocio
™G EMKOAVYNG/EMIOTPMOONG OGS EMPAVELNS HE EVO 1 TEPIOCOTEPO YEMUETPIKA
oYNUOTA LE TETOLO TPOTO DOGTE VO LN dNUIOVPYOLVTOL KEVA 1 emkaivyels. H 10éa
TOUG NTav vo ynowonomoovy v eEotepikny emdveln tov 3D povtéhov
YPNOOTOIDVTOS Tpiyova N Tpryovikég £0pec  (triangular facets) ko vo
amofnkevcovy TIg TAnpoopieg yio ta tpiymva og éva apyeio. H Ewk. 3.1 delyvel éva
amAd povtého kVPBov mov koAvmtetor ond 12 tpiywva (dvo tplyova yio kébe pio omd
T1G €€1 €dpeg Tov KOPOV) KoL Eva OAO HOVIEAO GOOIPAG TOV KOAVTTETOL OO TOAAL

HiKpa Tpiymva.

- )
N
w / 7
@ /// I /// :‘)\ \\\_, 12
’/ & \;k-\\
////// 8l n B}
/. -
0] 5

Ewova 3.1  VPnpidomonjoeis evog kKOPOV Kai UIOG CYAIPAS UE TPIYOVIKES EOPES

To STL apyelo pmopei vo K®OKOTOGEL TO OEOOUEVO TOV TPLYOVIKOV E3PADV
ov kaAvTovy éva 3D povtélo pe dvo tpomove: ™ popen ASCI ko ™ Svadikn
popon. AveEdptnta TG HOPPNS Kwdikomoinong mov ypnoitonoteitat, o STL apyeio
amoOnNKevEL TAVTO GCULYKEKPIUEVES TANPOQOpies Yo KAOe Tpryoviky £0pa: TIC
GUVTETAYIEVES TOV KOPLO®V KOl TIG GUVICTMGESG TOL povodtaiov, kafetov oty £5pa,
SlvOoHOTOg TOV omoiov 1 Katevhuvon opileTon TPOG T0 EEMTEPIKO TOV OVTIKEUEVOL

(Ewc. 3.2). Aedopévov Aomdv 011 kGBe Tpiymvo €xel TPEIC KOPLOES Kot KABE Kopven
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EXEL TPES CLVTETOYUEVEG, OCGEG €lval KOl Ol GUVIGTOGES TOV HOVASLiov KABETOL

VOO HOTOG, TO KAOE TPiymVO TEPLYPAPETAL GLVOAIKA otd 12 apBpovg.

. out
/f\.,,
/ 4
/ \
/ e
/ / ./""'r‘f

Eiwxova 3.2  Eva STL apyeio omoOnkever Ti¢ o0VIETOYUEVES TWV KOPLPDV KOL TI;

OVVTETAYUEVES TOD LUOVOO1010D, KAOETOV aTnV €0pa, dL1avOaUATOS

To ASCII STL apyeio EeKva pe TNV TOPOKAT® VTOYPEMTIKY YPOUUY HECH

¢ omotog pmopel va dNAwBel To dvopa tov otepeov 3D povélov:

solid name

To oOvopo (name) eivar mpoorpetikd, ®otdGO v aeebel kevd mpémer va
ypnoonomBel o yapaktnpog dtouotnuatog (Space) apéowc petd t AEEn «solidy.
ocuvéyewn mopotifeTtar 0 KaTAAOYOS TV TPryOViKaV edpav. Kdbe tpryovikn €opa

TEPLYPAPETAL G EENG:

facet normal nj nj nk
outer loop
vertex vlx vly vi;
vertex v2y v2y v2;
vertex v3x v3y v3;
endloop
endfacet

Mo xéBe tpryovikn €3pa, Ni, Nj Kot Nk €lval Ol TPES GLVIGTAOGES TOL HOVAOLHiOV

kdOetov dravdopatoc N, evod pe V1, v2, v3 copforilovtar ot Tpelg kopu@ég. Ot Tiuég
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TOV UETOPANTOV avtdv glvol apBpol Kivntig vrodlotoAns. Metd v Kotaypoen

OA®V TOV TPIYOV®V, TO OPYEI0 OAOKANPOVETOL UE TNV TOPOKAT® VLITOYXPEWTIKY

YPOUUN:

endsolid name

Av 1 ynowomnoinon meptlappdvel mToAld pikpd tpiyova, toéte to ASCI STL
apyeio mov mpoxvmTEl Umopel va Exel MOAD peydAo péyeboc. X’ avtd 10 onueio
vrElGEPYETOL 1] YpNnodTTa Tov dvadikov (binary) STL apyeiov, To omoio Katd Tovg

Gibson et al. (2017) weprypaoeton pe Tov akdlovbo tpomo:

e  Mia ASCII emicepoalrido (header) tov 80 bytes mov meprypdeer/vmodnimvel To
3D povtéro

e 'Evac axépatoc (4 bytes) ywpic mpdonpo, mov vrodniodvel to mAnbog twv
TPLYOVIKOV £0p®dV ToL 3D povtélov

e Muw Alota koTOYpa®ng TOV OdOUEVOV TOV TPLYOVIKOV &dpmdv tov 3D

novtéiov, 50 bytes yia kabepio 5pa

H eyypapn tov dedopévov yio kabepio €6pa katorapfdver 50 bytes kotd tov

axolovBo Tpdmo:

e 3 Tég kvng vrodaetolng tov 4 bytes n kabepio, Yo TIG GLVIGTOGEG TOL
KkdOetov dravdcpatog (cuvorkd 12 bytes)

e 3 Tég Kvng vIodaoTodg TV 4 bytes n kabepia, yio v TepLypoen TV
TPLOV KOPLP®OV TOV TPLY®VOL (cuvoAkd 36 bytes)

e 'Evoc oképatog ywpic mpoonpo twv 2 bytes, o omoiog mpémer va givol

UNOEVIKOG KOl P CLUOTOlEITOL Y10 EAEYYO
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3.1.2 Aqmovpyia apyeiov STL ané cvotnua CAD

[TapédAo mov TO mWPOKEITOL YOO UL OPKETA TOAL HOPON apyeiov, M
TPAYLOTIKOTNTO €ivOl TG Ol TEPLGGATEPOL KATUOKEVOOTEG EomMaopod AM €yxovv
Boototel oto STL pe amotéheoua va Oewpeitor og to de facto mpdtvmo yw 3D
ektonwon. O Adyog givar 6Tt amd to 1987 mov emvonbnke o mpdtog 3D exTLROTG,
oYedOOV OAOL Ol KOTOOKEVLOOTEG Elyov  KOOEpM®GEL OTN  GLVEIONON TOVG TO
OLYKEKPIUEVO TPATLTO WG TN LOVN opBoroyikn emthoyn. Towg 6e avTd GUVERAALE Kot
N arAdtta Tov STL apyeiov. ‘Enpene Aowmwdv ot dnpovpyot twv Aoyispkav CAD va
EVOPLOVIGTOVV LE QUTIV TNV TACT TOV KOTUCKEVOCTOV EEOTAICUOD LE OTOTEAEGLLOL
oxeddv kdbe cvommuo CAD va 61a0étel dvvatdtra yxepiopod tov STL apyeimv.
Amapaitn mpodmdOeon elvar 0TL 10 oTEPEd HOVIEAO TPEmel va elval TANPOC
KAewotd. Ta oVyypova cvothuato otepeds poviedomoinong eéaceaiilovv OtL 10
HOVTELO OVOTTOPIOTO €V KAEIGTO OTEPEO HE VOMUA, EVA YO TO GLGTHUOTO
EMPOAVEIOKNG HOVTEAOTOINONG OmoTeital 1 TPOYUATOTOINGY] GYETIKOL EAEYYOL
(Gibson et al., 2017).

MoMg odokAnpmBel n povtelomoinon evog OVTIKEYWEVOL GE KATOL0 GLGTNHO
CAD, 10 3D povtélo amofnkevetal 610 gowtepikd TpdTLmo apyeiov (native format)
T0V ekdotote Aoylopikov. Ta mepiocdtepa Aoyiopikd CAD dwabétovv Tic evtohéc
«e&oyoyn» (Export) 11 «amobikevon wg» (Save as) yio tn petoTponmy tov nhative
format o apyeio STL. Eniong, vadpyet kor n eviodn «eicoyoyne» (Import) evoc fion
vrapyovtog 3D povtédov oe popen STL. H gvtodn avtn givar yprioyun 0tov KOmolog
xpNog emboupel va ypnowonomoaoet éva 3D poviédo mov avakdAivye 6to dladikTvo.
Yndpyovv mOAAEC 10TOGEADEG TOL AEITOLPYOVV G OMOBETNPIOL KOl  UNYOVES
avalnong dwpedv STL apyeiov, Omng eival yia tapadetypo to Thingiverse.

Ocov apopd tn dnpovpyio tov STL apyeiov, eivar dlaitepo onpovtikd oty
va mpaypatomombet pe 660 10 SuvoTdV Mo ATodoTIKO TPOTO. Agdouévov O6TL Tor STL
apyelo  ¥PNOUOTOOLY  YMEdomoinon He TPYOVIKES £€dpeg, M okpifeln oty
npocéyylon g emedverg tov 3D poviéhov e€aptdtor amd to péyeboc TV
TPLYOVIKOV €3pdV Tov TNV kaAvmtovv. Oco peyodvtepo eivar 1o péyebog tov
TPYOVOV 1060 LYNAOTEPN glvar M TpayvTnTo. (Coarseness) mov eu@ovilel 1o
ynoewonompévo povtéro. Mikpotepo péyebog tprydvov cupPdAlel oty mo akpipn

TPOCEYYLON TNG EMPAVELNG TOL 6TEPEOV povtédov. Eniong, sivonl mpogavég ot yio tnv
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dedoUEVI EMPAVELD, TO LIKPO HEYEDOC TPIYDV®OV GUVETAYETOL KO LEYOADTEPO TANO0C
TPLYOVOV Yo TV teptypaen . Eved Aowmdv évag kdPog, dmmg awtog g Ew. 3.1,
umopet va avorapactodel amd 12 poiig tpiymva peydiov peyédoug, ta meptocoTEPO
povtéda  ypelalovtol WKPOTEPO Kol TEPLOCOTEPO. TPIY®VO TPOKEWUEVOL VO
avamoapootadel pe akpifeia n yeoperpio tovg. XopaKTnploTiko £ivol To TopAOEY Lo

¢ opaipog otnv Ewc. 3.3.

Eiwxova 3.3  H ermidpoon tov ueyédovg twv mpiywvikav edpav oty axpifieio e

rpoaeyyions evog 3D poviédov apaipag

To avtikeipevo dedopéva Kataokevaletal e v 0o TpaydTNTA OV EUPAVICEL TO
ynoewonomuévo povtého oto STL apyelo. H modtta ¢ extdnmwong gvvoeitol
Aowov amd pukpoteEpo péyebog Tprydvav, kATl Opmg mov avédaver to péyebog tov
onpovpyovpevov STL apyeiov. Otv unyavéc AM SvcokoAegdovtal va XEPLGTOLV
peydio peyédn apyelov ki emiong kabiototar SVGKOAN 1 EOPT®ON TOLG M/KOL M
KOWOmOoiNno”m HETOED SLOPOPETIKMV YPNOTOV. LVVERMC, TPEMeEL vo Ppebel pia KaAn
ooppomio petalh TG TOOTNTAG EKTHIMONG Kot ToL UEYEHOVE TOL dNUOVPYOVLEVOL
apyelov. Ta mepiocdtepa cvotiuata CAD divouv ) dvvatdmta 6to ¥pnot vo
pvbuicel ™V TWN HOG TOPARETPOL, TOL eKEPACEL TV AmOKAIOY HETOED TNG
(emimednc) TpLy@VIKNG £dpag Kol TNG EMPAVELNG TV omoia vrrotifetal 6T Tpoceyyilet.
H tym g andrxiiong dev €xel vomua va tpodtorypagel kpdTeEPN G€ GYEON UE TNV
KOTOOKELOOTIKN avdAvon (akpifeta) g unyovig AM, kabmg oty mepintmon ot
dev emmpedletor n mototnTa TG EKTOTOONG. Emiong, vdpyet  duvotdmra emAoyNng
ASCII 1 dvadwkod STL apyeiov. H dvadikr popen éxel oG amotéAecpa HKpOTEPO
uéyebog apyeiov, evo 1 popen ASCII mpotipdror 6tav o id1og o ypriotng embopet va
eMBemPNoeL TO apyelo Yo EVIOMICUO GOAAUATOV, AOY® TNG EVKOAING TNV AVAYVOON

TOV avTiGTOLYOV apyEiov.
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3.1.3 Kavoveg Tov potimov STL

Ta wpdtomo STL ypnoiponolel KATO0VG E10TKOVE KAVOVES Yol TNV YNeLdomoinon
Kol TNV amonKevon TAnpopopi®dv. Evag kavovog mov apopd v ymeidomoinom ivat
0 kavovog g avtiotoiynong kopveav (vertex to vertex rule). O kavovag owtdg
npobmobétel mwg khbe Tplywvo mpémet va Lotpdletor dVO A’ TIC KOPLPEG TOV UE TO
yerrovikd tov tpiyova. Ztmv Ew. 3.4 mopovoialetor €vo mopdoetypo £yKvpng
(aprotepd péEPog) Ko Aavlacuévng (de€l Hépog) ynerdomoinong, coUE®V UE TOV
Kavova avtd. Metd ) dnpovpyia tov, to STL apyeio pmopel va eheyyBel pe moArote
TPOTOVG, £T61 MOTE Vo domotwbel av £xel mopaPloctel 0 CLYKEKPIUEVOS KAVOVOG

(Gibson et al. 2017).

g \v /

Eiwxova 3.4 Kavovag avtiaroiynons kopopwv yio. STL apyeia

Emiong, vadpyer o xavovog mpocsavoroiopot (orientation rule), o omoiog
vrootpilel 6TL 0 TPOGAVATOMGUOG TG TPLYWOVIKTG £0p0S (TTota £ival 1) E6MTEPIKT KoL
N e€mtepikn| TG TAELPA GE GYXEOT LE TO OTEPED HOVTEAD) pmopel va kKabopiotel pe
dvo tpomovc. [lpdrtov,  katevBovvon Tov kdbeTov dlVOGHATOG TTPEMEL VO Elval TPOG
TOV €EMTEPIKO YDPO TOL GTEPEOV KOl OEVTEPOV 1 GEIPA KATAYPOPNG TWV KOPLPADV TOV
TPLYOVOL TPEMEL VO, 0KOAOVOEL TNV avTI-®POLOYLOKT POPE KOITOVTOS TNV £3pa amd

Tov eEmTEPIKO YDPO TOL 6TEPE0D (Ek. 3.5).

Eixova 3.5  Kavovag npooavarodiouot yio. STL apyeia
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O mheovaopoc avtdg Ponda omv emainbevon o6t 1o STL apyeio dev mepi€yet
eopaipéva dedopéva. To Aoyiopkd pmopel va eAEyEEL TOV TPOGOVOTOAMGHO TOL
K@OeTov SovOcHOTOG Kot av avTOg OV Tapldlel pe TN GEPE KOTaypapns Twv
Kopue®v, T0te T0 STL apyeio etvar espaiuévo.

‘Evag dAroc kavovag vrtootnpilel 0Tl o1 GLVTETAYUEVEG OA®V TOV KOPLODOV
TOV TPLYOVOV TPENEL Vo elvar BeTikéc, pe ouvéneto 1o 3D povtédo va keitat viog Tov
0eTIKOD KOl O TPOG TIG TPELS GLVIETOYUEVES (X, Y, Z) 0ydoov Tov 3D ydpov, 6T
eaivetar otnv Ew. 3.6. O xovovog avtog sival yvootoc og «all positive octant rulex
Kot gEumnpetel oTNV AmOPLYN YPNGUYOTOINCNG UPVNTIKOV GULVIETAYUEVODV. AV TO
avTIKEIPEVO Pprokdtay omovdnmote evidg tov 3D ydpov, TOTE Y10 TIC CUVTETAYUEVEG
TOV KOPLO®V TOV TPLYOVIKOV £0padv Oa Enpene va. ypnoyomombei éva emmiéov bit
YL TNV 0moBNKeVOT TOL TPOST oL (+/-), KAtL oL Ba av&ave teplocdTEPO TO PéYehog

0V apyetov.

