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Topology Optimization
and Metal Additive Manufacturing

Abstract

Since ancient times humans were trying to create tools and goods based on their functionality and
their reduced weight as much as possible. The answer to this design problem was given by the
transition from the analog to the digital era, due to the development of computer systems, with the
use of topology optimization methods. Through mathematical analysis and algorithmic modeling
on digital 3D objects, modern CAD-CAE systems can generate optimal design solutions, that no
one could ever imagine. By using the way that nature creates as guidance, topology optimization
produces organic geometries as design alternatives to the original model. These designs can
harmoniously combine functionality, reliability, and mass minimization. However, the problem
that arises at this point is how these complex geometries can take physical form and eventually

lead to a final product.

The manufacturing process that manages to overcome this obstacle is no other than the additive
manufacturing. Based on the idea of building three-dimensional objects through material
deposition in layers, this method has the ability to make any digital 3D model “come to life”,
regardless of its geometrical complexity. The great advantage of additive manufacturing, in
addition to the unlimited design freedom it offers, is the fact that in recent years this method can

be used for the production of metal objects and mechanical components.

In conclusion, this diploma thesis examines the entire process of metal additive manufacturing.
Starting from the stage of the model’s initial design and optimization, utilizing the appropriate

software, up to the final stage of its creation using a metal 3D printer.



[epiAnym

Ao apyootdTov pdvev o avipwrog tpocrabodoe va dnpovpyel ta epyaieio kot To ayodd Tov
LE YVOUOVEG TNV AEITOLPYIKOTNTO GAAL KOl TO 0G0 dLVATOV TEPIGGOTEPO UEIMUEVO PBAPOG TOVG.
[Tepvdvtog amd TV avaAoyiKy] TNV YNneoKy €moyn, AOY® TS avamTuéng TV VTOAOYICTIKMV
ovoTNUATOV, N aTdvTnon o€ avtd T0 oXedAGTIKO 6TOY0, d0ONKE amd TIC HeBOSOVE TOTOAOYIKNG
BeAtiotonoinong. Méom pabnuatikig avdivong kot oAyoplOpIKng poviehomoinong g
veoUeTpiog TPLodoToTOV HOVIEA®Y, Ta cLyypova cvothuata CAD-CAE éyovv mAéov v
duvatdHTTO VO TOPAYOLV BEATIOTES GYEOAGTIKEG AVGELS TOL 0 GvOpwmog dev Ba pmopovoe moTé
vo eovtootel. Aviypdoovtog TV @UON KOL TO TOG OVTH ONUOLPYEL, T TOTOAOYIKY
BedtioTomoinon mopayel EVOAAOKTIKEG OPYOVIKEG YEMUETPIEG TOL OPYKOD HOVIEAOL TOV
ouvovalovy pe appovia TNV AEIToVPYIKOTNTA, TNV 0SI0TIOTIO KoL TV gAaylotomoinon g nalog
to0v. Qotd6co, T0 TMPOPANUE TOL TPOKVMTEL G avTO TO omnueio eivor 0 TOG AvT M
BeAtioTomompévn, aAAG Kot TouTOYPOVA OEOVTMG TEPIMAOKN YEMUETPIO LTOPEL VAL TTAPEL PLGIKT

VTOGTOCT KO VO 001 YN OEL GE £VOL TEAIKO TPOTOV.

H xoatackevoaotikn dtadikacio mov katapépvel va Eemepdoet avtd 10 MO0 dev eivat GAAN amd
mv  pébodo g mpocbetikng Kataokevnc. Bacilopevn oty 0éa dnuovpyiog tpiodidoTatmy
AVTIKELEVOV HEG® eVOTODEONC ETAAANA®V GTPOGE®MY LAIKOV, 1| TPOGHETIKY KOTAGKELT £ivan 6€
Béon va «eépel ot (01», OTOL0ONTOTE TPIGIUGTATO YNPLOKO LOVTEAD Kot 6€ peydlo PBabud
avegapTnNTa TG TEPUTAOKOTNTOG TG YeOUETPiag Tov. To peydlo mAeovéKTNUO TS TPOGHETIKNG
KOTOOKELNG, TEPAV TNG OMEPLOPIOTNG OYEONOTIKNG ehevBepiog mov mpoceépet, eivar OTL TO
terevTaio. XpoOvioL UTOpel VoL EQPUPUOCTEL KOl OTNV TOPOY®YN HETOAAMK®OV OVTIKEILEVOV KoL

UNYoviK®ov eEaptnudtoy.

H mapovoa duthopoatiky epyoacioa Aoudv, HEAETAEL OAOKANPTM TN OOOIKAGIO TOPAYWOYNG
BEATICTOTOMUEVOV  UETOAAKADV OVTIKEWWEVOV. EEKIVOVTOG 0OmO TO KOUUATL TOL OpyLKov
oXEO10GLLOV KOt TNG PEATIOTOTOINGCNG TOV HOVTEAOL, OELOTOIMVTAS TA KATAAANAG AoyioKd, péypt

KOl TO TEMKO GTAS10 ONUIOVPYING TOL YPNCLOTOIDVTAS EVOV TPICOLAGTOTO EKTVTMTH LETAALOV.
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Evyapiotieg

R/
L X4

R/
A X4

Apykd 0o nBeda va evyoploTom Tov Kabnynt Hov Kal eXPAETOVTO TG EPYNCING [LOV
Nuworao MmiddAn yio v amdAvtn eErevBepio amopAcemVy Kol EUTIGTOCHVT TOV LoV £0e1EE
KOTO TNV €KTOVNON TNG SIMA®UOTIKNAG 1oL gpyaciag. Ot cupfoviéc Tov kat 1 ToAHYpovVN
k00001 yNGN TOV ATOTEAOVV KPIGIHO KOUUATL TNG OKOONUOIKNG OV TOPEing Kat Yio avTtd

Oa Tov elpan ylo TEVTO EVYVOUMV.

2mv ovvéyewa Ba nlela va vyapiotiom tov K. [Tavio Koviovpiddkn yio tig cupfoviég
KOl TIG TANPOPOPIES TOL HOL TOPELXE OAX AVTA TO XPOVIL, KOODS KOl Yo TV TOADTIUN

BonBeld tov yio kKaOe epyactTplakd CHTNHO TOV TPOEKVVE.

"‘Eva peydio guyapiotd ogeilm Kot otov Kabnynt pov Apiotopévn Avtwviddn mov arnd

TO TPAOTO KIOAOG £T0G TNG GYOANG LE TOV TPOTO dOACKAAIOS TOV UE EKOVE VO OYATTNO® TOV

TOUEN TG UNYOVOLOYIOG Kot TOV SEYTNKE Vo €lvan LELOG TNG EEETAGTIKNG EMLTPOTNG.

Oa NBela emiong va EVYOPIGTNC® TOVG OVOPOTOVG TG Anima Yo, TV EKTAIOEVCT) TOV OV
napelyov OGOV aPopd TV YPNON TOL EKTLRTOT UETAALOL Kot Guykekpiéva Tov [dpyo

Apitca wov NTav mavTa TapdV Yo 0TolodNToTE TEYVIKO BN TapovsialoTay.

Axépa 6o n0era va gvyapiomom tovg avBpomrovg g Alfasolid yio v eknaidevon mov
pov mapeiyov oto Aoyiopkod Solidworks kaBdg kot yio Ty eumioTochHvn TOv HoL £d€1EAV
KAvVOVTOG OV dMPO TNV AOELD YPTONG TOL AOYIGHIKOD Y10 TIC OVAYKES TNG OUTA®UOTIKNG

LoV gpyaciag.

Téhog Ba Beha va evyaPIoTHG® ad KAPSLAS TNV OIKOYEVELL OV KOt TOVG GIAOVG LLOV

mov givan Tavta pali pov og ke pov Prua.
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A@iepaveton 6TV 0IKOYEVELG OV KO GE OLODS TOVG
avEpOTODS TOL HTOV KoL TOPOUEVODY OITA0. LLOD.

“If you can’t fly, then run.
If you can’t run, then walk.
If you can’t walk then crawl,

but by all means, keep moving forward.”

-Martin Luther King, Jr.
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Kepdaiao 1

1.1 Ewcaymym

H dwdwaoia ¢ mpocsbetikng kotackevng (AM-Additive Manufacturing) 1 TG Tp1od146TOTNG
extummong (3d Printing), OTw¢ €lval EVPEMG YVOOTH, AVAPEPETAL GTI ONUOVPYIO AVTIKEUEV®V
HEC® TNG O1000YIKNG TPOocHNKNG VAKOV, 6e pLopen otpdcewv (Layers). H cuykexpiuévn nébodog
Tapoy®yng eaivetal va KatakAOlel ohoéva Kol TEPLGGOTEPO TOV YMPO NG Prounyaviag. Avtod
ovpPaiver yati yapokmmpiletor amd vynAn toLTNTO TOPOY®YNS TPOIOVTOV, OAAE Kot YoTi
EMUTPENEL TN ONUIOVPYIN OVTIKEEVOV pe eEPETIKA TepimAokn yemueTpia, To. omoia dgv MOV

dVVATO VO, KOTOOKEVOGTOVV GTO TApeEAOOV.

Ewova 1: Aaykava @pévov g Bugatti ektoropévn amd Titavio (Bugatti Automobiles S.A.S, 2018) [1]

H tpiodibototn extdnwon mopovotdlel o €100mo1d dapopd 6 GYECT| UE TIC TOPAUOOGLUKEG
neBOO0VG KATAGKEVNG LETOAMKAOV AVTIKEILEVODVY. Zovn0mg, 1 dtadikacio mapaywyns Eekvd pe
évav apykd OyKo Tov TTPog eneEepyacio AVTIKEWUEVOL, O OTOI0C AOTEAEL £1TE £val AKATEPYNGTO
VMKO €ite KOmolo mpoidv YVTELONG 1 GELPNAATNONG. XTN GLVEXELWN, HE Oldpopes neBOdoLG
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apoipeong VAIKOD, Ommg To ToPadOCIoKE EPYUAEID XEPOG KOl Ol EPYOAEIOUNYOVES 1] AKOLOL KO
dlapopa  avtopatTomomuéve cvotiuate, CNC (Computerized Numerical Control), o@oipeiton
oTadloKd pHala amd GUYKEKPIUEVA ONUEIN TOV AVTIKELEVOD, UEXPL va dnpovpynBel to embountd
TPoloV. AVTIOETOC, GTNV TPLEOLAGTATH EKTVTTMOOT AVT Vo apotpeitan VAKO, Tpootifeton Gelplakd
Kl étol 10 ovtikeipevo «ytileta otadiokd. Ta VAMKA Tov ¥PNGILOTOIOVVTIOL EIVOL GE HLOPEN|
ToHOPUC-GKOVIG, VYPOL 1] GUPUOTOC, OVAAOYW LLE TOV TOTO EKTOTTMONG oL eQapudletor. BéBara,
TPENEL v, ovapePOEl TG Yo £vav GUYKEKPIUEVO OYKO 1) TaOTNTA 0paipecTg VAKOD Bewpeitan

VYNAOTEPN AT OVTN TNG TPOGONKTG LAIKOV.

Téhog, o avtiBeon pe T1g pebddovg apaipeong LAKOD Katd Tig omoieg dnpiovpyovvtat amdPAnTa
oV Katepyosio -cuVNO®G o€ Lop1| YpeLlo¥- Katd T Sladikacio TNG EKTOTOONG YPTCLLOTOLEITL
OAOKANPT M TOGOTNTA TNG TPAOTNG VANG. AKOUO KO GTIS TEPUTTMOGELS TOV POIVETOL VO TEPICGEVEL
VAKO, Onm¢ Yo Tapdostypo oty mepintwon g SLS (Selective Laser Sintering) €KTOT®OONG, TO
VAMKO mov Ogv ThkeTol pUmopel va cvAAeyBel kol va emavaypnoomomdel oto péAlov [2].
Emopévag, and dmoyn ¢Beipog g mpmdtng VANG, n omola petappiletal o€ emmAéov KOGTOG

TOPUYDOYNGS, 1 TPOGHETIKN KOTAGKELT ATMOTEAEL Lot TTOAD KOAN ATAvINGT).

i
./‘t‘

Ewova 2: KopPog évoong yia epappoyn o€ 00ko g etorpiog ARUP katackevaopévog pe oopfatikég
1e0680vVG (aPLoTEPE) KOL TPLEOLAOTATH EKTVTONEVOG 6€ BeEATiIOpéVN pop@i) (0e€rd), (ARUP, 2015) [3]



1.2 H dwodikacio TG mpocHETIKNC KATOUGKEVTC

H mpocBetikn katackevn otpiletor oty apyn ™ onpovpyiag evog tpiodidotatov (3D)
LOVTEAOD HECH TOV EMOAANA®V dlodldotatoy (2D) doToudV Tov, VIO TN HOPPN SUOOYIKOV
OTPOGE®V VAIKOV. MAAoTa, KOOMG 6TO TEMKO GTASI0 TNG O1UOIKAGTIOS EKTVTMOVETAL Uit aKPPNG
ATEKOVIGT TOV TPLOOAGTOTOV LOVTEAOV, OGO LIKPOTEPO ELVOL TO TTAYOG TOV GTPDOGEDV TOV VAIKOV,
1660 peyaAvTepn eivor n axpifeto TG eKTOTOONG KA, TOLTOHYPOVA, TOGO TO AEl0 1) ETLPAVELN TOV

TEAMKOD TTPOTOVTOG,.

Ewéva 3: Ameikovion evog TPLodLaoTATOL YNOLEKOY HoVTELOD (ETAVM) KoL 1 ETIOPAGT TOV £0VV GE AVTO
OLOQPOPETIKA TTaYN TOV 6TPOCEOV (KAT®) [4]

IMa ™ dnuovpyia, A6V, TOV TPAYUATIKOD OVTIKEUEVOL 1 Stadikacio EEKIVE YPTCILOTOLDVTOG
éva apyeio 1o omoio amotelel v ££0d0 evoc mpoypdupatog CAD (Computer Aided Design). To
TPIGOLAGTATO YNELOKO HOVTELO umopel vor dnpiovpynBet amd Kdmowov e€etdikevpévo oyedootn
KOL YVAGTY TOV TPOYPOUUATOV CAD 1 UTopel va. givotl amoTtéAeGHLa oG O1a0KOGTOG avVTIGTPOPNG
unyavikng (Reverse Engineering) mov €popUOCTNKE G £va QUGIKO OVTIKEILEVO, TO OO0 OTN
ocuvéyeln ynelomomdnke. Xe avtd 10 6TAO0 TO YNELOUKO LOVTEAO UTOPEL VO VITOGTEL UNYAVIKY|
avdAivon kot BeAtioTonoinorn PHEcw KAmoov cuoTratog CAE (Computer Aided Engineering). 10
TeEMKO apyeio Tov e&dyetal amd To cVoTNUE CAD gumepl€yovtat OAES EKEIVEG 01 TANPOPOPIES TOV

YMEKov HoVTELOL oL €ivorl amapaitnTe Yo vo meptypopel 1 eEmtepikn yeopetpio tov. ITo
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ovyKekpléva, 1o apyeio ocvvnbileton vo eivar oe popen .STL, ywoo v omoio mapotiBevion
TEPLGGOTEPEC TANPOPOPIEG OE EMOUEVO KEPAANLO. ZNUAVTIKO GTOLYXEIO KOTE TNV AmOTOHT®GT TV
YEQUETPIKAOV YOPUKTNPICTIKOV TOV HOVTEAOV gival va dttnpnOel n cuvoyn g EMQAVELLS TOV
yopic acvvéyeleg (kevd), KobB®G amotelohv onuUavTIK) outio. SVOYEPELNG TNG EMPOVELNKNG
TO1OTNTOG TOL OVTIKEEVOL KOl UTTOPEL VoL 00MYGOVV KOO Kol G amoTuyio TG dnpovpyiog

TOV.