VI

Ewxova 3.6  To oyooo | (koxkivo) eivar o whipwg Oetikd dydoo tov 3D ywpov

‘Evag tehevtaiog kavovag oxetiCetar pe v tavounon Tov Tpryovev Katd
avéovoa dievbuvon Z kot givarl yvootdg wg kovovog taivounong tpryedvev (triangle
sorting rule). H ta&wopunomn avt dev ivol vToypemTiky], ®oTt660, Katd tovg Gibson
et al. (2017), umopei kaveig vo mpoemefepyootel 1o STL apyeio €01 dote va
OlEVKOADVETOL M VO EKTEAEITOL E MO OMOTEAECUATIKO TPOTO O OAYOp1OUOC

Tepayopov twv slicers.
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3.1.4 ITieovektiporta T0oV TPOTOTOL STL

Onwc avaeépOnke mponyovpévme, to tpdtuvmo STL givor paxpdy to mo dtodedopuévo
oe oyéon ue ta vwoéAouto TPOTLTO. apyEi®V otV oAvcida ™G AM Adym g
AmAOTNTAG TOL KoL TNG EE0IKEIMONG TOV XPNOTAOV He avTo. OAOKANPM 1 PO EPYOCIDV
™mg AM etvar copPat pe 10 cvykekpipévo TpoTuTo, Kabmg to STL vrootnpileton
am’ TNV TAEWVOTNTO TOL €£OMAGHOV KOl TOL AOYISHIKOV Tg AM. M’ avtdv tov
TpoOmo KabioTator QKT 1 aAANAETIOpao UETAED TOAAGDV cvotnuateov AM, axoua
KL av outd elvonr amopoakpvopéva peta&d tovg. Emmiéov, 1o mepiocotepa 3D
EKTUTTAOCIUO, LOVTEAD TTOV Pmopovv va. Bpebodv oto dwadiktvo givor oe popen STL.
Eniong, oto odwdiktvo vmdpyet mAN00C TEKUNPLDOCEWDY, EPMTINCEMV-OTAVINGEDY,
TANPOPOPLOV OVTIETOTIONG TpoPAnudtov kot tutorials oyetikdv pe to mpodTLTO
STL. Evéektikd givar Kot to yeyovog Ot £xovv avoartuybel Tepattép® vTOGTNPIKTIKA
AOYIoUIKA TPtV Kataokevaotdv Tov Pacilovtal oto tpodTumo STL, dnwg Aoyiopukd

aneikoviong, eneEepyaciag, eAéyyov Kot emddpbmong STL apyeiwv.

3.1.5 Mewvekmjpato tTov Tpotvmov STL

[Tapdro mov to mpdtvmo STL AauPdvel 1oyvpn vrootPIEn, dev TAVEL Vo, Eivat
po opKeT oA poper] apyeiov. £’ avtd doev Pondd ko 1o yeyovdg OTL dev ExEL
vrootel Kopio tpomomoinon amd tote mov avakaAveonke. Kabmg Aowrodv ot avdykeg
tov 1987 odev elvan 1dec pe T onuepwvég, vmlpyovv apketd CnTMUHOTO 7OV
ocvvendyston 1 ypnopomoinon tov STL apyeiov.

Koatapyds, vy dedopévo 3D povtélo pe ocvykekpipévo aplud tpryovikov
€opmv, 1o STL (dvaodwkd 1 ASCII) givan apyeio peyoddtepov peyéBovg GuyKpvOUEVO
pe avtiototya 3D mpdtuma apyeiov (dvadikd 1 ASCII) mov propodv va meptypdyouvv
™ veoUeTpiot TOL povTEAOL. Avtd ogeileton oty amodnkevon TV povadloimv
KéOeTv OlavucUATOV  TOV  TPIYOV®V, To  omoia  Beswmpovvior  mAeovalovca
mnpoeopia. Av mn mAnpopopia yoo To dvocpota dgv givar dwbéoyun, totE
kataywpiletor o ddvuopa (0,0,0), T0 omoio, OVGLOGTIKA, KOTOAMUPAVEL GGKOTO
emmAéov yopo, avéavovtoc to péyebog tov dnpiovpyovpevov STL apyeiov. Emiong,

Tapd TO OYETIKA peydAo Tov puéyeboc, to STL mopaAeimel TANPOPOPIEC CYETIKA LE T
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GUVOECILOTNTA TOV TPLYOVIKAOV £0p®OV TOV KOADTTOVV TNV EMLPAVELD TOV LOVIEAOL.
To Aoylopkd mov o0éyetar 10 STL apyeio mpémel, €MOUEVMOS, VO TPOYLOTOTO|CEL
VTOAOYIGHOVG 1] OKOUO KOl VTOOECELS GYETIKA LE TN GLVOESIUOTNTO TOV TPLYDVAYV,
o dwdkacio wov pmopel va glval opyr] Kol VO GUVOJEVETOL OO GOUALOTO.
EmnAéov, dev vmapyel xopio €yyvnon 6Tt 10 KOUUATL Tov meptypdgeton oto STL
apyeio Ba extunmbel cwotd. v 3D ektdmOON TPENEL TO aVTIKEINEVO Vol glval Eva
KAeloTO oteped, ®o10c0 oe moAAd STL apyeio eppavifovior to mopokdT®

npoPinuata (Gibson et al., 2017):

o Emgaveioxd keva: Anpovpyobvtor amd €5peg ot omoieg tépvovtal UeTaEd
TO0UG Olamepvovtag 1 pa v dAAn otov 3D ydpo N and 1™ ocvvévmon
EMPOVEIOKDOV TUNUATOV TOV ONOI®V Ol TPLYOVOTONUEVEG AKpeg Ogv
Taplalovv PeTa&d Toug

o Expoliouéves éopeg (degenerated facets): Adym tng anokomng TV TelevTaimy
JEKASIKAOV YNeimv ToV apliumv KIVITAG VTOSGTOMG KOTA TNV €KTEAEOT
TOV aplOpTIKOV TPAEEmV, ONUOVPYOVVTOL TPLYOVIKES E0PEG LE TIS KOPLPES
T0VG va. tavtifovtot (tpiyova pe undevikd epPaddv) N va ketvtan o pia vbeia

YPOULT

Agdopévov 01t oo STL apyeia mpaypotonoodv eddyioto 1 KaBOAoL EAeyyo NG
YEOUETPIOG, Ol XPNOTES MPEMEL VAL KATOPVYOVV GE KATOL0 AOYIGHKO, £TGL OGTE VO
eléyEovv kat va emdlopbdcovy ta mapomdve tpofAniuata. AAAo éva 0épa oyetiletan
He TNV EAAEWYT] TANPOPOPLOV Y10 TIG LOVASES HETPNIONG ) TN dwafdbuion (scale) tov
peyéBoug tov avtkepévov. Térog, elvar yeyovog 6Tt 1 TAnpogopio. Tov TEPLEYEL TO
npoturo STL agopd poévo 1 yewperpio Tov HOVIEAOVL TOL OVATOPLOTO KOl OEV
pmopet va amobnkedoel emmpoOcheTeg TANPOPOPIES Y10 TO AVTIKEILEVO, OTMG YPDLULAL,
VAMKO Kot VY. AESOUEVOV TOV LOVOSIK®V duvATOTHTOV TG AM mov mapovsialoviat
oto Keo. 2 pe 11¢ omoieg Kabiotatal QKT 1 KOTAGKELT] KOUUOTIOV UE TOAAATAL
N/xon Sofobcpuéva LAKE, KOPOIVOUEVO ECOTEPIKO TOPMIEG Kol KLYWEAMTEG SOUEG,
10 yeYovOg autd kabiotd 10 TpodTLVITo STL avemapkég yio Ty avonapicToct TV

VTIGTOY(®V HOVTEA®V KOl TNV 0EL0TTOINoM TOV OVTIoTOIY®V unyovav AM.
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3.2 Ipotvmo apyeiov OBJ

To mpotvmo OBJ avomtoybnke amd t Wavefront Technologies kot
TPOTOPYIKN TOL YpHom NTov 610 edio g oyediaong 3D ypapik®dv. Ztadtakd, OUMG,
Eexivnoe va ypnoponoteitot Kot amd Ty Kowvotnta g AM, Kabdg Tpocpépel 6Tovg
YPNOTES dLVATOTNTEG OV Ogv vIootnpilovian amd To pdtvmo STL. To apyeio OB,
OV QEPEL TNV eméKTOoT «.0D)», dnuovpyeitor, Omwe ko to STL, og éva cvotnua
CAD mpoxeévov va meprypdyet éva 3D povtého. H dwpopd tov 600 apyeiov
evromiletal oto €100¢ TV TANPOPOPIOV TOV UTOPOLV Vo cuumepAdfouv. Onmg
TOPOVGLICTNKE OTNV  mponyovuevn evomta, t0 STL mpdtumo  amobnkedet
TANpoeopia. GYETIKN POVo pe T yeopetpia tov aviikeyévov. To mpotvmo OBJ
amofnkevel, €KTOG omd TN YeUETpio, KOl OAAEC YPNOUWES TANPOPOPIES VM TO
OVTIKEILEVO, OTMG YPOUO KOl VOY|, HE TPOTO MOV TEPLYPAPETOL TOPUKAT®.
Ynootmpiletan eite oe ASCII gite oe dvadikr| poper| kwdwkomoinone. H emdoyn g
LOPONG KOIKOTOINGNG GLUVOJEVETAL LE TIG GULVETELEG OV OVOPEPHNKAV KOt Yo TO
npotumo STL kot oyetilovrot pe v ovayvosudtnTo Kot To péyedoc tou apyeiov.

Oocov agopd ™ yewpetpia Tov 3D poviédov, to tpoéTvmo OBJ eivan apketd
eVEMKTO, KAODG EMTPEMEL TPES OLOPOPETIKES HEBOSOVE Yo TNV KMOKOTOINGN TNG

EMPAVELNG:

Pnpioomoinon ue moivywvikés éopeg (tessellation with polygonal faces): H pébodoc
avt ypnotpomnotel v owkela, Adyw tov STL, évvown g ynoewonoinong. Xto OBJ
BéPara, n empdvela uropet va koAvedel (ymeoomomOet), ektodg and tplywva, Kot pe
GAAD YEOUETPIKE OYNUATO, OTMOC TETPATAELPA 1| OKOUT IO TOAVTAOKO TTOADY®VOL. XE
Kk&0e mepintwon, N TANpopopio Tov amodnkedeTO GYETIKA LE TOL TOADY®VA, £ival ot
GUVTETAYIEVES TOV KOPLOAOV TOVG KOl Ol GUVIGTMOGES TOL KABeTOL dravicpatog. Ot
ouvtetaypéves dev €xovv povadeg, wotdco ta apyeic OBJ pmopodv vo mepiéyovv
TANPoPopiec Yo TV KAipoka/Stoabuon (scale) tov peyéBovg Tov avtikepéVo, 6€
L0 YPOULUY TTOV ypnotpomoteiton og oxoAto. Elvar kol mdAr amapaitnto va Ppedetl o
KOAT 100ppomio.  HETOED TNG TOWOTNTOG EKTOMMOONG Kol TOL  UEYEBOVLG TOV

dNpovpyovUEVOL apyeiov yia Tovg Adyoug mov avapépovtal otny Evort. 3.1.3.
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Kourblec eledOepns uopene (free-form curves): H Baoikn 18€a givor 6tL 0 ypnotng
TPocolopilel Eva GHVOAO KAUTLADY EAEVOEPNC LOPPNG TTOV SLOTPEYOLV TNV ETLPAVELN
TOV HOVTEAOL KOl OTH GUVEXELX 1| EMPAVELN TPOGdlopileTat amd aVTO TO GHVOAO TV
KOUTOAGV. Ot KopTOAEG AeVBEPNC LOPONG TEPLYPAPOVY TIG KAUTVAEG YPUUUES TNG
EMLPAVELNG TOV HOVTEAOL YPNCULOTOLDVTIOG MEPIKEG LOVO LOOMNUATIKEG TOPOUETPOVG.
e oy€om e TIC TOAVYOVIKEG EOPEC, O1 KOUTVAEC EAEVOEPN S LOPPNG Elval OPKETA TTLO
oLVOeTEG, MOTOGO YPNOLUOTOOVY TOAD Arydtepa dedopéva Yoo TNV TEPLYPOUON
OEOOUEVIC EMPOVELOKNG YEOUETPIOG. AVTO £YEl MG OMOTEAECUO UIKPOTEPO HEYEON

apyeimv, KATL TOL amoTeEAEl TAEOVEKTNUO GE GYEON e TN HEBOOO TG YNPLOoToiNnomG.

Empaveies eledOepns noponc (free-form surfaces): Me ) pébodo avtr n eEmtepikn
EMPAVELD TOV LOVTEAOV KOADTTETOL OO EMPOVELOKO TURpOTo/ puaAdpato, (patches)
erehBepng popong ovii yuoo moAvyovikég €9peg. Avtd elvar ypficlwo vy v
TEPLYPOUPY] EMPAVELDV TOAVTAOKOTEPNS YEWUETPIOG, OTW®S Y10 TAPASELYLLO, TO GO
€VOG OLTOKIVITOL, TO PTEPA EVOC AlEPOTAGVOL M TO KVTOG £vOG TAoiov. O 1o cuvning
TOMOG EMPAVEI®V €AeV0EPNG HOPPTG, TOV VTooTnpileTol kol omd to Tpotvmo OBJ,
givar oo NURBS (Non Uniform Rational B-splines). e oyéon pe 11 moALYOVIKEG
£0pec, o1 emdveleg eAeVBePNC LOPENG TAEOVEKTOVV KaTd TOV 1510 TPOTO OTMG KOl 0L
Kapmodeg eEAe0BepG LOpONGS. AVTOg givar Kot 0 AOYOg Tov epappdlovtol oe KAAGOLG
oTovG omoiovg N akpifeta €xel KaboploTiky onuacio, OTMG €ivar 1 AEPOSUGTNIIKY

KOl 1 avToKvynToftounyovia.

[Tpotov emdeybei n pnéBodog kmdikomoinong g yewuetpiag oto apyeio OBJ, sivar
onuovtikd va eheyyfel av o mpooplduevog slicer mv vrootnpilet. Opiopuévor slicers
vrootpiouv apyeio OBJ pe molvyovikég €3peg, oAAd epeavifovv pnvopo
o@aipatog otav mpokettal ywo. apyeio OBJ pe kopmdieg N emodveleg ehevbepng
HOPPTG.

Extog an’ ™ yewpetpio, pe ) ypnon tov mpotdmov OBJ sivan dvvatdv va
amofnkevtoHv emmpocheteg TANPoPoOpies Yo T0 HOVTELD TG omoieg To mpdTvmo STL
dev vootnpilel. O TAnpoopieg avTég apopov To Ypdua Kot tnv ven. To TpdTLTO
OBJ emitpémel otovC YPNOTEC TNV OMOONKELOT AVTOV TOV TANPOPOPIOY GE EVal
oLVodEVTIKO apyeio, mov ovoudletor MTL (Material Texture Library) kot gépet tnv
enéktoon «mtly. To apyeio OBJ pmopei Aowmdv, 6€ GLUVOVAGUO LE TO AVTIGTOLYO

apyelo MTL, va avamapactioet Eva TANPpoOS EYxpouo poviého pe ver. To apyeio
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MTL mepiéyer keipevo ASCII oto omoio mpocdiopilovior KATOIES TOPAUETPOL TOL
oyetiloviat pe TIG 1010TNTEG OVTAVAKANCTG TOL PMTOC O LU0l EMPAVELN, COUPOVO LE
T0 povTélo avtavakAiaong tov Phong. To eumepikd avtd poviélo ypnoipuomotel
TOPAUETPOVG OTTMG TO Ypdpo TepPdirovtoc (ambient color), to KotomTpkd ypdpo
(specular color), to duyvto ypoua (diffuse color) xar o Pabudc Sropdvelog
(transparency). Mg 1o apyeio MTL, umopel kGmo1og va ddoeL TIUES OTIC TAPAUETPOVG
aUTEG Kot [’ avTdV ToV TPOTO Vo, KaBopIoeL TIG OYETIKEG O10TNTESG TNG EMLPAVELNS TOL
avtikelpévov. 'Evag mo amddg tpomog yio Tov kaBopiopd Tov YpOUATOS KOl TG VONG
oe éva. MTL apyeio eivon m amewovion yaptn veng (texture mapping). Me 1
dwdkacion T, OLGLUCTIKG, OmEWOVICETOL TO TEPLEYOUEVO OGS O1G0140TATNG
YNEUIKNAG  €KOVAG (XApTNG VLONG) TAV® OTNV  EMPAVEID, €VOC  TPLOIACTUTOV
aviikelévon. Ilo ovykekpiuéva, to onueio TOL TOAVYOVIKOL TAEYUATOS TNG
EMPAVELNC TOL HoVTELOV avTioTolyilovtal pe ta onpeia g 2D swovag (Ew. 3.7). Ta
onpeia g 2D ewovag eEPOLV YOPAKTNPIOTIKE OGS YPpdLLa Kot VET). Ot KOPLPES TV
TOAYOVOV  avTIGTOWILOVIOL TPMTEG KOl GTY] GUVEXELL Ol GUVIETAYUEVEG TV

VTOAOIT®OV ONUEI®V TPOKVTTOVV HE TOPEUPOAT) UETOED TMV CUVIETAYUEVOV TMOV

Eixova 3.7  Armeikovion tov TpOmOL UE TOV OTOIO YPHOIUOTOIEITOL ¥ GTWEIKOVIOH

KOPLO®V.