21 oLVEKELD aKkOoAOVOEL 1| O100TKAGTOL LETAPOPAS TOV OPYEIOV OWTOV GTNV OVAAOYN UNYXAVI AM,
®OOTE TO YNPLoKd Loviého vo AaPel puotkr| vrdotaot. [Iponyovuévmg, kpiveton avaykaio vo £xet
ereyyBel ko va emoinbevbel  opbBOTTOL TOV KOppaTow. ESd yiveton évag mpoéheyyog tng
EKTOTOONG, 0 OTTO10G EMKEVIPAOVETAL GTO 1010 TO LOVTELD KO TTLO ELGIKA TNV TOTOOETHON KOl GTOV
TPOCAVATOAIGUO TOV GE GYECN LE TNV TEPLOYN EKTVTMOONG TNG UNYAVIG, OALYL KOl GE GYEOT LE

GAho avtikeipevo Tov TPOKETOL Vo EKTVT®OOVV cuyypdvemg, oty mepintmorn o polikng

TOPOYWYNG.

Eniong mpénet vo AneBodv vr’ Oyiv 01 1010t TEG TOV LAKOD 1 TV VAIKAOV oV o yp1ciponombodv
KT TV EKTOT®ON. Mg 6100 TN HeYaADTEPT dLVATY AVTIGTOLYIO TV SIUCTAGEWDY TOV YNPLOKOV
KOl TOV QUOIKOV HOVTEAOVL, HEAETATOL 1| OEPLUKT AY@YLOTNTO TOV DAIKOV KOl KOTE OGO 0VTY|
ennpedlel Tic emBupunTég 0100TAGELS (CLGTOAN - S1OGTOAN) AOY® TS LETAPOANG TG Beprokpaciog
KAt TNV OdpKeLn TG EKTOTOONG. AvTth 1 dtodikacio gival 1010iTEPA CNUAVTIKY GTNV TEPITTMOT)

TOV LETAAMK®OV VAIKOV KO KPAUATOV.

IMa va amopevyBovv, Lomdv, TuxOV acTo)ies, av KpBel avaykaio, 1 EKTOT®ON Uropel va yivel vod
™V avéAoyn KAipaKo Tov apytkov ynelakol povtédov. E@dcov mhéov Exovv kKabopiotel autég ot
TAPALETPOL, OMOUEVEL VO YIVOUV KOTOlEG €MAOYES €vtdg NG 101G Tng pUnyovhg, Ommg Yo
TOPAOELYHO TO TAYOG TOV OTPAOGE®V TOV LAIKOV (cvvnbm¢ wvpaivetor peta&d 0,01mm xon

0,254mm) kot 1 ToGOTNTA LAIKOV TTov Ba xpnoipomomdei.

Téhog, apov mapaybel 1o aviikeipevo, edéyyetor 1 mwoldtTd Tov Ko omoaciletor av Oa
TPOYMPNOEL GE OUOIKAGIEG LETEMEEEPYATING, OTMG GE AElavoT TNG EMPAVELAS TOL (QPvipiopa) 1)
o€ €QOPLOYN O18POPOV YMUK®V Kot Oepikmv diepyacidv. O 6tdy0g eivon Tévtote 1 enitevsn Kot

N dlTNPNoN TOV ETBVUNTOV TEMK®V O106TAGEMV KO UNYOVIKOV 1010THTOV [4, 5].



1.3 Iotopun avadpoun

EvAoya Oa pavtaldtav Kaveic Tmg pia TEToto TEXVIKN £Ivol amoTEAEGILA TNG TEXVOLOYIKNG YVAONG
TOV TEAELTALOL OdVO. 26TOGO, P TPOT IGTOPIKT AVUPOPE GTN SNULIOVPYIO OVTIKEUEVOV HECH
EMOAMNAOV GTPOGEMY LAMKOD UTopel v VIOMIGTEL 0TV KOTAoKELAGTIKN HEA0SO KTipimV TOL
YPNOUOTOMONKE YIALAOES YpOVIOL TPV Ad TOVS KOTOikovg TG Aryvmtov Kot G Notiov Apeptkng

[4].

Ewéva 4: All Gizah Pyramids (Ricardo Liberto, 2006) [6]

H npdt eppdvion g mpochetikn KOTaoKELNS LE TN GVYXPOVH LOPPT| TNG EYIVE TV dEKAETIO TOV
1980 amd tov Chuck Hull (Charles W. Hull), o onoiog amotédese kot tov cuvidput kot CTO g
TOCTyVOoTNG €TOUpiag 6To Y®POo NG mTpocsbetikng kataokevng, 3D Systems Corporation (1986).
To 1983 o Chuck Hulls epnbpe ™ pébodo tng otepeoiboypapiog Kol ONUIOVPYNCE TO TPDOTO
TPLEOLACTATO EKTVTTOUEVO OVTIKEILEVO, TO 0moio tav pia Baon eakov onttopetpiog (Ewova 1.6),

evod 10 1984 katoybpwoe v gvpestteyvio TG 6TEPEOMBOYPAPIKNG KOTACKELNS (SLA).



Ewéva 5: Charles W. Hull (CNN Business, 2014) [7]

Ewova 6 : H tpd T TpLodidotatn ekTonmon oty totopic (3D Systems) [8]

To 1989 katoyvpoveror ko n gupeotteyvia g Selective Laser Sintering (SLS) mpocOetikng
katackevns. [TAéov, amd 10 2013 n 3D Systems Bpicketat evepyd Kot 6TOV YDOPO TG TPOGHETIKNG

KOTOOKELNG LeTAALOL pécm G peBoddov DMP (Direct Metal Printing) [8].

ATO TV TPpOTN NG ELPAVIOT KoL LE TNV TAPOSO TOV YPOVAOV, OAOEVO KOl TEPIGGOTEPES ETALPIES
vioBétnoav ™ péEBodo TG TPosOHETIKNG KATAGKELNG. ApYLoe Vo amoTeELEL £vol amd TO EVOLAUESH
oTAdWL TNG PLOUNYAVIKNG OVATTTUENG TV TPOIOVIMV, EMELON LE TN PNON TNG ULTOPOVGE VO SMCEL
Kavelg e0KOA KOl YPTYOPO PUGTKT] VITOGTACT| OTIG 10£EG TOL Y10 £val TOAVO PEAAOVTIKO TTPOiOV.

Me avtdv ToV TpOTO, 1| TPIoOIAcTATN EKTOHT®ON Kabep®Onke cav pia pébodo Tayeiog dnuovpyiog
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npototvmev (Rapid Prototyping - RP), aALd Oyl kotackevng teMk®dv mpoidoviwv. H texvoroyia
VMK®V, 0AAG KO 1] VITOAOYIGTIKN 10YVG TNG EMOYNG OEV EMETPENE OTIG KUTACKEVACTIKEG ETOIPIES
va dfécovy oV ayopd mpoidvta mov elyav mapoydel anevdeiog and pedddovg TpochHeTikng

KOTOOKELNG, kabmg Bewpovvtay ava&lomota.