XOPTH DPHS YIO. TRV KWOIKOTOINGH TANPOPOPIOV YPOUATOS KOL DPHS UIOG TAEVPAS EVOS

Kofov

Eivor amapaitnto va dtevkpivictel 0Tt pe v Topondve dadtkacio 11 ven Tov
amodideTOl 6 £€vol OVTIKEIUEVO €lval OLGLOOTIKA TEPICGOTEPO LT EIKOVOG TOPE
(QLGIKN VON HE KOPLEES, PabovAdpata kol Kupatmoels. Eniong, to ypouo kot 1 ven
opifovtol KOTd TIC GUVTETAYUEVEG TV ONUEIMV TOL TOALY®VIKOD TAEYHOTOS TNG

emeavelog Tov 3D povtéhov Kot Oyt KOTd TNV OYKOUETPIKN €vvola. Agv elval EQIKTO,
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oniadn, vo avomapacTadodV SPOPETIKE YPOUOTE Kol VAIKE GE O1(pOPETIKOVS
OYKOLG TOV OVTIKEWEVOL, OAAG LOVO GE TEPLOYES TNG EMUPAVELAS TOV. ¢ €K TOVTOV, O
ouvovaouog Tv apyeimv OBJ kot MTL umopet pev va ypnotponombei oe cuothpata
oV VTOGTNPILOVY EYXPOUES EKTUIMGELS, O€ UITOPEl OU®S Vo ypnotpomombel yio tnv
TEPLYPOPT] KOUUATIOV UE OYKOUETPIKA OVOLOLOYEVY] OOKPITA LAIKE, OYKOUETPIKA
Swpadcpéveg cuVOEGELG VAIKOV Kol KOUOIVOUEVO ECMOTEPIKO TOPMDOECS.

Extog amd v eveMéio mov TPOcEEPEL GTOVG YPNOTEG Y. OAOVG TOVG
napanave Adyovg, 1o OBJ amotedel tovtOXpova €va TPOTLTO OPYEIOL TOV
YOPaKTNPIlETON OMd KATOOVE OVOCTUATIKOVG Topdyovtes. Eivar mo ovvleto oe
oxéon pe 1o STL kon n enefepyasio 1 n emdopbwon evog apyeiov OBJ eivan pia
apkeTd dVoKOAN Sradikacio. XTo yeYovoc avtd GUUPAAAEL KOl TO OTL OEV LIAPYOLV
apketa online epyaieia eneepyasiag kot emdtopdmong apyeiov OBJ, og avtifeon pe
10 mo Jdwdedopévo mpotvmo STL. Emiong, to yeyovog ot éva apyeio OBJ
ovvodgvetat and to avtiotoryo apyeio MTL pmopel va mpokaiéoet pumépdepo Ko
OVOOTATMON OE ETALPEIEG OTIC OMOIEG EUMAEKOVTAL EKATOVTAOEG GTopa HETAED TMV
QacewV oyedloopol kot Katackeuns. Télog, to mpoéTumo OBJ dev vrootpileton 660
70 STL and 10 cvotqpata Loywopkov (CAD, slicers) kot mpémet vo mpaypatonoindei

OYETIKOC EAEYYXOG TPV T1 YPNCLLOTOINGT] TOV.

3.3 Ipotvmo apyeiov AMF

To 2011, n ASTM Emtponty F42 mov agopd tig te)voroyieg mpocheTikng
Kataokevng £dmoe ot dnpoctotnto to ASTM 2915-12 Additive Manufacturing File
(AMF) Standard Specification Format 1.1 — TIpotvmo IIpodiaypoaenc Apyeiov
ITpooBetiknc Kataokeunc. Lkomodg tov mpotvmov AMF ftav va aviipetonicet moAld
arn’ ta Bépata tov wpotdmov STL kon, mBavadg va 1o avikoataotost. [V avtd to
AOyo eEdAdov, €xet ovopootel kor «STL 2.0». Koabdg ot teyvoroyieg AM
eEeMoooVTOL GUVEXDC TPOKEEVOD VA 0ELOTOMO0VV Ol HOVASTKEG SLVATOTNTES TG
AM mov mapovsialoviar oto Kep. 2, ot mpodwaypaeés tov mpothmov AMF eivar
TPOCUPUOGUEVES £TGL MOTE VO, CLUTEPIAAPOVY TOAAEG Evvoleg Tov 10 TTpodTuTo STL
dev umopel va dwyeprotel. H 10€a g doung evog apyesiov AMF givon 6t éva

avtikeipevo (1 TOAAOTAG OvTIKEILEVO GE GLYKEKPIUEVT OwdTaln) umopel va
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avamopootafel ¢ €vo COVOAO U EMKAAVTTOUEVOV OYK®V, Ol OTO{0l LE TN GEPE
TOVC TEPLYPAPOVIOL OO EVa TPIY®OVIKO TAEYHO TOV OVOQEPETOL GE £VO. GUVOLO
KOpLEAOV. Z10 amAid mapadetypa ¢ Ew. 3.8, wg avtikeipevo Bewpeitar oAOKANpN M
mopapida kot oamotereitor amd 000 PN EMKOAVTTOUEVOLS OYKOLG: aUTOV TOV
oynuotiCetan omd o Tpiyova pe kopveés (0, 1, 4), (0, 2, 4), (1, 2, 4), (0, 1, 2) kot
avtoOV oV oynuatileTon amd T Tpiyova pe kopuveis (1, 2, 4), (1, 3, 4), (2, 3, 4), (1, 2,
3).

Eiwxova 3.8  Iopdoeryuo oviikeluévoo pue 000 un emKQADTTOUEVODS OYKOVS

OewpodvToc g Bacn TV Topardve TPocsyyion, o tpdtvno AMF mepthappdvet ta
TOPOKATO — YOPOKINPIOTIKE — TEPLYPAPNS TOV  OVTIKEWEVOV/KOUUOTIOV — TTOL

Kataokevdlovton pe AM:

Tpiywvikés koumvieg empaoveieg. To mpotvmo AMF meprypdost v emtepkn
EMPAVEID, TOV OVIIKEIWEVOV YPNCILOTOIDVTAG, Omw¢ koar 1o STL, 1tpryovikd
mAéypata. Qo1d60, KTOG amd eMIMESES TPIYOVIKES EMPAVELES/E0pEG glval duvaToOV va.
YPNOLLOTOMOOVV Kol KOUTOAEG TprymVIKES empdveles/edpec (Ewc. 3.9). H ypron tov
KOUTOA®DV TPLYOVIKOV EMPAVELOV Bonbd ot peiwon Tov aptBpod Tov Tpydvemv Tov
OTTOLTOVVTOL YL TNV TEPLYPAPT TNG EEMTEPIKNG EMPAVELNG TOV OVTIKELLEVOL. AVTO
etvar ypnopo ewdkd og koumOdes eEmtepikég empdveies. o v meptypoen tov
TEPLOYDOV OVTMOV HE EMIMEES TPLYOVIKEG E0PEC, OMAITOVVIOL TOAAL TEPLGGATEPO
Tplyova pe ovvénelon v avénon tov peyéBovg tov ompuovpyovuevov apyeiov. H
TPOCEYYION TOV TPLYOVIKOV KOUTOA®V EMLPAVELOV QLEAVEL CULOVTIKA T1) GUVOAMKN
axpifelo, mov ekPPAlETOL MG M ATOKAIOT TNG EMPAVELNS TOV TPLYOVOV Omd TNV

TpayHOTIKY empavela tov povtédov CAD (Gibson et al., 2017).
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Eixova 3.9  To mporomo AMF ypnoiuomoiel tpiywvikég koumvieg empaveleg

Xpaoua: O ypopotiopdg pe kokkvo, tpaowvo kot prke (RGB) oe cuvdvaoud pe pa
T dapdvetog epappdletal otic emBuunTég TEPLOYES TOL KOUUATION. ZVUYKEKPLUEVO,

gival duvatov:

e Noa mpodiaypagei Eva eviaio ypdua Y100 OAGKANPO TO AVTIKEIUEVO

e No 7PodypoPOVLY OUPOPETIKA YPOUOTO Yo EEXOPIGTOVS OYKOLG TOL
OVTIKELLEVOL

e No oVoYeTIGTOOV YPOUATO HE HEUOVOUEVO, VAIKE KOl TO VAIKO OUTA v
avTiotoynBovv Le GLYKEKPIUEVOVS OYKOVG

e No mpodypa@ovV SUPOPETIKA YPOUATA/VAKE GE SOUPOPETIKA TPiymVO, Kot
KOPLQEG, EMTPEMOVTAG TNV TEPLYPAPN ovTIKEWEVOVY e  dwfaduiopéva

YPDOUATO/VAIKE,

Y. H avtiotoiynon yépt veng (texture mapping) emttpénel v amelkovion tov
dedopévav 2D yaptdv veng (IkOvmV) OTIC EMPAVEIEG €VOG OVTIKEIUEVOV, OTMC
avaeépbnke kKol omv mepinmtwon tov mpotvmov OBJ. Eto mpdtomo AMF avtod
emuyybvetar pe tov tekeotn veNg. Kot mddr BEPara, avtd cuvicTd meEPIGGOTEPO Lo
dtepyacia amddoong VONG €KOVOC Tapd o depyacio amddoons QLGIKNG VPTG
(Gibson et al.,, 2017). Tlapdiinia, to mpotvmo AMF vmootnpiler xor v

AVaTOPAGTACT TOV 0£00UEVODV 3D YapTdV VENG 68 GYKOVS TOV AVTIKELLEVOU.

Yiiko: Etvon dvvatdv va kabBopiotodv evtog tov apyeiov AMF dtapopetikd vika
KOTOGKELNG Y10 GUYKEKPIUEVO TUNHOTA 1] OYKOVS TOL KOUpaTov. Me avtdv tov Tpdmo
a&lomoteiton 1 dvvatdTTA TOV GLOTNUATOV AM Vo KATOOKELALOVY KOUUATIO LE

TOAAOTTAL LAKA, OTwg Tapovotdletor otnv Evort. 2.2.1. 1o mapaderypa g Ewc. 3.8,
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0 TPMTOC OYKOG KATAOKEVALETAL UE EVOL GKANPO GKOVPO VAIKO Kol 0 OEVTEPOG LE €V
porokd xitpvo viko. To AMF apyeio tov poviéhov avtod, mov eivor dabéotipo
omv 1otoocerida Wikipedia, pmopei evdewtikd va @optwbel otov PrusaSlicer
(Aoyopkd tepayopod g etopeiog Prusa3D), agov emiheyel €vag om’ Tovg
SBEGIHOVE EKTVTTOTEG OV TEPAaUPAvoLy TV avoaPadon TOAAATAGY VAIKOV
(MMU). Agdopévov 0tL kKaBe pnyaviy AM gpunvedsl Tic TANPOPOPIiec Tov apyeiov
AMF avaioya pe 1o Aettovpykd cvomud tng (Gibson et al., 2017), ta dideopo
VAMKd (Ko To avtiotoryo ypopato) HE To omoia omewkoviletor To  HOVTELO
npoemAéyovtar amd tov slicer kot kabopilovror o’ ta dStabEoto VAIKA TG Hnyovig
AM. Tlapoéro Aowmdv mov o slicer avayvopiler to 600 TUNUATO TOV HOVTIEAOU,

napatnpeitol 6Tt anodidel to 1010 mpoemheyuévoldefault vikd (moptoxai Generic

ABS) kot ota 6vo tpunuata (Ewc. 3.10).

Filament :

N B Generic ABS |
Il 8 Generic PETG | €
I 8 GenericPLA v|@
Il 8 Prusament PLA |
I 8 Prusament PETG |

Printer:
| F B Original Prusa i3 MK3 MMUZ | @&

o 0D o 0D
LR R

m Supports: | None ~

Infill: Brim: [] Purging volumes...
MName Extruder Editing
v @ [ default ]
[ Hard side [ default
[ Soft side [ default &)

Ewxova 3.10 O PrusaSlicer avayvawpiler 1o Eeywpiotd tunquota tov HOVIEAOD,
WOT000 Om0dioEl TO 1010 DAIKO Kol 0TO. 00O TUNUOTO, (TO TPATIVO  YPOU

APNOYUOTOIEITOL UOVO KOL HOVO YIO. TNV ETLCHUOVON TOV ETIAEYUEVOD TUUATOS)

061000, 0 YPNOTNG EXEL TN SVVATOTNTO VO ETOVOTPOGOIOPIGEL O 1010 TO VAIKO Yol
Kkabe tunuo tov povtédov (Ew. 3.11), opkel avtd va eivor dwbéoipo amnd 1o
Agrtovpykd cvotnua g unyoving AM. O oyvpiopog tov Gibson et al. (2017), xatd
TOV 0m0{0 0 KOBOPIGHOG TOV VAIKOV KaTAGKELNG evTOg Tov apyeiov AMF Bonbd otnv
OmTOPLYN TNG KOTMOGTIKNG Oldkaciog emavoKabopiGHoy Tov VAKOD €VIOC TOL
AEITOLPYIKOV CLOTAMOTOG TNG HUNxovig AM, €xel o¢ amapaitntn mpoimdeomn
oLUPBATOTNTO PETOED TOV VAIK®V OV UTOPOVY VO OPIGTOVV GTO TPATLTO KOl QVTMV

mov avayvopilet o slicer.
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Filament :
I B Generic ABS ~ |E

-B Generic PETG |
0 B GenericPLA v |
-Q Prusament PLA v | @
[0 B8 Prusament PETG | @
Printer:
| F B Original Prusa i3 MK3 MMUZ - |
Eam Supports: | None >

Inf\II: Brim:[] Purging volumes...
MName Extruder Editing
v @ [ default [

[} Hard side 3 @

[} Softside -?_ @

Eiwxova 3.11 Enovanpoooiopiouog tov vlikov tov kabe tunuotog otov PrusaSlicer

Hopalloyés viikod: Mg katdhiniovg AMF teheotég elvar ikt 1 avomapdcToon
™G EC0MTEPIKNG OOUNG TOL KOTACKELOLOUEVOD KOUpOTION. Avtd givol ypfclHo o€
EPOPLOYEG TTOV OTOUTOVVTOL KOUUATIO e KOWEAMTEG 1| TopmIELS dopég. Mmopel va
EPOPULOOTEL KOTAAANAOG TEAEGTNG, TPOKEWEVOL £€vog OYKOoG 1 €vol TUNUO TOV
KOTOOKEVALOUEVOL OVTIKEYUEVOD VO KOTOOKELOOTEL OO TAEYLOTIKO, OQPOOES 1
nopmdeg VAo (Gibson et al., 2017). To VAIKO KOTAGKEVNG EVOG KOUUATION UTOPEL
emiong va ekepaoctel g oHvOeoT VAIKOV TTov oTadOKA avapertyviovionr He GAAQ
vAkd. H €keppaon g Katavoung Tmv LVAIKOV ®G HoOMUOTIKY) GLVAPTNOY TOL
e€opTATOL O’ TIG GUVTETAYUEVEG 00MYEL GTNV KOTAGKELT] KOUUOTIOV UE, YPOLUUIKA 1)
un, JSwpabucpéves ocvvBéoelg vakov. EmmAéov, ypnowomoidviag kotdAANAO
TeleoT| €lvol dVVATOV VO EQOPUOCTEL PO QLGIKN EMPOVEIOKT] VO Kol Oyl 1 LOT

g1IKOVaG oL avaeépbnke mponyovpévog (Gibson et al., 2017).

Ext0¢ amd 1o mapomdve YopoKIplioTIKA TEPYPAPNS T®OV KOUUATIOV, TO
npotvmo AMF mepthapfavet ko ™ dvvatotnta kabopiopov g ddtacng (0éong kot
TPOGOVATOAMGOV) TOAAUTADV OVTIKEIWEVOV €VIOC €VOG eviaiov apyeiov. Zto
napaderypa g Ewc. 3.12 poptdvetar otov PrusaSlicer éva apyeio AMF mov mepiéyet
TEVTE JPOPETIKA ovTikeipeva pe kobopiopévn owdtaln peta&d tovg. To éva
avTikeipevo (To HOVTEAO TOL HIKPOU Kopaflov), HOAMoTo, omoTteAeital amd TOAAL
EMUEPOVS TUNLOTA/KOUUATL, G€ KoBEVa amd To omoia avtioToryileton kot éva amd To

vAKd/ypopata e unyovng AM. Emopévog, avadsikvietol kot mdAl . duvotdta
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oL TpotHmov AMF va ypnoomomOel Yo TV KOTAGKELT] OVTIKEIUEVOV LE TOAALOTANL

VMKA/YpOUOTOL.

Filament :

N & Generic ABS -
Il 3 Generic PETG v
I B Generic PLA -
Il 5 Prusament PLA -

B Generic ABS -
Printer:
| 1 B Original Prusa i3 MK3 MMU2 v @
Supports: | Nene v
\nﬁ\l: Brim: [] Purging velumes...
Name Extruder Editing
~ 13DBenchy - Mu..enchy.comstl @ [l default ]

= (U5 Layers an...pe options

[ 13DBenchy_—_..chy.com.stl [
[+ 13DBenchy_-..nchy.com.stl 3
(1 13DBenchy_-...nchy.com.stl B :
[ 13DBenchy_-_...chy.com.stl -2
[ 13DBenchy_—_..chy.com.stl B :
[} 13DBenchy_-..nchy.com.stl [
T | T { [f 13DBenchy -_...chy.com.stl |
| [f 13DBenchy -_...chy.com.stl |

:OR‘lGlNAL_ PRUSA i3 MKS \ [+ 13DBenchy_-..nchy.comastl T H

| by Josef Prusa [ 13DBenchy_-_...chy.com.stl | B

[2XeReReRoReReRsRo ]

Ewxova 3.12  Apyeio AMF mov mepiioufaver moilomid aviikeiyevo,

AMM por onuavtikn 10t0tTo Tov Tpotvmov AMF amoteAet 1 cupPatdTNTA TOL pE
OAEG TIG unyovéG AM ov pmopohv va d€XTOVV TOVAAYIOTOV T YEMUETPIKA dedopéva
TOV Koppatoy mov mpdkettar vo kataokevaotel. H minpogopia mov mepiéyetar oto
apyeio AMF kot dev vmootnpiletor amd to AEITOVPYIKE YOUPUKTNPIOTIKA TNG UNYOVIG
AM omAd ayvoeitor. Emumdéov, vmapyet n dvvotdmta aAloyng tov peyédovg tmv
OVTIKEIULEVOV VIO KALOKO KoL 0 SUPOPETIKEG LOVADES LETPNONG, KATL TOV JEV ivar
epktd pe 1o mportvmo STL. Téhog, vmoompiletanr Kot 1 evoopdtoon nTpocHeTmv
TANPOPOPLOV OGS GVOUO, TEPLYPUPY] KEWWLEVOV, TVEVUATIKE OUKOUMUOTO KOl EWOTKES
odnyiec.

To peyaddtepo mpdPAnua tov mpotvmov AMF eivaw m  meplopiopévn
vwoBETNOY Tov, KOBMG OTAV TPOTOEUPAVIGTNKE, 1 TAEIOYNOIN TOV AEITOLPYIKAOV
cvotudtov AM ypnowomolovcay €va Hovo VAKO Kol €miong OV mapnydyovV
TAMPOG Eyxpoua koppdtie. [ avtd kol ot mep1ecdTEPOl dNOVPYOL GLOTNUATWV
CAD nrtav diotoktikoi oty evemudtmon tov tpotimov AMF ota Aoyiopkd toug.
[Ipwv T ypnoyomoincm Tov TPOTLTOV, £ival AOTOV amapaitnTo Vo eAeyyBel av ovTd
etvar ovpPatd pe ta cuoTiHaTo AoyloHkoy g depyaciog AM. Eriong, Oempeiton
6t 10 AMF petatpdmnke moAd vopic oe mpdértvmo ISO (2013), kabmhg kdmola
YOPOKTNPIOTIKA TOV OgV €lyav TANPWS TPOCOOPIOTEL, EVO KAmTOl GAAC €AV

evted®s. TEN0G, ONUOVTIKOG OVOGTAATIKOG TopayovTag gival To yeyovog 6tt to AMF
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gywve emionuo mpoOTLVIO Ywpic TpoOTa va {nbel m ovuPovAr TV Poacikodv

ovvteheoT®V TG Prounyavicg AM.

3.4 TIpotvmo apyeiov 3MF

[Taporo mov 10 pdtvmo AMF givar copPatd pe TIc cVYYPOVES AMAITNOELS TNG
TeXvoloYiag, dev vioBetnOnKe TANP®G Omd TIg LeyAheg etanpeieg oto Ydpo TG AM,
KaOdg dev ovppeteiyov ot idteg oy avartuén tov. Avtifeta, 10 TpATLIO aPYEIOL
3MF (3D Manufacturing Format) avamtoydnke kot 60nke otn dnpoctdtnTo, amd o
kowonpa&ia (3MF Consortium), n omoia 13pvOnke 1o 2015 and ™ Microsoft kot
amoteleiton amd OAOVS TOLG KOPLOVG GLVTEAEGTEG oty ayopd ™ AM. Metady
AV, copuetéyovv etaipeiec ommg ot Autodesk, 3D Systems, Siemens, Ultimaker,
HP «ot Shapeways. To mpotumo 3MF éxet apketég opoldtnteg pe to tpdtvmo AMF
K0l GTOYEVEL VO, GLUTEPIAAPEL G éva eviaio apyeio OAES TIC amapaitnTeg TANPOPOPIES
OV OTOLTOVVTOL Y10 TNV KOTAGKELT avTIKEEVOV o€ por unyovy AM. Ocov apopd

ta 010 Ta avtikeipeva, to tpotvno 3IMF mepriapBdverl Ta mopokdTm yopaKTNPIGTIKA

TEPLYPOPTG TOVG:

Tewuetpio: To mpdtvmo 3MF ypnoomolel emiong tpryovikd mwALypoto yuoo TV
wepLypaen NG €EOTEPIKNG EMPAVEING TOV OVIIKEWEVOV. ATO TN OKOMA TG
e€MTEPIKNG TAEVPAS €VOC AVTIKEWEVOD, 1] GEPA KATOYPOPNG TOV KOPLODV TOV
TPLYOVIKOV £0pdV TPEMEL VO 0KOAOVOEL TV OVTI-@POAOYLOKT QOPd, £TGL MGTE TO
KkéBeTo drdvuopa oty €dpa va deiyvel emiong mpog ta €. Avtifeta pe o mpdTLTO
AMF, oto mpotvmo 3MF dev vmdpyet m duvatOTNTA YPNCIUOTOINGNEC KOUTOA®Y
TPLYOVIKOV EMOAVEIOV Kot ovpeove. pe toug Qin, Qi, Scott kot Jiang (2019) avtd

odnyel o PLEYAADTEPO CPAALOTO TPOCEYYIONG TNG YEMUETPIOG TOV AVTIKEYUEVOV.

Yiiko: To mpdromo 3IMF pmopel va amodnkevoel mAnpogopies yia aviikeipeva mov
AmOTEAOLVTAL OO TEPLOYEG/TUNHOTO HE JpopeTkd VAkd. 'Etot, pmopodv va
a&lomomBovv ot teyvoroyieg Kot ot punyovéc AM pe Tig omoieg givar duvatdv va
KOTOOKELOOTOOV KOUUATIL HE TOAAATAG VAIKE Tovtdypova (vidg ¢ 100G

KOTOOKELOOTIKNG Epyaciag). Kabe tpryovikd mA&yua mov meptypdeet £vor TUnpa/OyKo
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TOV OVTIKEWLEVOL UTOPEL VoL ovOQEPETOL OE £Vl dAPOPETIKO VAIKO. EmumAéov, eivan
SVVATOV VO TPOSLOYPAPOVY OPOPETIKA VAIKG KOl Ylo. UEUOVOUEVEG £OPEG TOV
TPLY®OVIKOD TAEYHOTOG. Al0POPETIKG VAIKA Hmopodv vo ovarapactafodv akdun kot
eVTOG UG TPIYOVIKNG £0pac, pe kaBE Kopuen va €Yl S1APOPETIKO VAIKSO® TO VAIKO NG
€0pag mpokOmTEL g 1M OwPabuicpuévny obvleon TV VAMKOV TOV KOPLOOV TNG.
[Mapamnpeiton 611 660 avédvetor To eminedo ™ Aemtopuépelag (amd 1o EMIMESO TOV
OYKOV 0TO0 EMMESO TOV KOPLPAOV) TOGO TO OUOAG TEPLYPAPETAL 1 LETAPOOT OO TO
éva. VAMKO oto dAlo. Emopéveg, 1660 MO MOTA Umopovv va avamopactafodv
Koppdtio pe SwPobcuéveg ovvbéoelg vakomv. Qotdco, eivol amopaitnto vo
dlevkpvioTel OTL To AEITOVPYIKO GuoTNUA TNG UNxavis AM eivor avtd mov kabopilet
70 OOl SLPECIUA TPAYUATIKA/QUGIKG VAIKE avTIGTOL(0VV GE 010 EIKOVIKA/ YNOLoKE
vAkd mov avorapictoavial oto apyeio 3IMF. H avtictolynon avt dev eivar mhvta
1:1. Ze o pnyavy AM mov Aettovpyel pe éva HOVO LAIKO dgv €ivol €IKT 1
KOTOOKELY] KOUUOTIOV UE TOAAATAG VAIKE, okOUN KU OV 1 GYETIKN TANPOoQopia

neplEyeTan 6to avtiotoryo apyeio 3SMF.

Xpopo: H mopamdve aviiotoiynon tov yneukov vAkov oto apyeio IMF pe ta
QLOIKA LAMKA TG unyovng AM pmopet va emtevyBel anodidovtag oe Eva yneloko
vAMKO Gvopa (mov yapaktnpiler Tov THmO TOL VAKOV) T/Ko ypopa. M’ avtdv tov
TPOTO €IVl EPIKTN 1] TPOSAYPAPT] OLUPOPETIKAV YPOUATMOV GE £VOL AVTIKEILEVO KOTA
To 10100 eminedo AeMTOUEPELNG TTOV EPAPUOLOVTOL KOl Yol TO. SLPOPETIKA VAIKE (6TO
eMinedo Tov GyKov, TV £dpdV 1N TV KOPLE®V). Ta ynelakd VAKE Tov GVYKPATOHV
TAnpoopia udvo v to ypduo. tovg (color materials) de petapépovv ot unyovi
AM mhinpopopieg yoo TV €MAOYT] TOL TUTOL TOV PVGIKOV VAKOV koTackevns. H
eMAOYN ovTn emaeietor oy O ™ unyovn AM kot kaBopileton am’
JBeCIUOTNTO. TOV OEOOUEVOL YPMUOATOG LAKOD, 0V Kol UTOPEL GTr GLVEXEW VO
el amd 10 ypnot va emhééel. Méom tov loyiopkov Siemens NX 12 eivan
EPIKTO VO, TPOSLOYPUPOVV SLOPOPETIKA YPOUATO Y10, SLaPopeTIKovS dykovg (bodies)
n/xo emeavelec/edpeg (faces) tov avtikeypévov. v Ew. 3.13 amodidetar yordlio
PO GE TPELG OYKOVS TOV £EUPTNILATOG, 0L 0Toiol eMAEyovToL pe el KMK Kt €mettal

ue ™ xpnon g evroAng Assign Feature Color mpoodiopiletor to embountd ypopuo.
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Lol {3 Assign Feature Face Color i Multipartprt G

Features to Color

4 Select Feature (3)

Feature Face Color

@® Specify Color O Ne Color

Face Color

Shmksun@
o

T
- A Extrude (9) "Brm R ...
AR Sketch (10) “SKETCH....
FA Extrude (11) “Top Cro...
- A [ Extrude {12) "Btm Rgt...
A Extrude (13) "Top to B...
- ] Extrude (14) "Btm Lt ...
[ [ Extrude (15) “Btm L...

LA

B RESe  Y B

<

Dependencies
Details

< < <L

Preview

Select features to assign color to.

Eixova 3.13  Emiloyn ypauotog o OyKovg T00 OVTIKEIUEVOD

>11c Ew. 3.14 ko 3.15 @aivetor to mmg 0modideton Tpacivo YpmUN GE GUYKEKPILEVT
emeaveto (6pa) tov e€opTHUOTOC, 1| omoio emMAEyeTal amd To ¥pHotn pe 6e&l KAIK
otov 0yko mov avikel kot T emAoyéc Select from List kou Edit Display. X

ovvéyetn yivetar e€oyoyn (Export) okoxinpov tov avtikepévoo og apyeio SMF.

- Multipart.prt B X

QuickPick

4 (S| = e

i1 [ Extrude(7): Top Design Spar A~
2 [ Extrude(15): Btm Lft to Top

4 () Face of Btm Lft to Top Conr

5 G Face of Btm Lft to Top Conr

6 () Face of Top Design Space

7 @ Solid Body of Top Design Sp
< >

Eixova 3.14  Emiloyn )¢ empavelas Tov eCopTHUOTOS OTHY OTOL0 OTOOLOETAL PO
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Lol 3 Color X - Multipartprt B %

Favorites A

Fo

- LI AT i
O () )

{518 5 ) ) D o
B I

Palette v

Selected Color

& =m

0| 36 3 |Neme| Green |

| e |
P WA Extrude (11) "Top Cro.. &

0 - [ Extrude (12) "Btm Rgt...

- - [ Extrude {13) "Top to B...

o\ A Extrude (14) "Btm Lft .. &

i [ Extrude (15) "Btm L..

&£

<

Dependencies

Details

< < <\ v

Preview

Select Color

Eixova 3.15  Kabopiouog ypouatog otny emAEYUEV ETIPAVELQ TOD ECOPTHUOTOS

To dnuovpyovpevo oapyeio 3MF @optdvetar oto Aoyiopukd 3D Builder g
Microsoft, 6mov kot paiveratl 6Tt | TANPOoPOpia Yio TO YPpdLa £xEL AmobNKeLTEL GMOTA

(Ew. 3.16).

3D Builder -Multipart_color

= Eloaywyr) Avtikeipevo  Emefepyocia  Zwypagpikny  lMpoPoin  BonBex Exromwon 30 (5]

Eiwxova 3.16 Doptwon tov apyeiov 3MF oto Aoyioruxo 3D Builder: n minpogopio

Y10, TO Ypaduo. Exel amobnkevtel owotd katd v eCaywyn amd to Siemens NX 12

76



Yon: To mpoétvmo 3MF vmootmpiler v amewkdévion Eyypopmv 2D yaptodv veng
(ewovev) oty eEmtepikn empdvelr tov 3D poviédwv. H ven aviictovyiletan
YEQUETPIKA, OQPOV TPMTO TPOCGOOPIOTEL 0 YAPTNG VONG TOL TPOKELTOL VO
ypnowonombel. M’ avtdv TOV TPOTO TO HOVTELO UTOpPel Vo PEPEL TEPIGGOTEPQ
dedopéval XpOUATOC avE TPIYOVIKN £€0pa o€ oyéomn pe TN péEBodo ¢ amddoomng piog
HOVO TIUNG XPOUOTOS aVE KOPLOT) TOV TPLYMVOL, OTMC OVOPEPETOL TAPATAVE. XTO
Siemens NX eivar dvuvotov va. amodobel ven oe éva poviého péom tov Advanced
Studio. Qo1660, HOVO O TO TPOGEOTES EKOOGELS TOV AOYICUIKOD EMITPETOVY TNV

amoBKeLOT TG GYETIKNG TTANPOoOopiag oto e€ayouevo apyeio SMF.