Evtovtotig, amd t dekaetio tov 1980 puéypt kot onpepa n texvoroyio TG TpocOETIKNG KOTAGKEVLNG
dev €xel otapatnoet vo eéelioocetar. H tepdotio avdmtuén mov yvoploe o TORENS TV
NAEKTPOVIKOV DTOAOYIGTOV Ta TeEAevTain 60 ypdvia £d0mwace YdPo Yo fertivon oto AOyIGHIKA 3D
oYEOGHOV CAD, OAAQ Kol OTO AOYIGHIKA UNYOVIKNG Tpocopoimong CAE. ITAéov, vmapyel
AmOPO{TNTI VTOAOYIOTIKT 16Y0G, MOTE TA GLOGTHOTA CAD VL LITOPOVV VO OTTEIKOVIGOVV e HEYAAO
Babpod peaMGHOD T TPIOOACTOTO YNOLOKA LOVTEAL, YEYOVOS TTOV EMETPEYE GTOVS OXEONOTES

Vo 0EL0TOGOVV TIG KOVOTNTESG KOL TNV QOVTAGI0 TOVG XOPIg TEPLOPIGLLOVG.

Ewova 7: Ivan Sutherland, onpiovpyég tov
ovotipatog Sketchpad, Tov Tp®dTOoVL Aoyropikov CAD
(Lincoln Labs, MIT, 1963) [9]

o\

oA

oy

Ewévao 8: H Aston Martin One-77 oyedroopévn
o670 Aoyiopké SOLIDWORKS [10]




Tavtodypova, Ta cuotiuate CAE eivar TAéov o€ BEom va TPOGOUOIALoVY TOVG KAVOVEG TNG PVONG
pe térola akpifelon mov o€ MOAAEG TEPMTMOELS £XOVV TN dVVATOTNTO VO, OVTIKAOIGTOOV TIg
LETPNOELG €VOG TPAYLOTIKOD TEPAUOTOC KOl Vo T0 KaBiotohv meptttd. Mio amd Tic moAAEG
TEPMTOGELS AE10TOINGNG TOV GLYYPOVEOV GUOGTNUAT®OV CAE amOTEAEL M AMOTEPA TNG ETOIPIOG
BETA CAE Systems. Xpnotponotwvtog dedopéva amd va crash test tov poviédov Volvo XC60, mov
éloPe amd 1o Safety Center tng avtokwvnrofrounyovioc VOLVO, KOTAPEPE VO TPOGOUOIDGEL TIG

TPAYUATIKEG GLVONKEG GVYKPOLONG TOV OYNUATOG [11].

[Mapamnpeiton mog to amotedécpato tov simulation, 6mwg ovtd @aivovior ot (dveg
TOPAUOPPOONG TOV YNOLOUKOV HOVTEAOV, TPOGEYYILovV o€ TOAD peyddo Babuod v enidpacn Tov
TAGEWV OV OEYTNKE TO TPOYUATIKO OYnua Kot TV Kpovon. A&ilet kaveig va avapmtnOel av ot
Bropunyavieg etvar amopaitnTo vo VTOGTOVV TO0 KOGTOG TOV TPOKVTTEL OO TNV KATAGTPOPY| L0
pepidog tov mpoidvimv mov mapdyovy, ®cTe va amoderyBel 1 a&lomiotio ToOVg VO TPOYUOTIKEG

GLVONKEG, 1 OV LTOPOVV VO TO ATTOPVYOVV A&LOTOUDVTOS TIG OLVATOTNTEG TOV GLOTNUAT®OV CAE.

Real test Simulation in META

Ewova 9: Arotedéoparta mpocopoimong crash test tov Volvo XC60 cto
Aoywopiké META (BETA CAE Systems, 2018) [11]



Emnpocbeta, 1000 T VAIKE KOTAOKEVTIG OGO KO 01 UNYOVES TPOCHETIKNG KOTAGKEVNG YVOPLGAY
payodaio Bertiowon Tig TeAevtaieg dekoetiec. Ta cUuyypova molvuep VAIKAE aAAG Kot To KPALOTOL
UETAAL®V OV YPNCYLOTOLOVVTIOL GTNV TPICOLIGTOT EKTUIMGT, GE GUVOVAGUO LE TNV TPONYUEVN
TEYVOLOYIOL TOV PUNYOVOV TPOCHETIKNG KOTACKELNG, TPOCPEPOLY OMOTEAEGLATO TPOIOVIWV LE
eEAPETIKA LYNATN TOLOTNTO KOTAGKEVNG KO UNYOVIKOV 1010THTOV. XOPAKTNPIOTIKO TOPEOETY L0
TOV OLVATOTNTMOV TNG TPOCHETIKNG KATUOKELNG OmoTeELEL 1| Tpoomdbela g eTaupiog AMAERO, N
omoia dnpovpynoe £va KEAVPOG TVPOVAOKIVITIPO LLE ECOTEPIKES AVAUKMOGELS, LLE OKOTTO TNV TTLO
ATOTEAEGUOTIKY £Kyvor Kovoipov. To mpoidv eivarl amotélecua TPIGOACTATNG EKTOTMOONG LE
XPNOMN LETAAAOVL 0md TNV 1010 TNV £Toupia Kot EEMEPVE TIG TPOGOOKIES TG TPOGHETIKTG KATAGKELNG

ocov apopd tig Oepuikéc katamovioelg (Ewova 1.10).

-~

Ewova 10: Tprodidotate ektormpévog mvpoviokivntiipos (AMAERO,2017) [12]

Ot Aoyor avtol odMynoav v TPOCHETIKY] KOTAGKELT OO TO OTASI0 TNG OMANG Onpiovpyiog
TPOTOTVT®V, GTNV KAOEPMOT| TG 0 Uio TANPMG IKOVH KATOOKELOOTIKN HEB0S0 TEMKOV Kot

EUTOPEVSILOV TTPOIOVI®OV, HE TANODOPA TAEOVEKTNUATOV EVOVTL TOV KAUCIKOV HEOGO®V

TOPAYWOYNG.



Kepdharo 2

2.1 Teyvoloyiec mpocOHETIKNC KATATKEVNC

H e&éMEN ¢ TpooHEeTIKNG KOTAGKELNG LEG GTOV XPOVO, ELPAVICE TV TANODPO SOLVATOTHTOV
OV UIOPEL TPOGPEPEL. AELOTOIDMVTAG TNV CUYKEKPILEVT TEXVOAOYIO ONUOVPYNONKOY TPOOTTIKES
Yo véa TPOTOVTA e UEYAAT TOKIAMO OGOV aPOPE TNV LOPPON TOVG, TO VAIKO KATOOGKELNG TOVG,
OAAG KO TOV TEMKO oKOoTo ypnong tove. Htav endpevo Lomdv va avartuyBovv oe peydro Badud
Kot ot teyvoroyleg depyasidv AM. To peydro mAN00G TV OLUPOPETIKOV UNYOVOV Kot
TEYVOLOYIDV TPOCHETIKNG KATAOKEVNG, OONYNOE OTNV EMTAKTIKN OVAYKN YLl KATNYOPLOTOINoT)|
touc. 'Exovv yivel moAAég mpoomabeieg Yoo TaSvOun o TV dlEPYOsIOY AM avAAOYO e S1ApOPa
YOPOKTNPLOTIKA TOV T1G O10KPIVOLV, OTIMG Y10l TOPASELYLOL TV TPMTH VAN TOL XPTGLLOTOLOVV 1) TO
€100g g teyvoroyiag mov a&lomoovv [3]. Qo1dc0 0 TPOTOG TASIVOUNGNS TOV EMKPATNOE Elvat

avtdg mov poteve to 1997 o D.T. Pham.