Koyelwtég douég: To mpotumo 3MF mpocpépet pia amodotikn pébodo amobnkevong
KOl HETOPOPEG TANPOPOPLOV Y10, YEOUETPIEC KOYEAMTNG HOPENG. AvTO givan mOAD
YPNOLO OTAV TPOKELTOL VO KOTOGKEVOGTOVV KOUUATIO UE TAEYUOTIKEG 1) TOPDOELS
dopég mpokelévou va emrevyfetl avénon g avtoyng 1/kat peimon tov Pépovg Tovg.
Ye mepimtoon mov ypnowpomombei 1o mpdtvmo STL, ywo v meprypaen TV
KOUTOA®V TTEPLOYDV TOV TOADTAOKOVL TAEYHOTOG omonteiton €SoUpPeETIKA HEYAAOG
apludc Tpryovikev edpmv. Avtd odnyel oe eficov peydha peyedn apyeiov, n
dwxeipion TV omoimv eivar dVokoAN. Avtibeta, | Tpocéyyion Tov mpotdmov 3MF de
OTOYEVEL OTN PN TEPLYPAPT] OA®V OLTOV TOV KOUTOA®V TEPLOYDV, OAAL
YPNOUOTOIEITOL [0 HOONUOTIKY  TEPLYPOAPT] TOL TAEYUOTOS HECH  KOATOLWOV
TOPOUETPOV, £TGL MOTE OVTO Vo Tpocdopiletal émerta pe duvapkd tpomo. H
TPOGEYYION QT €QPAPUOLETOL Yol TNV AVOTOPAGTACT KUYEAMTOV OOU®V TOGO GE
eninedo pecoxkhipaxog, 660 Kot 6€ eninedo pukpokAipokac. To cvomnua Siemens NX
12 dwbéter 1o epyareio Lattice yio ) dnpovpyio mieypotikdv doudv. Yrdapyovv
dvo pébodol mov pumopovv va ypnotporombovv: n Unit Graph ka1 n Conformal
Graph. Kot otig 600 peboddovg emdéyetar o tomog g povadwaiog kuyeridog (Cell
Type) ko Tpocdtopilovior dAPopeg TOPAUETPOL, OT®G TO UNKOS TOV OKUOV TNG
(Edge Length) ¢ kot m owduetpog towv pikpodokidmv (Rod Diameter). O
OLUVOLOCUOG TOV TIUOV TOV TOPAUETP®V avTOV Kabopilel v muKVOTNTA TOL
TAEYLOTOG, 0ALG Kot TO péYefog TV KEVAOV OV dnpovpyovvtal Evtog Tov. Méowm g
uebodov Unit Graph geoppoletor ecmtepIKn TAEYUOTIKY OOUT] GTOV EMAEYUEVO
KVAVOpIKO oyko tov e€aptuatog (Ew. 3.17). To amotélecpa eaivetar oty Eik.
3.18. Mnopet va BewpnBel kot 0Tt pe Tov TpOTO avTd glvar eiktd va dnpovpyndet

évao TP TAEYHOTIKO KOUUATL, TO OTOi0 amoKTd TO GYNIe TOV GYKOV GTOV OTOio
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dnovpynnke. Avtd eaivetar yapaxktmplotikd oty Ew. 3.19, 6nov agapovvral ot

YETOVIKOT OYKOL TOV £E0PTNILATOG KO AOUEVEL O TAEYLATIKOG KOAVOPOG,.

0|

Y &5

[e]

R 2 e

O K Multipart.prt @

Type AN
|5 nit Grapn -
Boundary Body A
+f Select Body (1)
Unit Cell A

[ Uniform Cube

Edge Length 5 mm v
Seed Placement A
- - - z "
' Specify Orientation ]<x
Graph A

[1 Randomize Graph Nodes

Body Creation A

Rod Diameter 1 mm -

Tessellation Factor 0.5000

Boundary Trim A Z

[4] Remove Disconnected Lattice Portions . m
— v

:

Select face of the y body to rods connected to it.

B E 2 Y By @

Eixova 3.17  Emidoyn 0ykov yio. epopuoyn EcOTEPIKNG TAEYUOTIKNG OOUNS

O X Multipartprt B

& Select Body (1)

Unit Cell A

Cell Type TriDiametral -

k1 Unifarm Cube

Edge Length 5 mm -

Seed Placement A
z

& Specify Orientation I.::"

Graph A

Randomize Graph Modes

Body Creation A
Rod Diameter 1 mm -
Tessellation Factor 0.5000
Boundary Trim A

b#] Remove Disconnected Lattice Portions

1] Remove Dangling Rods at Selected Faces

o Select Face (3) W

T

Undo Result l]
=

Eixova 3.18 Armotéleoua epopuoyng eomtepikng TAEYUOTIKNG OOUNGS
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Part Navigator il - Multipart.prt B X
Name = Upto Date
+ L Model Views

+ o B Cameras

+-[5 User Expressions

- Model History

EH{ Datum Coordinate Sy...
EH{ Datum Coordinate Sy...
AR Sketch (2) "SKETCH_O...

- [A Extrude (3) “Btm Rgt ...

AR Sketch (4) “SKETCH_0...

- [ (@ Extrude (5) "Btm Lft ...
AR Sketch (6) "SKETCH_D...
@ Extrude (7) "Top Desi...

WA B4 Sketch (8) "SKETCH_O...

- [A Extrude (3) “Brm Rgt ...

- AgR4 Sketch (10) "SKETCH_...
@ Extrude (11) “Top Cro...
[A i Extrude (12) “Btm Rgt..

- [A Extrude (13) “Top ta B...

- [A Extrude {14) "Bt Lft ...

- [ (@ Extrude (15) "Btm Lft ...
Eﬁ Feature Group (18) ...

L444444448444484844

<

Dependencies
Details

< < <|lw

Preview

Select objects and use MB3, or double-click an object
Eiwxova 3.19 Anuiovpyia mieyuotikod xviivopov. Ta yeitovikd oteped apaipodvior

LETA. TV EQOPUOYN THS TAEPUATIKNG OOUNGS KOI OTOUEVEL TO TAEYUATIKO UOVTELO.

H pébodoc Conformal Graph sivat ypriowun 6toav 1 Hoper| Thg TEPLOYXNG OTNV OT0i0
TPOKELTAL VO EPOPLOCTEL TAEYLATIKT dOUT| OEV €IVOL YPOUUIKY. TNV TEPITTMOOT QT
elvatl onUAVTIKO 1 LOPET| TNG TAEYUATIKNG SOUNG Vo elvar cupfoty pe ™ Hopen g
TEPLOYNG, TPOKELLEVOL VO UMV VTTAPYOVY EMATMGELS GTNV OVTOYN TOL £EOPTILLOTOG,

Mua tétowa epappoyn eaiveton otnv Ewk. 3.20.

Lol €} Lattice O X - lattice partprt @
Type A&
@ Conformal Graph -
Base Face A
« Select Face (1) m
Reverse Direction X

Unit Cell A
Cell Type BiTriangle v
7] Uniform Cube
Edge Length 20 mm -
Graph A
Layers 2[5
Offset 0 mm -
Parameterization 7 Automatic -

Randomize Graph Nodes

Body Creation A

Rod Diameter 2 mm v

Tessellation Factor 0.5000

Boundary Trim A zﬁl‘
X

.
B oy [ o |

Ewxova 3.20  Anuiovpyio mheyuotikns oouns o€ mepioyn un ypouiKnG Loppng

79



A&iler vo onueiwbel 6T  TAeypaTIKn) doun Tov dnuUovpyEitol PEGH TOV gpyorEiov
Lattice sivon éva moAvymvikd povtéro. I'a ) ocvuvévmon TG TAEYUATIKNG OOUNG UE
TNV VITOAOUTY YEMUETPIO, TOV OVTIKEWEVOL ypnotponoleital  eviodn Unite ki €tot
TPoOKVTTEL €vo. eviado convergent povtého. Xtov  mAEYUOTIKO  KOAWVOPO TOL
e€optAuoTog gival duvatdv vo, amodobei kat ypopo pécwm e eviolng Paint Facet
Body. O ypriiotc umopei vo epaprocel SLaPOPETIKO YPOUL GE SIAPOPETIKEG EOPEC N

TEPLOYEG TOV TOAVYOVIKOD povtéhov (Ew. 3.21).

Lol €} Paint Facet Body O X - Multipartprt B %
Facet Body Region A
fa_
F7 Select Facet Region (0) @
O Color A
a|-6 Paint Color _
Inherit Color from Facet ::3
i -
o\ RS | Apply Cancel
[%af ] v
] H v
@ [ Extrude (9) "Brm Rgt ... «
s o %
‘\9 EEUJI Extrude (12) j:Btm Rgt.. «
w2 [ Extrude (13) “Top to B... «
o [ Extrude (14) "Btm Lft ... «
=N A Extrude (15) "Btm Lft ... «
&? + Eﬁ Feature Group (18) ... «
< > Z
Dependencies b \ X
Details b4 S
Preview v

Eixova 3.21 Amddoon ypouotog oe mePLOYES TOL TAEPUOTIKOD UOVIEAOD UECD THG

evrolng Paint Facet Body ozo Siemens NX 12

Metd v e€aymyn tov mheypatikod KuAivopov oe apyeio 3MF, aAdd kot oe apyeio
STL, pumopet va yivel eppovig 1 amodotikdtnto Tov tpotvmov 3IMF dGov apopd v
TEPLYPOPT] TAEYUATIKOV SOU®V, kabdg to dnpovpyoduevo apyeio 3MF éxel mavm
amd TPELg Qopéc kpdTepo péyebog oe oyéon pe to avtiotoryo apyeio STL (Ew.
3.22). Qotéco, g@optodvovtag 10 3MF apyeio oto Aoywouikd 3D Builder, n
TANpoopia Yo To xpodpa o eaivetal va £xel amodnkevtel. Eitvat epuctd dpwg, pécm
TOV EPYOLEIMV TOV GLYKEKPIUEVOL AOYIGUIKOV VO atodobel YpOLO GE SLOUPOPETIKEG
MEPLOYES TOV HOVTEAOL avAAoya pe 1o Babud kaAvyng mov opiletat. O pikpoOTEPOG
duvatdg Pabuog KdAvyme avtioTotyel oTic €0peg TOL TOAVYMVIKOD HOVIEAOL, EVD O

LEYOADTEPOG AVTIGTOLXEL GE OAOKANPO TO TOAVYMVIKO LOVTEAO.
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"D 15u6trteg Cylinder | TR 18wnteg Cylinder X
levikd  Aopéheia  Aentopspeiec  Mponyolueves exBOOEL levikd  Aopdheia  Aentoppeieg  [Mponyolueved exbooel
r! Cylinder | l‘! Cylinder
Tunog apxeiou: Avtikelpevo 30 (stl) Tonog apxelou: Avniweipevo 30 3mf)
Avolyel pe: 3D Builder Bhhayri... Avoiyel pe: 3D Builder Ahayr...
Béom: C:\Users\MANNHZ \Desktop Béan: C:iUzers \MANNHZ " Desktop
Méyefog: 2,93 MB (3.073.484 byte) Méyebog: 705 KB (722.315 byte)
Mevyebog oo Slowo: 2,93 MB (3.076.056 byte) Meyebog oto diowo: 708 KB (724552 byte)

Eiwxova 3.22  Ta onuovpyovueva apyeioo IMF (0eéia) kou STL (opiotepa) yro v

TEPLYPOPN TOD TAEPUATIKOD KOAIVIPIKOD UOVTELOD

Epappodlovtag Babuo xédioyng vy kabe ypopo ico pe 70% ko emiéyovrog Tig
avTioTOlEG TTEPLOYES, TO amoTéAeoua givar awtd mov @aivetar oty Ewk. 3.23. To
EYYPOUO TAEYHOTIKO HOVTELDO amobnkeveTon ek véou mg apyeio 3MF. To apyeio avtod
umopei vo petopepbel dueca ot dadiktvokn TAateopua tng i.materialise, n omoia
givar ovvdedepévn pe to Aoytopkd 3D Builder kot va mpoypotorombel n mopoyyehio
Tov povtédov. H epapuoyn aut koTadelkvOel TV TPOKTIKY YPNOIULOTNTE TOV
apotomov 3MF, aAld kot to peyddlo €06POg TOV KOUUOTIOV 7OV UTOPOVV Vo
Kataokevaotovv pe AM, kabdg cuvovdlet Tig duvaTdTNTEG TOGO TNG LOPPOAOYIKNG

TOALTAOKOTNTOG OGO KOl TNG TOAVTAOKOTNTOG TOV VAIKOV.

3D Builder -Cylinder

é v/ EmtiAeypévo

Axuvpo Xpwpa

Eixova 3.23  To d10popeTikd. ypopato, 00 TAEYUOTIKOD UOVTIEAOD OT00I00VTOL UETW

TV gpyaieiwv tov loyiouxod 3D Builder
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To mpotvmo 3MF mapovcialel apketd okdun mieovekthuato. Katoapydg,
Sto@arilel 6Tt Ta dnpuovpyovueva apyeia 0eV €XOVV YEOUETPIKO COAAULOTO OTMC
EMUPOVEIOKA KEVA M TEUVOUEVES TPLYOVIKES €0peG, KATL mov Og ovuPaivel pe To
npotvro  STL. Emumdéov, oe €éva eviaio opyeio 3MF  eivar dvvatdév  va
wepAapPavovtal TePIocOTEPO TOV €vOG avTikeipevo. Mepovouévo avtikeipeva
umopovv vo avapepBodv 1 v HeTakviBovv ywpic va oAAAEEL TO TPIYOVIKO TAEYUQL,
EVO TOAAATAG 1010 avTikeipeva pmopoHv va tomobetnolv oe dlapopeTikég BEceELs, Le
avagopd oto 1010 mAéypa. 'Etol,  emtvuyydvetor  onpovtiky  eotkovounon
amofnkevTikod YOpov, Aappavovtag vrdéyn 6t to tpodtvmo STL Ba amaitovoe Eva
avtiypago Kabe tprydvov yia kabe avtiypago evoc mAéypatog. Emiong, éva apyeio
3MF umopei va meptiapfavel Sed0UEVO GYETIKA LE TNV KATOOKELY TOV AVTIIKEIUEVOV
amd o pnyavy AM. To covolo tov dedopévav avtdv yapaktnpiletor og «Print
Tickety kot amoteleitar, petal&d GAA®V, 0mO GYESOCUEVEC VIOOTNPIKTIKEG OOUEG
(custom-made supports), Bacikéc kKot TpoympNuUEVES puiuicelg ekTOTMONG, OALG Kot
mAnpogopieg ywu ™ 0éomn tov KAbe aviikelévov mov mephapuPavetal 6to apyeio
3MF. Elappd petovéktnuo omotehel, ®otdéco, 1 koK ocvppordotnta  petabd
SOPOPETIKDY  AOYIOUIKGOV  Tepoyiopon  (slicers): ot mapamdve  maAnpoeopieg
exktOmOoNg mov amodnkevoviat o€ éva apyeio 3MF amd éva TpoypapLlLol TELAYIGLOV
Kol gwoayovtar/petapépovion 6€ Ao, de petatpémovror cwotd (1 kaboAov) kot

TpEMEL va. pLOUGTOVV EK VEOL OO TO YPNOTN.