2opeova pe avtdv ToV TPOTO KATNYOPLOToinongs, ¥pNoLonoleitol £va cOGTNO dV0 JUGTAGE®V.
Ot mpdTEG UNYOVES TPOGHETIKNG KATAGKELTG YPNOLUOTO0VGAV £va Kot POvo onpeio evandeong
DMKOV HE TO 0moi0 KAALTTTOV TNV EMPAVELD GTNV ool oynuatiiotav n Kabe otpdon. Mg v
Thp0od0 TOL YPOVOL Kot TNV EEMEN NG TEYVOLOYing avénOnie o aplBnog onueimv Tapoyng LAIKOV,
pe okond v Pedtioon g arodotikdtnTag TV unyavav AM. O tpdrog Aowmdv dnpovpyiag twv
OTPAOGEMV OMOTEAEL TO TPMTO KPITNPLO GTOV TPOTo ToStvoumons tov Pham yua t1g teyvoloyieg
pocBetikng Kataokevnc. [T cuykekpipéva ot TpOTOL GAPWONG TNG EMUPAVELNS TOV CTPMUATOG

pumopotv va dtakplfohv 6Te GLGTNUOTOL:

1. Movodibototo Kavail cépmong 1D, Katd To omoio 1 EMOAVELN CAPOVETAL amd £vol
Hovadlkod onpeio.

2. IMoAlamAd povodidotata Kavaila cdpmong 2x1D, OTov TV otV ETPAVELDL OPOLYV
TOVTOYPOVA TEPLGGOTEPQ OO EVO LOVOOLAGTATO KOVAALDL.

3. Zvotoyia (Array) 1D KovoAdv, To Omoio. dpOVV TOVTOYPOVMOG LE KOWN YPOUUN
EKKIVIIONG KO YPOLLKA GOPDOVOVY OAOKAN PN TNV ETLQAVELQL.

4. Aweoibotato KavoA 2D, To 0moio cap®dVveL KoTevbeioy OAOKANPN TNV ETQAVELN TPV

mepacel 6to endpevo Layer.
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1D kavdM 2x1D kavahia Tuatolyia 1D 2D kavaht

s 1Y KavaAwv N
.-"_'x| f X,

b

N —

Ewova 11: Or pé00001 6GPp@ONGS TOV ETLYPUVELDV OTIS TEYVOLOYIEG TPOSOETIKNG KATUOKEVTG [4]

Q061660 1 ¥PNoN aVTOL TOL KPLTNPiov Kot Pdvo dev gfvor OPKETN Yo TNV GOEN TOEVOUNGT TOV
nefddmv AM, kaBdg Tapovstaletor To TPOPAN A OTL dlepyacies pe PHeYEAES O10pOpPEG LETAED TOVG
teivouv va eviaccovtol otny id1a Katnyopia. o avtd to AMdyw eodydnke and tov Pham n popen
™G TPOTNG VANG ¢ devTEPO Kprtiplo agloddynong tov uebddwv, oe cuvOLOCUO TAVIN LE TO
TPOTO. ZOUe®va Le Tov Pham o1 tpdteg HAeS 6TIG TEYVOLOYIEG TPOGHETIKNG KATAGKELNS LTOPOVV
va gvtomicBovv og popen endAAnAdv eOAmv (laminated sheets), dakpitov copatdiov (discrete
particles), tnypévov viwkov (molten material) kot molvpepovg vypng kotactaong (liquid
polymer). BéBaia oe avt) v Aota dev mepthapPdvovtar To e01KEG KOTNYOPIES TPDOTOV VADV
omwg etvar Yo mopddetypo VAKE mov eumeplEyovy mPOSUIEEL Kot dtdpopa cuvOeTa VALK

(composites) [13].

2.1.1 2votiuato, eTGAANAOV OIADY 0TEPEOD DAIKOD

Mia yopaKTNPIoTIKY TEPIMTOON TEXVOAOYING AM TTOv £KaAVE XPNON VANG GE LOPPT) GUYKOAANGNG
eENAAANA®V @UAA®V (LOM - Laminated Object Manufacturing), f|tov T0 GOGTNLLO TNG OUEPIKOVIKTG
etapiog Helisys yuo v toyelo kotackevn epyoieiov. Avt n texvoAoyio mTpocHeTIKNG
KOTOOKELNG oTNPILETAL GTNV GTPOUATIKN TPOGEYYIOT] KOTACKEVTG TPIOOIUCTOTOV OVTIKEUEVOV
Kol umopel vo epapuootel o€ yopti, TAACTIKO Kol HETOALO, To omoia eivonl cuvnBwg o LopET|
porov. Katd v ektéleon tng dadikaciag yivetar yprion evog Aélep 010&edion Tov dvBpaxa
1oy006 25-50 Watt [14] mov oymuotilel Kot amoKOnTEL TPOCYEOACUEVA CYNUATA GE LOPOT| LOTIPwV
(patterns). Mg tov Tpdmo avtd dnpovpyovvTal ot S1atopés Tov Ba amoteAécovy TV KABe oTpdon
(layer) tov peAlovTikoD OVTIKEIEVOL. TNV GLVEXELD TO KAOE VA0 TPOGKOAAATAL GTO, LVITOAOUTOL

pe ™ Pondeta Oeppuxd evepyomorodpevng pntivng [4]. Ztnv mepintwon epaproyns oe HETAALO, Yo
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TV £veon TV GUALOV XPTGLLOTOOVVTOL TEXVIKES OTMG 1] GLYKOAANON e avtioTtaon (resistance
welding), n ocvykOAAnon pe ypnon opeiyairkov (blazing) xor n cvykdAinom pe Aéwlep (laser
welding) [5]. Z10 teMKd 0TAd0 aatpeital To TAEOVALOV DAMKO Kol OTOKUAVTTETOL TO TEAMKO

KOUUATL.

Lo baarm
/ii X-¥ moving optic head

Current layer

Part |lays outhing and crosshatch

Prenious
layar
*upphr ol -La.,.m pan /
and support material
. — .
Platform Wasta 1ake-up roll

Ewova 12: Zootnpo cvykoAAnong exdiiniov gOUALOV (LOM) [15].

Ewéva 13: IIpoiov mpocOeTIKi|C KATAGKEVNS HE XPNON EXAAANAOV QUAL®V [16].
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2.1.2 Xvotiuato. ue pevotn mpatyn vAn

[Ipwdt VAN vYpNg HopENG cLVNOWE GLVAVTATOL GE GUGTHATO TOV KAVOLV YPNOT LVAIKOV UE
1010t TEC TOAVEPIGLOV. Baoikn apyn Tovg elvar 0Tt To apyiKd peuoTd LAIKO EpYETAL GE EMOQY|
Kot avTidpdel ynukd pe aktvoPoro evog Kabopiopévov PAKOLS KOUOTOG Tov odnyel otnv
otepeonoinon tov. Ta mePIocdTEPE POTOTOAVUEPT OVTIOPOUV OTOV £PYOVIOL GE EMAPN HE
aKTivoPoAic. M omoio avikel otV VIEPIOON Tepoyn (UV). H avtidpaon avt ovopdleton
(POTOTOAVUEPICUOC KOl AmOTEAEL piol apKETA TEPITAOKT) O100IKAGTIO e TOAAOVS EUTAEKOUEVOLS

TOPAYOVTEG.

Mia gvpéwg yvoot pébodog AM Tov ypMGIUOTOLEITAL, THG OTToiag 1| TPATN VAN Ppioketanr oty
vypn odon, etvor 1 otepeoMboypapion (SLA-Stereolithography). Onwg oavagépbnke ot
TPONYOLUEVMG, I LEBOSOC anTN £Kave TNV ELPAVIOT] TG Yol TPAOTN POopd TV dekaetio Tov 1980
a6 v 3D Systems. H dadwcacio Eekivdel pe v eloaywyn evog apyeiov (Lopeng .STL) otov
eEOMTMGLO TOV GLGTIHATOS OTOVL «TEUAYILETOY GE dTUNTIKA, Yynolakd layers. 1 cuvéyeia pia
déoun laser vepiddovg axtvoPoriag eotidleton ota amapaitnTa onueio ™S PELVGTNS PNTIVIG,
OOV Kol TNV 6TEPEOTOIEL, oynuatifovtog £Tol TV emimedn yempetpio tov layer. H dwodikacio
eravorapfPdaveral yio ké0e eminedo péypt to TpLod1doToTO AvVTIKEINEVO Vo 0AoKANpwOet [17]. To
LEYOADTEPO TAEOVEKTNLLA TG 0TEPEOABOYpaPing eival TO YeEYOvOg OTL TO TEMKO GTEPED TPOIOV
yopokTnpiletor amd moAD UIKPEG YEWMUETPIKES AMMAELES GE oYéon Ue TIG emBuunTég TIHES TOL

d0OnKav Katd ToV Yynelokod oxedlacid Tov LOVTEAOV 6TO TPOYpapLe CAD.