3.5 Xvvoyn

OLOKANPOVOVTAG TNV TOPOVGINCT] TOV TEGGAP®V TAPATAVE® TPOTOTWV apyEi®V,
TPOKVTTEL OTL 1] EMAOYYT TOV KATAAANAOL og kdBe mepimTmomn mpotdmov eEaptdran
amoOAVTO OO TIG OMOLTHOELS TOV YPNOTN Kol TV TPOOoPLLOUEVN XPOT TOV KOUUOTION
OV TPOKELTAL VO KATOOKELOOTEL pESm pag depyaciog AM. Zto onueio avtd

emyEpeiTon Aomov o cHVOYN TOV TEGGAP®V TPOTLITMV KUTE TNV TPOGEYYIoT QLTH.
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To npdtumo STL eivar KatdAAnio o6tav:

EMOIDKETOL LYMAN gveA&io 6cov apopd tv emdloyn Aoyiouikov (CAD,
slicers, epyaieio emdopbmong) ko eEomiiopov, kabdg to mpotvmo STL
vrootpileton omd 6Aa oyedoV Ta cuoTiHatoe AM

VTAPYXEL  omoitnon Yo €mopKn  Tekunpimon  M/kor  emilvon
ATOPLOV/TPOPANUATOV

0 YpNoTNG emMBLUEL VA XPNOLUOTOMGEL ETOO GYESID OVTIKEWEVAOV OO TO
dadikTLo

dgV VTAPYEL ATOLTN O Y10 LEYOAN 0KPiIBELD OTO KATAGKELALONEVO KOUUATL

T0 KOTOOKEVACOUEVO KOUUATL omoTeAeiton amd £€va pOVo VAKO, dev
TEPIAAUPAVEL OLAPOPETIKA YPDOUOTO KO VOES, OVTE TEPLOYEG LE KLYEAMTEG N

TOPADOELS SLULOPPADTELG

To mpodtumo OBJ elvan katdAAnAio otov:

TPOKELTOL VO KATACKEVAGTOVV TANPM®G £YYPOUO OVTIKEILEVA 1] AVTIKEILEVO [LE
von
amouteiton VYA axpifela otV avarapdotacn TG eEOTEPIKNG YEWUETPIOG

TOV OVTIKEWEVOV

To mpdtono AMF eivan kKatdAAnio otav:

Y €vo KOppAaTtt glvar towtoxpova emBuuntéc m vynAn axpifel otnv
avamopdotacn ™G eEMTEPIKNG YEOUETPIOG, N TPOSYPUPY) TOAAUTADY Kot
Sfabcpévey VMKAOV 1/Kot Ypopdtov Kot 1 arddooT) VENG

éva LoVTELD TTEPAAUPAVEL TEPLOYEG LE KOYEAMTN 1) TOPDON doUN

To npdtomo IMF givon katdAinio dtov:

TO  OOLTOVHEVO  YOPOKTNPIOTIKE TEPLYPUPNS TOV  KOTACKEVALOHEVOV

KOUUOATI®OV glvol TopdpHotol Le avtd Tov eivatl EPIKTO Vo TPOdSypapovY Kol
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and 1o mpoétvmo AMF (ven, moAlamAd kot Stofabpicpuéva VAIKG /Kot
YPDUOTA, KOYEAMTEG SOUEQ)

e 0 ypnomg embupel vo amo@OYEL 0CTOYIEC TOL OQPEIAOVTIOL GE YEMUETPIKA
o@aipata, kabmg eniong Kot Tn dladtkacio EmOOPO®ONG TOV COUAUATOV
aVTAOV

e 0 YPNOTNG EMODKEL AMPOGKONTO YPOVO HETAPOONG amd TO OTAS0 TOL
oXeO10GHOD GTO OTAS0 TNG KOTOOKELNG, Ywpic OnAadn va ypetdleTor va
opioel 0 1010¢ 11 puOuicelc extdHm®ONG (T.y. TN ONUOVPYIN VTOGTNPIKTIKDOV
doumdv N TN OAtOEN TMOAAATAGDV OVIIKEWEVOV OTNV  KOTOUOKELOOTIKY

TAQTQOPLLOL)

And ™V mopondveo avdAvon mpokOmTEl OTL GLYKPLTIKA pe to mpodtvmo STL, ta
npotura. OBJ, AMF ka1 3MF elvan og kavomomtkd Babud coppatd pe v eEEMEN
TOV GLGTNUATOV TPOCHETIKNG KaTaoKeELNS. 201000, Tpénet vo emonpovOel 6tL OA
avtd ta mpotuma apyeiwv Pacilovtalr 61 cuvoplaKky avamapdoTact, N omoio
TePLYPAQeL évav Oyko omd TNV E®TEPIK eMPAvELD TOL TOV TEPPAAAEL Ko dev
pmopel vo dywpioel 10 €cmTEPIKO TOL G eMUEPOVS Tepoyec. Adym g B-Rep
(Boundary representation) @bong Tovg, Ot TOPOTAVED HOPEEG apxEiwv KoBoTOOV
avépktn Vv omevbeiog meptrypagn HeTABOALOUEVOV GLVOEGEMY VAIKOD €VIOC TOL
oykov tov Koppoatiov. [Hapdio Aouwrdv mov vmdpyovv mAéov unyavég AM mov
pmopovv va dnpovpyncovv koppdtio pe dwfadpicpéva vikd n/xon pigelg vAkov
KOTO TNV OYKOUETPIKT £VVOL0, TPOoKLATEL (TN OGOV APOopd TNV OVOTOPAGTOCT) TMV

ovvOécemv autov.
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Kepdiao 4: TIpocOeTiKi] KOTOOKEVN] HE TO GVGTING,

Siemens NX

270 KEPAAOLO OWTO EMYEPEITAL L EMOKOMTNGT TOV AVCGEDV TOL TPOCPEPEL 1| YPNON
oV Aoyiopkov Siemens NX 12 ot pon gpyacidv (workflow) g AM. Ot Bacikég
Aertovpyieg mov mePrypdpovtal lvat To Avolypo evoc TPOTLIOL aPYEIOL TPOGHETIKNG
kataokevn|g (AM template) tov Aoyiopikov, N €TAOY TPIOOIAGTATOV EKTLUTMOTY, M
gloaymyn Kot 1 torofétnon evog eEAPTALOTOS TNV KOTACKEVAGTIKT TAATOOPLLO. TOV
EKTUTTOTN, Ol EAEYYOl EYKLPOTNTOC/EMAANOELONG OTOVG OMOIOVG VTOKEITOL TO
e€apnua, 1 ONUoVPYio Kot 1 TPOTOTOINGT TOV VITOGTNPIKTIKMY SOUMV, KOOMG Kot 1

onpovpyio/mpoeropacio Tov apyeiov Tov EEAPTALATOS Y1 EKTOTWOOT).

4.1 Avorypo tpotvmov apyeiov AM tov NX

I'o o dvorypo evog Tpdtumov apyeiov mpocbetiknc kotaokevns (AM template) oto

Loytopikd Siemens NX 12 akolovBovvtat To mapakdto Brpoto:

1. Xto Ribbon bar tov NX kot v kaptéla Home, emidéyetar New.,

O 0O - « DWindGWv:

2 - 1 E C. 2

New Open Open a Assembly Customer Touch Window Help

Recent Part = Load Options Defaults Mode -
Standard T

2. Z10 mopdaBvpo dokdyov New mov avoiyel, o ypnotng emMAEYEL TNV KOPTEAL
Additive Manufacturing, €icdyet to 6vopo. ToL SNUIOVPYOVUEVOD aPYEIOL

(mpoemroyn additive_manufacturingl.prt) ki énetta kével khk oto OK.
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New O X

Multi Axis Deposition Inspection Mechatronics Concept Designer Ship General Arrangement Press Line Line Designer Ship Structures
Model DU Drawing Layout Simulation Additive Manufacturing Machining Line Planner Manufacturing
Templates A Preview A

Filters A
Mame Type Units Relationship Owner
[E] Empty Build Tray Additive Manuf... Millimeters Stand-alone NTAUTHO...
ETRUMPFTruPnnt‘IODD Additive Manuf... Millimeters Stand-alone NT AUTHO..,
ETRUMPFTruPrmtBODO Additive Manuf... Millimeters Stand-alone NT AUTHO...
Properties A

Marne: Empty Build Tray

Type: Additive Manufacturing
Units: Millimeters

Last Medified: 02/01/2018 03:10 pp

Description: NX Additive Manufacturing Part
with an empty Build Tray

Mew File Name A
MName | additive_manufacturingl.prt] |
Folder | C:\Program Files\Siemens\NX 12.00UGI! |
Part to reference A

| o

4.2 Emdoyi TPLootacToTOD EKTVTMTI

To mapdbvpo dwddyov Select 3D Printer, mov ovoiyel petd 1o Aavorypo &vog
npotVTov apyeiov AM, mpotpénetl 1o ¥pNoTn vo eMAEEEL Evav am’ Tovg dlabéciong

3D ektunwtég g AMotag. Metd v emdoyn o ypnomg kdvel KAk oto OK.

£} Select 3D Printer X

3MF-File Printer
AM250 S AMAOD

HP Jet Fusion 30 3200
HP Jet Fusion 30 4200
Instance 1000

RenAM 500

S5TL-File Printer
TRUMPF TruPrint 1000

| o

H xatackevaotikn mhateopua (build tray) tov emideyuévov extvnmt amekovileton

EMELTOL 0TO TOPAOVPO YPUPIKMV TOV AOYIGLHKOD.
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4.3 Ewoayoyq kot toroditnon eaptnudtoyv

[Na mv ewocayoyq kot v tomoBétnon eSopTMUATOV OTNV  KOTOOKEVOOTIKY

TATEOpUO Log unyoving AM akoAovBovvral to mopakdTo Prpato

1. "Eva g&dptnpo (component) e16GyeTol 6TV KOTAGKEVUGTIKY TAOTQOPO TOV
emleypévou ektumet omd To pevov Additive Manufacturing Navigator ko
10 ykpovn Build Tray, pe de&i KAk otov ektvmm™ Kot v emidoyn Add

Component a6 10 avaTTVGGOUEVO UEVOD.

Additive Manufacturing |
Build Tray A
Title & Support Pro
EE STL-File Printer Printer Defal

4" Select 3D Printer

it add Component

£§ Import STL File

@:ﬁ Assign Support Profile

0-5» Generate
o Print

Properties
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=]

EvaAlaxtikd, avtd sivarl piktd amd to Ribbon bar ko v kaptéha Home,

emléyovtog tnv evtoln Add.

4 By & - o HY switch Window [T] Window ~ = NX 12 - Additive Manufacturing

“ Home View Assemblies Analysis Application

&

Add | Import
STL File

2.

3} Add Component O X additive. manufacturinglprt & %

Part To Place
 SelectPart (1)
Open

[ Keep Selected
Count

Location

Component Anchor | Absolute -

Assembly Locatio

Cyele Orientation

Placement

® Move O Con:

oy
Specify Orientation LK
[ Move Handles Only

OK Cancel

<

Support Attributes v

3.

# o B P A B B D & woER

Mave Pattern  Mirror Edit Object  Mesh Build Tray Assign Hide Show Clip  Edit Create Manual ~ Generate Print Open Slice
Component Component Assembly Display  Properties Geometry Selection Support Profile Section Section Support Viewer

Insert - Edit - View - Support - 3D Printer -

Y10 napdBvpo dtoddyov Add Component o ypiotg kével KAIK 610 £1KoVidlo

Open Kol avalntd 1o @Aakelo oTov omoio &ivol amobnkevpévo To
e€apmmuo mov emBopel va eedyel. Etvar dvvatdv va ewcoyBodv moAramid
SLPOPETIKA AVTIKEIHEVA, OALG KOt TOAAUTAG avTiypopa VO 1) TEPLGGOTEPWOV
aviikeévov. To e&dptmua mov ypNoYOToLEiTAL YOO TOVG GKOTOVG TNG
napovcos epyaciag mMPOKELTOL YO TO OMOTEAECHO  H0G  OlodIKOGTOG
TOMOAOYIKTG BerTIoTOTOINONG, OTMG «TPOSIOE KOl TO OPYUVIKO TOL GYNLLOL
otV mopokdte swova. To emAeypévo eEdptnua epeaviletor maveo otnv

KOTOGKEVOOTIKN TAATOPOPLUA 6TO TAPABVPO YPAPIKDV TOV AOYIGUIKOV.

n Absolute - Work Part +
Z

o BN

A

strain

-

A

O apBuog TV avilypaewv tov glooyopevoy eéaptiuatog mpocdlopileton
péom tov Count. Emdéystan Count = 1. Xeg mepintwon mov o ypnotng
emBupel ™MV €160 YO TEPICCOTEPMV AVTLYPAP®OV TOV OVTIKELLEVOL, TOTE ElTE
umopel va, aAldéel v tun tov Count gite vo ypNOUOTOMGEL TNV EVIOAY

Pattern Component.
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Component To Pattern A

 Select Component (1) E‘

Pattern Definition A
Layout 15 Linear -
Direction 1 A
— R
, 3 ’ 7o
om0 b0
Spacing Count and Pitch -
Count 2 -
Pitch Distance 100} mm v
[ symmetric
Direction 2 N
[ Use Direction 2
-

<m. >

Support Attributes v

4. Y10 Location emiiéyovtan ta e€Ng:
Component Anchor = Absolute
Assembly Location = Absolute — Work Part

Cycle Orientation = WCS &
5. Amb 1o Placement opiletar n 8éom kau 0 mpocovatolMouds tov eEapThiatog
oV KOTOoKEVAOTIKN mAateopua. Emiéyeton Placement = Move ki énetta
OK. To e&dpmmuo elvar mAéov TomoBeTNUEVO AV OTNV KATOOKEVOGTIKN

TAOTQOPLO GTO TOPABVPO YPUPIKDY TOV AOYIGLUKOD.
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4.4 "Eleyyog eykopotnTog oyeotaopnov yio AM

Ta xopupdtio mwov TOTOOETOVVIOL OTNV KOTOUOKELOOTIKY] TAATQOPUO TPEMEL V.
ereyyBovv TpoKeEVOL Vo JamIeTOOEL av 0 oYedOGHOG TOVG gival KATAAANAOG Yio
eKTOTIOON. Mécw TtV gpyaieiov eAéyyov eykupotntog oxedioopov yio. AM (Design
Validation for Additive Manufacturing), to NX 12 zmpocpéper T dvuvototnto,
TPOYLOTOTOINONG AvVAADCEDV Kot €E0Y®YNG COUTEPAGUAT®V oV oyetilovtal e To
0épuato tov DFAM mov avagépovior otnv Evot. 1.3. Ta epyodeia (evtoAég) mov

YPNOUOTOLOVVTOL Y10 TO 6KOTO avTod gival yvootd kot g AM checkers kot givor ta.

e€ne:

e ’'Extuvrnmoipog 0ykog (Printable Volume)

o [I\Wpwg eykietouévog 6ykoc (Wholly Enclosed VVolume)
e Tldyoc toyympartog (Wall Thickness)

e E)ldyot axtiva (Minimum Radii)

e Tovia mpoe&oyng (Overhang Angle)

2V mapovoa evotra e€etdleTol To mog epoaproloviot ot Tapondve eVIorEg o Eval
Koppdtt (ed® ovyKeKpEVE TO TOTOAOYIKE Peltictomompévo eEdptnpo NG

TPONYOVUEVNC EVOTNTOG) KOL TO MG EPUNVEVOVTOL TO OTOTEAEGLOTA TG OVAALGNG.

4.4.1 EKTOTOGLHOG 0YKOG

H evtoAry Printable Volume PBonfd otov mpoodiopiopd Tov  peyébovg g
KOTOGKEVOOTIKNG TAATQOPLOS OV OTOLTEITOL Yol TNV EKTOMMOOT] €VOG KOUUOTION
TOMODETNUEVOL GE GLYKEKPYEVO TPOGAVATOMGHS. AvAAoya pe TO av 0 OYKOG TTov
OmoUTEITOL Y10 TNV EKTOIMOT] TOL KOUUOTION €lval €vidg TV opiwv Tov GYKOoL TOV

EMAEYUEVOD EKTLTTOTY], TO TOOVE OTOTEAECUOTO LETE TNV EQOUPUOYN TNG EVIOANG

etvon passed, J"?‘L failed (X 1 passed with a warning !]

1. ¥to Ribbon bar tov NX kot v kaptéla Analysis, emiéyetar Printable

Volume.
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NX H - Gy 2% - HY Switch Window [T] Window » 5

Home Assemblies Curve Analysis Wiew Render Tools  Application

\ég\ P, s+ Measure Distance ,gia % % Minimum Radii ‘%Wholly Enclosed Volume
b’@ Measure Angle = % COverhang Angle

Reflection Wall

Simpl Simpl
imple  Simple @7 Local Radius Thickness ﬂ% Printable Volume

Distance Angle

Measure T Face Shape™ Design Validation for Additive Manufacturing

2. Xto mapdbvpo Swrdyov Check Printable Volume kot oto Select Body

emAéyetor 1o e£aptnua amd To TapAdupo YPUPIKAOV.

3. Zto ykpovn Volume Display emiéyeton Show = Both, mpokeévov va
ATEIKOVIGTOVV TOGO 0 eKTLIOGIH0G OyKog (Printable Volume) 660 kot o dykog
nov oazmartel o avtikeipevo (Product Volume).