Laser source

_ \ Scanning mirror

Laser beam — —

Liquid resin
" surface

+ Platform

|-~ — — — Piston

Ewova 14: H otepeomBoypagio o nédodog npocdeTikig kataokevng [18, 19].
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2.1.3 Xvotiuato. ue mpwty VAN o€ LOPPH O1AKPITOV OCWUOTIOIDV

211 mo ovyypoveg neBodovg AM, 1 TPOTN VAN TElvEL Vo PpiokETon GE HOPPN KOKK®V,
TPOGOI00VTOG £TCL TOAD KOAN EMLPAVELNKT TOOTNTA GTO TEAKO TPoidv. O1 ToVvdpeg avTég umopel
va éyovv oav PBdon Tovg KAmolo TOAVUEPEG N KEPUUIKO VAIKO, 1| OKOUO, KOl VO OTOTEAOVV
ocopotidla petdAlov. Ot kOKKOL TaPOoLGLALOVY LEYAAT OLOLOYEVELD OC TPOG T HOPPY| TOVS, EVOD

mopoatnpeital pio pKpn StokOpoven oto peyebdc toug [4].

Ta cvotiuata avtd faciloviot otnv Aoyikn Tov 1D Kavaiiov, Ve Topovctdlovy pueydin mowiiio
oTOV TPOMO £vmoNS TV KOKK®V, ®ote va dnpovpyndel 1o telkd avtkeipevo. H mo ko
péB0d0C GLGCOUATMONG TOV COUOTOIOV dev givarl GAAN amd v puéBodo tov BJ (Binder Jetting).
MV TEYVIKN OLTH, YO TNV GULYKOAANGT TOV COUOTOIOV YXPNGLOTOOVVIOL GTOYOoVIOld
GLYKOAANTIKNG OLGIOG, TO 0010 SIOYETEVOVTOL GE GUYKEKPIUEVA oNueio TNG KATVNG LLE TNV TOVSPaL.
O1 KOKKO1 GLYKOALOVVTOL ONUOVPYDOVTOG £TCL KAT ETEKTOOT) TO EMBOLUNTO avTIKEINEVO. AKPIPOC
AOY® TOL YEYOVOTOG OTL 1] CLGGMUATOGT gV Paciletar o€ KAmola W1OTNTA TOL LAKOV THG TPADTNG
VANG, diveton tepdoTio EAeVBEPia OC TPOG TNV TOKIMA TV SPOPETIKMV VAIKADV TOV UITOPOVV VL
YPNOLOTOMOOVV Gav TPATN VAN Y10 TO TEMKO TTPOIOV 0TS SLAPOPO. TOAVUEPT] KOl KEPOUIKE

VAKA.

[Mapoéro mov M péBodog tov BJ pmopel vo ypnoyomombel kot otnv mpocHeTIKY] KOTOGKELT
HETAALOL, GLVNO®G OTOV YPNGIUOTOLEITOL KATOL0 HETAAAO 1) KPAUO UETAAA®V ®©C TPAOTN VAN
TEVOUV VO YPNGLOTOLOVVTOL SLOPOPETIKEG TEYVIKEG TPOCHETIKNG KATOGKELNG, Ol omoies Oa
avamtuyBovv otV cvvéyela. Ot dadkacieg aVTES, EKUETAAAEVOUEVES TNV GUYKOAANTIKN 1010TNTO

TOV LETAAA®V VIO VYNAEG Bepriokpacies, ypnotponotobv déoun Laser yio tnv évoon Tov KOKK®V.

Ewéva 15: [IpocBeTiKi] KATAGKEVT] KEPUUIKDOV
VAMK®V pg ypiion BJ [20].
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2.1.4 Xvortiuato. tnyuévaov vlikwv

Towg M mo dradedopévn Lope VAIK®OV Tpocsbetikng katackeuns. H pébodoc Paciletor otnv tén
™G TPMOTNG VANG DdoTE Vo umopel va dloyetevtel ota onueio mov yperaletatl. ITo cuykekpipuéva
neprapBdaverar Evoc OaAiapog Tpoféprovong o omoiog avéavel TNy Oeprokpascio TOL LAIKOV HEYPL
avtd va etdoet oty Beppoxpacio ™ENG Tov. Otav n TpdTn VAN ETdoEL 610 onueio ™MENS TG,
péet evtOg VO TPOPOJOTIKOD GLGTILOTOG KOl TN cuvEXELn eEmBeitol eAeyyopeva péca amod Eva
aKkpo@vo1o. Eivar n katnyopia cuotnudtmv tpocHeTikng KOTAGKEVNG TOV £0MGE TNV OLVATOTNTA
oTOV PEGO AvOp®TO va amoKTNoEL TPOGPAo Kot VO avaKOADYEL TOV KOGHO TG TPIGOAGTOTNG
EKTUTMOONG. ZePeVYoOVTOg TAEOV Oamd TO OpPlol TOV ETIGTNUOVIK®OV EPYOSTNPIOV Kol TNG
Brounyovikng mopaywyng TAEOV EVKOAG Umopel Kavelg e Youniod k66Tog va mpounbevtel évav
TPIGOLAGTOTO EKTUTIMTY KoL VO OPYICEL VO EEOIKEIDVETOL e AT TV TEYVoAoYia. H mo ko
Katnyopio GUGTNUATOV TYUEVOL DAKOD aOTEAOVV 01 eKTLTMTEG oL Pacilovtar oty pébodo
FDM (Fused Deposition Modeling) tng etaupiog Stratasys. H evandOeon pmopel va yiver ko pe
TOPOTAV® oo EVOL KOVOALD MGTE VO XPNCILOTOLOVVTOL SPOPETIKA VAKE (cuvnBmg Vo). To
devTEPO VAKO Telvel va Exel youniotepo onpueio ™ENG omd T0 TPAOTO KoL YPNCLUOTOLEITOL GTNV
onpovpyia oNPyHdtov [4]. Zav TpdT VAN TIG TEPIGGOTEPES POPES XPTCLOTOLOVVTOL TTOAVUEPT|

VMKA, 0AAG 1 1EBOOOC ivat EVPE®G YVOGTI KO 6TV TPOCHETIKN KATOGKELT] LETAALOV.

FILAMENT

MOVABLE
FDM HEAD

Build platform

MOVABLE
SUBSTRATE

Ewova 16 : Alodikacio Tplodrdotorng ekToTmong pe ) pédodso FDM [13, 21].

Ymv mapovca epyacio Oa ypnoyorombel cov péBod0g Tayeiog TPMTOTHTNONG Y10 TNV KOTAGKELY
evog tepoyiov amd TOAVUEPES LAMKO TPV aUTO KOTOOKEVOOTEL LE TPOGHETIKN KOTOOKEL

HeTdALOVL.
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2.1.5 Talwounon twv uedoowv mpocletikng KOTATKEVHS

ZOUQmVE AOUTOV PE TV HOPPY| TNG TPAOTNG VANG, Ol KUPLOTEPES LEOODOL TPOGHETIKNG KOTAGKEVNG

ouvolkd Oa propovcav va katnyoptomondodv og eENG:

3D Printing

Techniques

Raw Material in Raw Material in Raw Material in Raw Material in
Liquid Form Solid Form Powder Form Sheets
Selective . ;
Stereolithography Laser Ml Laminated Object
Sintering Manufacturing

Palyjet 3D printing | | lei?s:ﬂfial | | PaE'IFr harr:ination
- echnology
Bl Multi Jet Forming aw  Deposition
Modeling Lamination
e

Ewéva 17: Katnyopromoinen tov pedédmv AM avaroyo pe v popon g Tpatngs ving [22].