4. To omotéAecpo NG EQOPUOYNG TNG EVIOMG epeavileTor 610 Tapabvpo
YPUPIKAOV TOL AOYIGHIKOD. METAKIVOVTAG TOV KEPGOPO TOL TTOVTIKIOD TTAV®
010 oVUPoro Q] and 1o mapddvpo ypapikdv N amd tov mhonyd HD3D Tools
oto Resource bar, paivovtot TANpoQopies Y1 ToL ATOTEAEGLLOTO TOV EAEYYOV.

¥ Check Printable Volume O X additive manufacturingl.prt

Body A

 SeectBody () W
Buld Pane

Printer Comment: No infermation

Volume Display A
Show
-

Results Source

Execute Check-Mate Tests

A
4 Specify Build Plane CSYS
A

Printable Volume

STL-File Printer -

Y Block -
300 mm -

300 mm hd

—y
W,

>V

-

Most Recently Run =

Checks Model within Printable Volume
Test status is Failed.

This test was run as part of the Session profile in part
additive_manufacturingl.prt.

1 object was logged by this test.
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5. Kobohg ot dwotdoelg tov e€aptnuatog vrepPaivovv TiC O0GTACELS NG
KOTOGKEVOGTIKNG TAATQOPLOGC, 0 EAeYYOS Kpivetan avemtuyns. Emopévag, gite
TO Koppdtt Tpémel vo emavartomofetnOel mpokeyévou va Ppioketal oAOKANPO
EVTOG TOV eKTLTIMTY &ite mpémel vo emleyDel €vag S1aPopeTIKOS EKTLIWTIG.
Qo1660, N EMavaTOnToBETNON TOL KOUUATION EVOEXETAL Va. UV eivan copfotn
pe 1o PEATIOTO TPOCAVATOMGUO OMUoLPYinG TOV KOUUATION Kt €T61 TO VYOG
KOl KOTO GUVETELD, O POVOG Kol TO KOGTOG KATAGKELNG va avénbodv. Xe avtn
™V TEPITTOOT, VTOOETOVTOG OTL O TPOEMAEYUEVOS TPOGAVATOMGUOG €lval
tavtdypovo kot o PéATioToc, etvor  mpotiwdtepo va  emheyBel  €vog
SLPOPETIKOG EKTVTTOTNG.

6. Xto pevov Additive Manufacturing Navigator kot to ykpovn Build Tray,
ue oe&i kMK otov ektvmot, emAéyetar Select 3D Printer ond 1o
OVOTTUGGOUEVO LEVOL Kl EMEITA EMALYETOL €VOG On’ TOVS VLROAOTOVG
draBéoiong eKTLTOTEG TG AMoTag.

7. Tpayuatomoteiton Eava o éheyxoc ektvmdotpov oykov (Printable Volume
test).

8. To amotéieopa gppaviletor 610 mTapdbvpo YPAPIKOV TOL AOYIGUIKOV OTOV

Kot wopatnpeitol 0Tt T0 KOUUATL £l TAEOV TEPACEL TOV EAEYYO LE EMTUYI.

METOKIVOVTOS TOV KEPGOPO TAV® GTO GUIPOAO otov mhonyd HD3D Tools

oto Resource bar, gaivovtot TANpo@Opies Y1 ToL ATOTEAEGLLOTO TOV EAEYYOV.

Printable Volume

Product Volume @ .‘
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Checks Model within Printable Volume
Test status is Passed.

This test was run as part of the Session profile in part
additive_manufacturingl.prt.

1 chject was logged by this test,

4.4.2 TIMpmg eYKAEIGREVOS OYKOG

Me v gvtod Wholly Enclosed Volume gléyyetot av vdpyovv meploy£g/oyKot Tov
KOULLOTIOV, Ol OToieg Vo ePKAEioVTOL TANPOC A0 GAAEG TEPLOYES LLE GUVETELL VL

ONUIOVPYOVVTOL ECMOTEPIKA KEVA. ZE TMEPIMTOON TOV OEV VIAPYOLV EYKAEIGUEVOL
OyKol, T0 amoTéleca Tov eAEyyov givar passed , EVO OV VTAPYEL TOLAGYICTOV

Evog eYKAEIGUEVOG OYKOG, TO omotélecpa eivon failed Q] :

1. ¥to Ribbon bar tov NX kot v xoptéda Analysis, emiléyston Wholly
Enclosed Volume.

2. Xto mopdbupo Swrdyov Check Wholly Enclosed Volume kot oto Select
Body, emiéyeton to gEdptnua amd to mopdbupo ypapikdv. Eedoov to
OLYKEKPIUEVO KOUUATL Ogv €xel €YKAEWGUEVOVS OYKOVG, TO OVOUEVOUEVO
AmOTEAEG L, TOV EAEYYOL €lvan passed.

3. Amd to Resource bar, tov mhonyé HD3D Tools ko tqv kaptéro Results,

LETOKLVOVTAG TOV KEPGOPO MAve 610 cOUPolo emPePfordveTon 611 TO

KOUUATL TEPOCE TOV EAEYYO LLE EMLTVYICL.
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£3 | HD2D Tools O < additive_manufacturingl.prt 3 X

=1 (O Check-Mate o 92
Py
Fa| Results M
piq | View Style ] FlowList+Tree -
i 8
@_
Fe

Checks Wholly Enclosed Volume
v - :
Object Mame C.. | Cate... | Part
ﬂﬁc_j @ Checks Wholly Enclosed Velume Checks Wholly Enclosed Volume
Test status is Passed.

6“"% This test was run as part of the Session profile in part

additive_manufacturingl.prt.

4.4.3 Tlayog ToryORoTOS

H evtoan Wall Thickness gléyyet to ehdyloto Tl 0G TOYYDUATOS TOV LOVTELOV TTOV
pmopel vo. avomapacTioet Le akpifela 0 EKTVTOTNS. APOV 0ploTel To EAAYIGTO TTAYOC,
TO, ATOTEAECHATO TOV €AEYYOL oamewovilovtol ypagikd, Kad¢ emonuoivoviol ot

TEPLOYEG TOV KOUUOTION TTOV ivor Tvm 1 KAT® amd To 6plo avto.

Less than Minimum Thickness

Mare than Minimum Thickness _

1. X¥to Ribbon bar tov NX kot v koaptéha Analysis, emdéyeton Wall
Thickness.

2. Xto mapabvpo dwwadyov Check Minimum Wall Thickness kot oto Select
Body, emiiéyetar to e€dptnpo and 10 Tapabupo YpopIKdV.

3. Xto ykpovrm Thickness, opileton n ) tov eAdyiotov mhyovg (Minimum
Thickness). H mposmideypévn tyun eivon ion pe 0.4 xor emdéyston vo
napapeivel og éyel. H emhoy Show Only Less than Minimum Thickness

Sltnpeitonl  AmEVEPYOTOMUEVT) TPOKEUEVOD VO OTEIKOVIGTOOV TOGO Ol
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TEPLOYES TTOL Elvar TAV® A’ TO EAGYIOTO ThY0G, OGO KOl OVTEC TTOL EIval KATW

am’ To Op1o OTO.

4. 1o ykpoun Process Results emidéyetar to Calculate Thickness £l Yo, Ty

TPOPOA TOV ATOTELECUATOV.

O1 meproyég mov eivar moOtepeg N AEMTOTEPEG AMO TNV EAAYLGTN T TOV TOYOVG

TOLYMUOTOG EMOTLLOIVOVTOL TAEOV TTAV® GTO KOUUATL.

£ Check Minimum Wall Thickness
Body A

< additive_manufacturingl.prt @ %

 Select Body (1) &7
Build Plane A
 Specify Build Plane CSYS Je | Eor| -
Thickness A
Minimum Thickness | 0.4000
More than Minimum Thickness i ]
Less than Minimum Thickness T
[ Show Only Less than Minimum Thickness
Process Results A
Calculate Thickness a H
-

4.4.4 Elayotn axtive

H evtod Minimum Radii gé\éyyet tv eldytot axtiva Tov HovIELOV oV UTopet va
avamopacTNoEL pe okpifeld o ekTVTOTGC. Aoy oplotel M eldylomn okrtivo, To
amoteAéopaTo TOV €AEYYOL amewovilovion ypagikd, kabmg emonuaivovtal ot

TEPLOYES TOV KOUUOTION TTOV lval TAV® 1) KATO amd TO OPLO OVTO.

1. Xto Ribbon bar tov NX kot v koptéla Analysis, emiéyeton Minimum
Radii.

2. Xto mopabvpo Swroyov Check Minimum Radii ko1 oto Select Body,
emAéyeton 1o e£aptnpa amd o TapddvupPo YPUPIKAOV.

3. Xto ykpouvn Radius of Curvature, opiCetor n tiun g eAdyotng axtivag
(Minimum Radius). H nposgmideypuévn tiun eivan ion pe 0.5 kou emdéyeton va
napapeivel o¢ égel. H emtoyn Show Only Less than Minimum Radius
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Sltnpeitonl  AmEVEPYOTOMUEVT) TPOKEUEVOD VO OTEIKOVIGTOOV TOGO Ol
mEPLOYES OV glval Thve am’ TV EAGOTN oKTiva, 000 Kol aVTEG oL glvarn
KAto o’ to 0plo owtd. Anevepyomomuévn mopopével kat 1 exthoyn Exclude
Convex Radii.

4. Amo ™ Mota tov THTOV TG aKTivag Kopmvidtntag tpog aviivon (Type of
Radius of Curvature to Analyze) emAéyston ite n Aettovpyio 3D Minimum,

eite M Aertovpyia Sectional yio TV amelKOVIon TOV ATOTEAECUATOV.

Ta anoteléoparta pe ™ Aettovpyio 3D Minimum

To anoteléopata pe ™ Aettovpyio Sectional

To mpdowo ypoduo deiyver 6Tt N axtiva TG AVTIGTOYNG TEPLOYNG KAVOTOIEL TNV
eEMI1oTN amaitnon, VD TO KOKKIVO YpOUO Olyvel OTL M axtiva TG ovTioTorng

TEPLOYNG OEV IKAVOTOLEL TNV KOOOPIGUEVT EAGYLOTY OITOLTOVLEVT] TULT.
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4.45 Tovio npooyic

H evtolny Overhang Angle vmoAoyilel ko ameikovilel Tig meployés evog KOUUATION
TomofETNUEVOL GE KOOOPIOUEVO TPOGAVATOAMGLO, TOVL ATALTOVY oTNpiypHoTa, pe Pdon
™ péylotn yovio mpoegoyng mov opiletor and 1o ypnot. Ta amoteréopata Tov
eAéyyov amekoviCoviar 6to Tapdbupo YPUEIK®Y TOL AOYIGHKOD. XVYKEKPUUEVA,
EMIONUOIVOVTOL UE OLOPOPETIKA YPMUATO Ol TEPLOYES TOV OMOi®V 1 KAMom &ivol
UiKpoOTEPT (TPpdotvo ypmdua) 1 peyordtepn (Kitptvo ypoua) amd TN HEYLOTN Yovia
TPoe&oyNG, CLUTEPIAAUPOVOUEV®VY KOl TOV TEPLOYDV TV 0oimVv 1 KAion vrepPaivet

™V Kabopiopuévn avoyn g LEYIETNG Yoviag Tpoesoyns (KOKKIVO YpmHuLa).

Less than Maximum COverhang Angle
Mare than Maximum Overhang Angle

Exceeding Extended Tolerance

1!

1. Xto Ribbon bar tov NX kot v koptéda Analysis emiléyetoan Overhang
Angle.

2. Xto mapdbvpo dakdyov Check Maximum Overhang Angle kot oto Select
Body, emiéyetar 1o e&dptnpo and 1o Topabupo YpopIKdV.

3. Xto ykpoum Angle, opifetar m Tt g péyomng yoviag mpoeEoync
(Maximum Overhang Angle). H npoemileypévn tyun sivan ion pe 45° ko
emAéyetar va mapapeivet o¢ €xel. H emioyn Show Only Exceeding
Overhang Angle evepyomoteital TPOKEWEVOD VO OTEIKOVIGTOOV UOVO Ol

TePLOYEG TV omoimVv N kAo vrepPaivel To kabopiopévo dpto.

Amo 10 ykpovnr Overhang Angle oaivetor 1 apiOuntikn T tov gufadod twv
TeploydV mov ypedlovrarl oTnpiypate kot eivor ion pe 2360.376959 mmZ Ot
TEPLOYEG OVTEG EMONUOIVOVTOL e KOKKIVO YPOUO TAV® GTO KOUUATL 6TO Tapadupo

YPOPIKOV.
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£} Check Maximum Overhang Angle £ X = additive manufacturingl.prt B >

Body A
«f Select Body (1) @
Build Plane A
 Specify Build Plane CSYS K [f,-; -
Angle A

Maximum Overhang Angle 45.0000
Extended Angular Tolerance 0.0000

Exceeding Extended Tolerance [ ]
Show Only Excesding Overhang Angles
Overhang Area A
Area with Need for Support: 2360376959 mm®

-

4.5 Avtopatn onpiovpyic Kol TPOTOTOINGN OTNPLYRATOV

Me ™ Aettovpyia avtopatng dnuovpyiag omprypdtov, to NX mpocdiopiletr Tig

TEPLOYES TOV ECUPTNUATMOV TOV ATOLTOVY GTNPLYHOTO Kot dnovpyel ta otnpiypato.

1. H avtépoamn Onovpyio otpryudtov TPOyUATOTOlEITOL Omd TO UEVOD
Additive Manufacturing Navigator kot to ykpovn Build Tray, pe de&i ik
oto e&hptnua kv v emroyn Create Automatic Supports amd to

OVOTTUGGOUEVO LEVOD.

© | Additive Manufacturing |
Build Tray A

fa_
Fa Title & Support Pro
- - MA[E] 3MF-File Printer Printer Defal

1 Simple_Cantilever_res...

bid
i
8 ﬁ Create Automatic Supports
|—5 EE', Create Manual Support...
jjil ¢ Create Regions

q;i Assign Support Profile
% ..‘E Mesh Properties...
ﬁ x Delete

Cayl

@f Rename

0""\\ Properties
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[Mapatnpeitor 6T1 Ta oTNPiypozo dnpovpyovvrat ovd Eexmprotd tpunquata (blocks), To
omoia eppavitovtar 1060 oto pevov Additive Manufacturing Navigator 6co kot

07O TTOPAOLPO YPAPIKMY TOV AOYIGHIKOD.

O | Additive Manufacturing |
Build Tray A
|O-UT Title & Support Pro
. - WA[EE] 3MF-File Printer Printer Defau
|5E1 —E? Simple_Cantilever_res...
- & Block.0
?@—) & Block.1 /
W Block.2
@ - Block.3
- Block.4
-% -8 Block.5
- & Block.6
ﬁ_} M Block.7
- - Block.8
- [ & Block.9
o ) \

Eniong, vrapyet n dvvatdtnta eneepyaciog/tpomomoinons tov YopoKTNPLOTIKOV TV

ONUIOVPYOVUEV®V GTNPIYUATOV, aKOAOLODVTOS Ta TapakdT® Pripota:

1. Tha v enefepyocio TOV YOPUKINPIOTIKOV OGS VTOGTNPIKTIKNG OOUNG
emAéyetar to avtiotoryo Tunpa (block) oto koppdtt 6to Tapdbupo YpaPiKdy.
To 6vopa Tov emAeypéEVOL TUNUATOG emlonuaivetal kal oto pevov Additive

Manufacturing Navigator, oto ykpovn Build Tray.

© | Additive Manufacturing [mfll ~ odditive_manufacturingl.prt @ X
Build Tray A
E’T Title & Support Profile
] . MW Block2 S
(= B Block3
A Block4
?;7 M Block5
A Block§
ﬂﬂ - [ Block7
(A Block.?
% LA Riacta ¥
< >
08| support attributes A
Attribute Block.7 ~
N 1 angedsupport Faise

2 v Border Tue -

3 ¥ Fragmentation
@ 4 Fragmentation Gap Width 0.3000
Fragmentation Interval 5.0000
Fragmentation Mode Do Not Synch...
~ Lower Teeth Tue -
Base Interval 0.1000

Base Length 0.5000 v
>

Ao @ N

_——

2. Ot TéC TOV YOpaKTNPIOTIKOV ToV emleyuévon tunuatoc/block otmprypdrov
uetofdrloviar amd to ykpovm Support Attributes. Edd smiéyston va

optotoHV o1 €N TIHEC:
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T
=)

4

& & & 3 7

by

s

[c]

| Additive Manufacturing O
Build Tray A
Title & Support Profile
WM& Block.3 ~
% Block.4
& Block.5
M & Block.6
[ ©@sBiekr
WM& Block.8
A & Rlncl 0 e
£ >
Support Attributes A
Attribute Block.7 "
1 "I Angled Support True hd
2 Bottom Straight Length
3 Enable Sync Upper And Lower T... False hd
G Projection Area Magnification X ... 1.0000
5 Projection Area Magnification ¥ ... 1.0000
] Shift X a
7| shify -10,0000
8 Top Straight Length 1]
9 v Border True hd
10 ¥ Fragmentation
11 Fragmentation Gap Width 0.3000
12 Fragmentation Interval 5.0000
13 Fragmentation Mode Do Mot Synch... ~
14 v Lower Teeth True 7
15 Base Interval 0,1000 v
Regenerate ‘é

Angled Support = True (otfprypa ved yovie)

Shift Y =-10.0000

Enable Perforations = True (dnuiovpyio KEVOV 6TNV DTOGTNPIKTIKY SOuN)

H dnpovpyia kevdv otnv LIOGTNPIKTIKY doun GLUPAAAEl otn peimon g

TOGOTNTOG TOL VAIKOD OV YPTCULOTOLEITOL Y10 TO, GTNPLYLLOTO KO TOVTOYPOVOL

EMTPENEL TNV EVKOAN QQOipECT] TOVG. Xnueldvetol 0Tl 1 Topauetpog Enable

Perforations opiletar ‘True’ dvo @opég: yio TN Oomuovpyic. KEVOV GTO

€0MTEPIKO TOL GYKoL Tov block kot yia T dnpovpyia KevOY 6T0 TEPTYpOLLLLLL

Tov block.

o Additive Manufacturing

=

@

Fx o

8 & & 5§

-

Y

O
Build Tray v
Support Attributes A
Attribute Block.7 "

9 v Border True hd

10 Fragmentation

14 Lower Teeth True hd

21 Upper Teeth True 7

23 Broaden Border Walls

35 I Enable Perforation True 7 I

36 Enable Border Gusset False hd

37 Gusset Border Angle 45,0000

33 Gusset Border Interval 5.0000

39 Gusset Border Length 10,0000

40 Gusset Border Notch 1.0000

41 v Hatching True 7

42 Broaden Internal Walls False -

43 Fragmentation False 7

44 Hatching Lewvel False hd

45 Lower Teeth True 7

52 Upper Teeth True hd

59 Enable Remaove Hatching Near ... False hd

60 Enable Sync Grid With Local Min... True hd

61 Enable Trim Hatching By Border ~ True 7

62 Angle 30.0000

63 I Enable Perforation True 7 I

a4 Hatching Teeth sync mode Mo Synchroni... ¥

65 Interval X 1.5000 .,
Regenerate ‘é

5
Yoo v

3. Metd v tpomomoinon twv TudV emAéyston Regenerate

EMOVALOT LLOVPYIO TNG VTOGTNPIKTIKNG OOUTNG.
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4. Tio v avtypagn ToV xopakInplotik®v evog block ommprypdtov og éva GAio
block otnprypdtmv, and to ykpovr Build Tray yivovtot ta e€ng:
o Agkl ik oto block kot emioyn Copy Attributes (avtiypaon
YOPOKTNPIOTIKDOV)
o A&kl xMk oto embBountd block-mpoopiopd kol emhoyn Paste
Attributes (emkOAAnoT YOPAKTNPIOTIKDV)
H emoyn Paste Attributes givatr dvvatov va epappootel Kot 6€ TOAMATAN

block otnprypdtov, mov emdéyovtar ypnoonoiwvrag to TAfKTpo Shift.
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Kepdiaro 5: E@appoyn kot copmepacpoto

210 TAOiC10 TOV TTAPOVTOG KEQPUAOIOV TPOYLOTOTOLEITOL U0 EQOPLOYT OPIGUEVOV
otoyeEiov TG epyociog, OV avVAPEPOVTOL GE  TPONYOVUEVO  KEQAALO.
[Mapovcialovtor €miong T0 GULUREPACUOTO TOL TPOKLATOVV OO TNV TOPOVGO

epyaoia, KaODS Kol KaTELOLVGELS OYETIKA e LEALOVTIKT EPYOCIAL.

5.1 E@appoynq tov ovvatottov ™ AM otny mtpadn

‘Eumvevon ylo pio TpokTikn €Qappoyr Tov duvototitev g AM ota mAaictlo
NG TOPOVCAG EPYACIOG ATOTEAOVV Ta £yYpmLL TAEYHOTIKG povTéda tov Ek. 3.21 kot
3.23, KaBdg cuvovalovv TG dLVATOTNTES TOGO TNG LOPPOAOYIKG TOAVTAOKOTNTOG
(MOY® ™G TAEYHOTIKNG OOUNG) OGO KOl TG TOALTAOKOTNTAS TOV VAIKOL (Ady® TV
SPOPETIKOV LVMKOV/YpoUatov). Emiéyetal Aowmdv va ypnopomombet éva avaroyo
Hovtéro, to omoio givar dobéoyo otov 1otdtomo Thingiverse. A@ol mpdTa yivel
Mwyn (download) tov avtictoryov apyeiov STL, to poviédo ewodyetarl £ngita 6T0

Aoywopikd 3D Builder xat ameucoviCeton 0nwg oty Ew. 5.1.

Eiwxova 5.1  Doptwon tov apyeiov STL tov puoviédov oo loyiourdé 3D Builder
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"Evag A0yog emA0YNG TOL GLYKEKPILEVOL HOVTEAOL givarn OTL OMOTEAEL TNV TAEYLATIKT
eKOOYN €vOg apketd Omuogtlovc povtéhov (3DBenchy) oty kowdtnta g
Tprodldotatng ektonmmong. To povtého Bpioketar oe popen STL kot og ek TOVTOL deV
VIAPYEL KOO, TANPOQOpia Yoo ypodpa 1 LAKO. H 18éa eivar va epapuoctodv
OLOLPOPETIKA YPOUATO GE OLOPOPETIKEG TEPLOYEG TOV LOVTEAOL Kl EMEITAL VO Yivel
e€aymyn ToL EYYPOUOV LOVTELOL GE KATAAANAN LOPON OpYEIOV, TPOKEIUEVOL VL Elval
EPIKTN M UETOPOPA TNG GYETIKNG TANpopopiac. Emopevo Pripa eivor va kabopiotei 1
KOTAAANAN pope1| apyeiov yio T cvykekpévn epapuoyn. H dwbéoun €kdoon tov
Siemens NX 12 dev vootnpilel eaywyn o apyeia OBJ, AMF. Tavtdypova, Omwmg
emonpaivetar oy Evot. 3.4, n eEayoyn og apyeio 3MF arnd 1o NX dev vrootnpilet
™V amobnkevon g TANpoeopiag yio To ypodpa. I’ avtovg Toug Adyovg Aottdv, To
oeviplo g ypnong tov NX yuo T CLYKEKPEVN €POPUOYN amopakpHveTon . Mia
Aon pmopel va mpoceépel to gpyareio amdOOoNS YPOUATOS TOL Aoyiopikov 3D
Builder, 6nw¢ avagépetar kar oty Evort. 3.4. To tehkd yypopo poviédo (Ew. 5.2)
umopel va omobnkevtel émerta oe poper] apyeiov OBJ kar tavtdypova va

dnuovpynbet ko o avtictoyo apyeio MTL, mov mepthapPdver v mAnpogopio yio

TO YPOUOL.

Eiwxova 5.2  To telixo Eyypwpo poviédo ato loyiouxo 3D Builder

Kotomyv cvvevvonong, to apyeioa otdAdnkav éncita oty 3DHUB, o eédinviky
eToupeio.  mopoyNg vaANPECIOV  TPLodldoTatng  eKTUmOons. O epyaotnplokdg

eComhopog ™g 3DHUB  mepihapfaver, petald OGAAV, £yxpoUOVS EKTUTTOTEG
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movopag: 0vo ProJet® 660Pro Professional 3D kou évav ZCorp Spectrum Z510. Ot
EKTUTTOTES TOVOPAG GOV KOL OVTOVG YPNOLLOTOOVV ddpopes oKOveg pe Pdon to
YOWO/GUVOETIKA/J1EIGOVTEG (oTE Vo dnuovpyndel to TeMKd poviéro, dmwg eEdhiov
avagépetor ko oty Evot. 2.2.1 yio 11g te)voAoYiec evamOBEoN CLUYKOAANTIKNG
ovciag. Kat ot dvo tummdvouy 6e avdivon (10 DYog TV AALETAAANA®V GTPOGEDV
vAwkov) 100 microns. o v exkTOTOON TOVL AVTIKEWEVOL emAéxOnke o Prolet®

660Pro, o omoioc mapéyxet vynAn mowtta e CMYK ypopa (Ewk 5.3).

Eiwxova 5.3  Extorwtig ProJet® 660Pro

Ta BactKd YopaKINPIGTIKAE TOV EKTVTOTOV QVTOV EivoL:

o Elapetikd ypopa: Eivar o pévog €yypopog 3D ektummtig pe g mAnpn
TOAETO YPOUATOV, ETTVYYAVOVTOS TNV VYNAOTEPT AVAALGN UE TV IKOVOTNTA
va ektundcel 10 90% tov dwbésmv ypopdtov oto Adobe® Photoshop®

e Owovoukn extdmwon: Ot ekTLIOGES YpNoLonoidvtag tov Project 660
kootilovv 1/3 éwg xar 1/5 Mydtepo amd dAdeg te)vOAOYieg PBlropmyoavikng
xpfiong.

e ['pnyopec toyvntes: Me toyvmnteg 5 €wg kot 10 @opég ypnyopotepn omd
dAeg teyvoloyleg exktdmwong 3D, o ProJet® 660Pro é&yer toyvnTa
KATAKOPLENG eKTVT®ONG G 28mm (1.1 tvtoeg) ava dpa

e Meydro katackevaotikd péyebog: Kabapog ywpog extdimwong 254 x 381 x

203 mm (10 x 15 x 8 ivtoeg)
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o OuUukd oto mePPAAloV: AVTOUATI OVOKOKA®GT LVAK®OV Yo KOADTEPT Kot

YOUNAOTEPOL KOGTOVS OMOTEAEGLOTIKT] AELTOVPYiDL

Aldpopeg OYELS TOV TEMKOD TUTOUEVOD OVTIKEILEVOL TAPOLGLALOVTOL GTIC TOPOKATM

QPOTOYPAPIES.
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A&oonpeiom elvar 1 vynA TowOTTO. TOV TLTOUEVOL OVTIKEWWEVOL, 1) OToio

exepaleTon HEc:

® NG LVYNAG KOTOOKEVOOTIKNG oKkpifelac/avdivong oty amoTOTOoY TMV
AETTOUEPELDY TOV TAEYUATIKOV TEPLOYDV KO
® TNG TIOTNG KOl OLOIOLOPPNG OTAS00NG TOV YPOUATOV TOL dNovpyoldv Eva

TAMNPOG EYYPOLO, POTOPEAMSTIKO LOVTELO.

5.2 Xvpmepdoporto

Amo v moapodoa epyacio, YIVETOL OVTIANTT] 1 ONUAVIIKOTNTO TOV
GLOTNUATO®V AOYIGHIKOD 6TV VTOSTAPIEN OAOKAN PTG TG porg epyactdv (workflow)
™Gg AM, amd 10 oXedOGUE PEXPL KL TNV EKTOTMGT TOV AVTIKEWEVOD. EEKIVAOVTOGS TN
dwadikacio and to Aoyoukd oyediaong Siemens NX, gival ekt 1 mpoeToacio
evoc e€aptuatog yuoo 3D extdomwon kot 1 devBétnon opopévev  Bepdtov
oyedacpov yio. mpoobetiky katackevry (DFAM). Ewdikd péoo tov epyareinv
eAEYYOL eykvpotnTag oyedlacuod yio AM (Design Validation for Additive
Manufacturing), umopei vo Tpocdiopiotei 0N amd T0 6TASI0 TOL GYESAGUOD TO KOTA

OGO £vol KOUUATL elval KatdAANAo Yo ektdomwon o€ por unyav AM. Tleportépo
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avaeopd Bo umopovce va yivel kol o€ eMTALOV EPYOAEI/ADGEI TOV TPOGPEPEL TO
Siemens NX og 0épato mPochHETIKNG KOTAGKEVNG, TO OMOi0. ®OTOGO eV givat
npooPacyto amd T Stebéoiun €kdoon Tov Aoyispkoy oty omoia Poaciletar To
avTIoTOL(0 KEPAAOLO TNG TOPOVGOS SIMAMUOTIKNG epyacioc. Ocov apopd Tov TpOTOo
amofnKevLONG KOl UETOPOPAS €MIMPOGHET®V Kol  TOWTOYPOVO  GNUAVIIKDV
TANPOPOPLOV YIOL TO TPIGOLACTOTO HOVTEAQ, 1O0UTEPA YPNOIUO OTOOEIKVOOVTOL TO.
npotuna. apyeiov OBJ, AMF xair 3MF. Agdopévov 6tL vmdpyer m emdiowén to
OLOTHWOTA AOYICUIKOL Kot 0 e€omAopog g AM va supPadilovv mpokepévov va
a&lomomBovv 0660 TO SVVOTOV TEPIGGOTEPO Ol OLVATOTNTEG TNG TEXVOAOYiOG, TO
TPOTLTO. OVTA UTOPOVV VO OTOTEAEGOVV €VOL YPNOLUO LEGO Yo TNV EMITEVEN TOV
oLYKEKPIEVOL okomoV. [1pog 10 Tapdv wotdc0, icme Bewpeitor vtepPoAr va sumwOel
OTL TPOKELTAL VO OVTIKATAGTHOOVV eVTEA®DC To mpdtumo STL. Exniong, éva onpovtikd
Mo Tov TPOKLATEL APOPE TNV advvapio TOV aPYEIOV LTOV VO TEPTYPAYOLV TN
ovvBeon tov VAoV TV 3D avtikepévov Kotd v oykopeTpikn évvota. Agdopévov
0Tl TALOV glval €QIKTN 1 KATOOKELT] KOUUOTIOV UE OYKOUETPIKO UETOPUAAOUEVEG
ouvBéaelc VAo, To (RTNUa avTtd Bo UTOPOVGE VO ATOTEAEGEL OONYO Y10 LEAAOVTIKEG
avalnoeLs.

Méow ¢ mapovsioons TV EPAPULOY®OV TNG TOTOAOYIKNG PeATicTomoinong,
NG EVOTOINGNG KOUUATIDV, TOV TAEYLATIKOV OOUDV, OALL KOl TOL OVTIKEILEVOL TOV
TonoOnKe oto TAAICIO TNG TAPOVCAS EPYNCIAG, OVOOEIKVDOVTOL Ol TPOTOL UE TOLG
omoiovg pmopovv va a&lomomBodv ot povadikég dvvatodtnteg g AM. Idwitepo
EVOLLPEPOV PaiveTal Vo TapoLGLILEL 0 GLVIVAGUAC TOV JVVOTOTHTOV OVTMOV, KOOMDS
UTOPEL VoL 00N YNGEL GTNV KOTAGKELT] LEYAAOVL €0povg koppatidv. [a mapdderypo, og
oKePTEL Kavelg TV evoopdtmon osntnpov evtog evOC aVTIKELEVOL (AEITOLPYIKN
TOALTAOKOTNTA), TO omoio va yapoktnpiletor and dwPabpicuévn cvvleon VAKOL
£TG1 MOTE TO E6MTEPIKO TOV VAL ATOTEAEITOL ATO VAIKO VYNANG UNYOVIKNG OVTOYNG Kot
TOL TUNHOTO TTPOG TNV EEMTEPIKT] TOL EMPAVELX VO ATOTEAOVVTAL 0O BepoKpaclokd
HOVOTIKO VAKO 1 VAIKO avBektikd o vymieg Oeppokpacieg (ToAvmlokdtTnTo TOL
VAKoD). O cLVOLAGHOG OVO 1| TEPICTOTEP®V OO TIG LOVAIIKES duvatOTNTES TNG AM
o€ 018popeg EPAPLOYEG UmOpel va amoTeAESEL EpEDIGLA KO EUTVELGT Y10t LEAAOVTIKN
epyoacia, Kabmg evioyLeL TN OLVOLUKN TNG TEYVOAOYiOG Kol emekteivel o€ peYdAo

Babuod ta dp1é .
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