Sintering

DLP Printing

- Laser PQWd er Selective

Eva tavtdypova copemva pe v pébodo tagivounong mov npdteve o Pham 1 katnyopromoinon

yiveton og eENg:

MATERIAL
ADDITION

DISCRETE
PARTICLES

LIQUID SOLID
SHEETS

SOLIDIFICATION SOLIDIFICATION SOLIDIFICATION
OF A LIQUID OF AN OF MOLTEN
POLYMER ELECTROSET MATERIAL

FLUID

FUSING OF
PARTICLES
BY LASER

JOINING OF
PARTICLES
WITH A BINDER

BONDING OF
SHEETS WITH
ADHESIVE

BONDING OF
SHEETS WITH
LIGHT

KES) SLS, GPD) K3DP, SF, TSF) LOM) SFP)
POINT LAYER HOLOGRAPHIC POINT LAYER
BY POINT BY LAYER SURFACE BY POINT BY LAYER
SL,  LTP| kSGC) HIS) BPM,  FDM, SDM)
15) DW)

Ewoéva 18: Katnyopromoinon tov pedédsmv AM odpgova pe tov Pham [13].

- 16 -



MoAupepég

vypig
KOTAOTOONG

Awokprta
cwpatidla

Tnyuévo UAIKO

®DUAAa otepEOV
UAkoU

Zuotolyia 1D
2X1D KavdaAio KovoAwwv

Dual Beam SLA Microtech
LA (3D j
M ELDSTRTTE (3D Systems) Object (Envisiontec)
SEL ), 7k LST (EOS) 3D Printin DPS
LENS (Phoenix), SDM g
FDM (Solidscape) Thermojet
PLT (KIRA)

ivaxag 1: Katnyopromoinen tTov S1EpyaoL@dv 6TPOUOTIKIG KOTACKEVNS Tov Pham pe kdmwoleg ovyypoveg

npooOnkeg [4, 13].

Ee
: <& = &£
3 5 & & & ¥
\{\o‘l i I:R; e p & ‘&,_'{j @:'.\ 1{_{\@.
Process Acronyms  Feedstock & E K ¢ & F Other
. FFF,FDM, | Filament, rod, '
€ i fralisll BN BN REGEN IR BN JEEE
2 3

O Photopolymerization SLéLI[?;LP, Liquid . . . . .

Selective SLS, HSS,

Laser Sintering MIE Powder . . .

Selective SLM, DMLS,
. Laser Melting EBM Powder ®

Sugar, Sand,
e Binder Jetting BI, 3DP Powder ® o @ Plaster,
Pharmaceuticals |
1) . . MI, Polyjet, -y *

‘W Material Jetting Multijet Liquid . . . . . .

Directed Energy DED, LENS,

Deposition EBAM | Ve powder ® O -

> b
. Sheet Lamination LOM, UAM Sheet ® ® O ©o *» Paper
Mivoxog 2 : Katnyopromoinen pedodmv avdroya pe ™ soppfoatétnte T TpdTNS OAnG [23].
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2.2 IIpocBetikn KaTOOKELT] LETAALOV.

H évvola g 1p1odidotatng EKTOTMONG 0V GPYNGE VO EIGYMPNOEL OTIC YPULUUES TOPOYMYNS TOV
Brounyoviov. To onueio Kapmng NTov 6tay o1 TPMOTEG VAES TOL YPTCLUOTOLOVVTOY TEPAUCHY OO
TNV KOTNYOoPio TV TOAVUEPDV, GE AVTH TOV LETOAM®V. H petdfaom avt Epepe enavactaoct oTig
dVVATOTNTEG TNG TPOGHETIKNG KATACKELNG Kol avTd 0dNYNoE 0TO Vo Elc0yOel aKOUO KOl GTOVG

TOUELS TNG awToKVNTOBOUN)XOVIaG KOl TNG LEPOVALTIYIKNG.

Ewéva 19 : Project 3i-PRINT o¢ Volkswagen Caddy [24].
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Ot etapieg mov mpav TV AmOEACT Vo €MEVOVGOLV G€ UEBOSOVE TPOGOETIKNG KATAOKEVNG
UETAAAOL VP YOPX SOTIGTOGAV TO TOAAUTAL OPEAT ALTOV TV TEXVOAOYIDV. Kuplotepo OAmV Oa
UTOPOVGE VO OMOTELEGEL 1 LEIMOT] TOV GUVOAIKOD YPOVOL KATOCKEVLNG TMV TEAMK®V TPOTOVIWV,
OAAG Kot 1 duvaTOTNTO KOTOOKELNG TPOIdVTOV Tepimhokng yewpetpiag. Emopévmg kowvdg
OLVTEAEGTNG OA®V Elval M aOENOT TG TOPOYOYIKOTNTOG TNG TApAy®YNS. Me v mépodo Ttov
YPOVOL M TEYVOYVOGIO TOV HETOAMK®OV DMKOV eTETpeye TNV e£EMEN TV PEBOSOL TPOochHETIKNG
KOTOOKELNG UETAALOL evdd 00N ynoe Kot otnv avdmtuén véov. Kanoteg and 11 mo ddonueg

OVOADOVTOL GTN GUVEYELL.

1984 — Deckard & Beaman begin original SLS
experiments with 100W YAG laser heatsource [2]

1986 — Deckard & Beaman start Betsy, continue 1986 - 5LS patented by Deckard at University of
research into “SLS" [2] Texas [7]

1989- Original “3D Printing”, or inkjet binder
deposition, patented by Sachs & Cima at MIT [8] 1990 - First 3D printed metal part by Manriguez-
Frayre and Bourell [6]

1995 — Firstcommercial SLM machine launched 1995 - 5andia National Laboratories begins LENS
by EOS (EOSINT M 250) [9] development [10]

1997 - EOS licenses SLS rights from 3D Systems
and focuses on powder bed technology [9]

/ 1999 - Ultrasonic consolidation patented by

Dawn White of Solidica[11
2000- EBM patented by Andersson & Larsson : (a1

and licensed by Arcam AB [12]

2001 - 3D Systems acquires DTM, original
2002 - Arcam launches first commercial machine, company to commercialize SLS technology [2]
the 512 [13]

2007 - CE-certification of hip implant
manufactured by EBM [13]

2012 - 3D Systems acquires Z-Corp, holder of
original patent on inkjet binder process [2]

Ewéva 20 : IoTopiko povodlaypopupa GNIOvIIKOV YeYoveTov 6ty AM petdiiov [25].
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2.2.1 Xvotiuato. Selective Laser Sintering - SLS

H ntpdtn amdmepa kataokevng petaAlkdv eCopmudtov Elape ydpa to 1990 Iaveniotipio tov
TéEoc. To TpdTO KOUUATL TOV dNUIOVPYNONKE NTOV ATOTEAEGHA EVOOTG O1APOP®V KPAUAT®V
HETOAALOV GE HOPPN OKOVNG, OM®G 0 Koooitepog (tin), o yaAkdg (copper) Kot 1 GLYKOAANGM
poAvBoov - kacoitepov (70Pb-30Sn solder). o v éveon TV KOKK®V KOl TNV TEMKN
onuovpyiot TOL HETOAAKOD OVTIKEWEVOL ypnotpomombnke m péBodog TG EMAEKTIKNG

ovoooudtoong pe Aéilep (SLS - Selective Laser Sintering) [26].

H dwodwcacio e SLS extdnwong avikel otny eupitept opado v Sepyacidv cOVTINENG TOVIPOG
o€ KAivn ( PBF - Powder Bed Fusion). O\eg ot diepyacieg PBF potpalovton peta&d toug v id1a
apyn Aertovpyiog. Xtoxehovv oTnVv cLVINEN TOV COUATIOIMY TOVIPAG LECH UIOG 1) TEPICCOTEPWV
myov Beppomrtag, omov mAéov cuvnBileton va etvon ta lasers. ITo cuykekpiéva Aoudy aviket
oV Katnyopia cvotnudtov cvccopdtoong pe laser (LS - Laser Sintering). [Tapoio mov ot
depyacieg LS ypnowomombnkav apyikd yoo v mapoymyr] TAACTIKOV TPOTOTOT®V, TAEOV
YPNOLOTOOVV MG TPMTN VAN Kot TOVOPEG HETOAAKAOV VAIK®OV. Mg 5149popove unyovicpovs
oLvtnén, N Tpdcheon aALA KoL 1) EEOUAAVVOT TOV GTPOGEMV TNG TOVIPAG GE OVTH TO. GLGTNHLOTA
yivovtor eAeyyOLEVO KOl GE GUYKEKPUEVES TTEPLOYES Yo KAOe layer. Me avtdv Tov tpdmo €xovv
@thoel TAEOV 6TO onpeio vo umopodv va mapdyovtal angvbeiog teAkd mpoidvto aKopo Kol 6

Oepuoxpaocieg peyarvtepeg tov 900°C [4, 27].

H popon oxévng mov éxer 1o vAkd ¢ mpdTNG VANG Onpovpyeitor pe m Olo0Kacio Tov
Atomization. Onwg &lvar ovopUEVOREVO 1 TOLOTNTO TNG TOVIPAG MOV Ypnoomoteitar woilet
kaBoplotikd pOAO GTNV TTOOTNTO TOL TEMKOV TTPOTOVTOC. ATd TNV mpdTN VAN emnpedleTon og
peydaro Pabuod n ecOTEPIKN SLAUOPPOGCT] TOV EKTLIMOUEVOD KOUUATION Kot Gpa. Ol UXOVIKEG TOV
W10 TES, VO pmopel va amoteAécel TNV aitia St@dpwv actoyidv. [Tapdro mov axdpa n yvoon
vy v a&loAdynon Kot TeTOTOoINGN TS TodTNTAG TS OKOVNG €lval aKOLO TEPLOPICUEVT], TO
olyovpo eivor TmG TOL TEXVIKA YOPOKTNPIOTIKA TS OTMG TO HEYEDOC Kot TO G T®V KOKK®V Elval
appnrto cuvoedepuéva e Tov Tpdmo mapaywyng me. Ot mo cvvnbicpuévol TpodmoL Tapoywyng
novdpag Bempodvtar o yekaouodg aepiov (GA - Gas Atomization), 0 yeKaopHog TAdopatog (PA-
Plasma Atomization), o mepiotpopikog yekacuog (RA - Rotary Atomization) kot 1 TEPIGTPOOY|

nAextpodiov mAdopatog (PREP - Plasma Rotating Electrode Process) [5].
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Ewova 21: TTovopeg petdrrhov 0o oropopeTikés peddodovg mopaywyng e peyéduvven [25].

Ymv ewova 21 mapovstdloviot o dSPOPETIKEG LeYEDHVOELG LEGH PIKPOGKOTIOL NAEKTPOVIKNIG
obpwons (SEM - Scanning Electron Microscope) kot o€ Hop@Y| EAAGUATOTOMUEVNS HLOPPNG
avTikelévov (LOM), KOKKol Tovdpag HeTAAAOV:

a) SEM 250x pe ™ pébodo GA

b) SEM 500x pe tn pébodo GA

c) LOM pe ™ pébodo GA

d) SEM 200x pe t pébodo RA

e) SEM 500x pe ) pébodo RA

f) LOM pe ) pébodo RA

g) SEM 200x pe t pébodo PREP

h) SEM 500x pe ) uébodo PREP

1) LOM pe 1t pébodo PREP
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IMa v dnpovpyia evog TPLEOIACTUTOD OVTIKEWWLEVOL XPNOILOTTOLEITOL KAEIGTOG BepratvOpevog
OaAapog, o omoiog pumopet va, epmeptEYel aéPLo ALMTO MGTE VO ATOPEVYOVTOL TUYOV 0EEIWOMOELS Kot
OTOJOUNGES TOV KOKK®OV NG TPAOTNG VANG. Xav mnyn Oepudtrog yuoo v &N TOv LAIKOD
ypnowonoteitor Eva Yb-Fiber Aéilep oyvog 200W. Xta mpdta otddio 1 Tpog tEN movdpa
oTpOVETOL TV oc o Oeppovopevn emedvelr. pe v Pondela €vog KLAIVOpov TOL
TePLoTPEPETUL 0ploTEPOGTPOP (counterclockwise). £1o chGTNHO PN GILOTOI0VVTOL OEPLOVTIKES
dTaelg vEPLOPNG akTvoBoriog TAV® amd TNV KOTOUGKELOOTIKY EMPAVELD Kol OTO doYEln
TPOP0d0Ging TG Tovdpag. H mpdtn mepintmon anotelel évav TpOTO OGTE Vo dtoTnpeital VYNAN
N Beppokpacio GTNV TEPLOYY| KATAGKELNS TOL KOUUATION, VD oTn degvTepn mpobepuaivetar M
TOVdPA TPV TNV YPNoN TG Me o TOV TOV TPOTO TETVYOIVETOL 10 OLOIOLOPPT) BEPLIKT KOTAVOLT)|
o€ KBe PEPOG TG O1AOTKAGTOG TOL TEAIKA 00MYel 0T pelmon TV amotthoemV 16Y00G ToL laser.
Tavtdypova amoeevyoviorl mOAVES KUPTOCELS TOV Kouuatoh kabmg n Oeppikn avicoppomio
o0myel 6 GLGTOAEG KOt SLOGTOAEG TOL HETAAMKOD OVTIKEWEVOL, TOV OVTEG LLE TN GEPA TOVG

OTOTEAOVV TNV OLTIO ELPAVION S ECOTEPIKMY TAGEMV OV TEIVOLV VO, GTPEPADGOVV TO AVTIKEILEVO.

Recoater
—
XY scanning mirror

Laser

Build platform

Printed part

Overflow bin £ 1

Ewoéva 22: H dwedikacio SLS ektinmong oynpotika [28].
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Koatd ™ dudpketa g kataokevung otav £xel tonofetn et ko Oeppavlel pio otpdon movdpac, 1
déoun laser eotidlel mbvo ota onpeio g KAIVIG OV £Y0VV 0PLOTEL KO THKEL TOTIKA TOVS KOKKOVG
TOV HETAAAOV. Me anToVv ToVv Tpdmo oynuatiletar 1) S10TopUn TOL AVTIKEYUEVOD TOV AVTIGTOLKEL GTO
ovykekpipévo layer. H mohdpa yopm omd Tov 0YKO TOV aVTIKELEVOD TOV ONULOVPYEITOL TEPAV TOV
Ot amotedel TV TPAOTN VAN TOL KOWUWATION, XPNGLOTOLELTAL KOl Yo TNV GTHPIEN TOL KATA TN
dwpkela g OANg dwdikaciog, kévovtag tnv SLS pio péBodo KATAAANAN Y €KTUTMON
TEPIMAOK®V YEOUETPLOV TTOV VIO GAAEG cuvOnKeG M oTNPIEN TOVG UE YpNon supports Ba MTav
avaykaio. T GUVEYEWD 1) KOTOOKEVAOTIKN TAATEOppa vroPialetal 1060 660 £xel 0ploTel TO
vyog ¢ otpwong (layer height) kot 1 dedwcacio eravarapPaveror péxpt va oynuotiotel OAog o
OyKog Tov avTikelpévov. Télog To Koppdtt extifetarl otadiokd oty Oepprokpacio meptBdAlovtog
Yo TV amoeLyYn dnuovpyiag Oepuikdv tdoemv. O péyiotog OYKoC Tov UTopel va EXEL VoL TEUAYLO
arotedeiton omd SdpeTpo 250mm kot Vyog 300mm, evéd M dtootatikn akpifelo g pebdéoL Y
petaAlkd avtikeipeva @téver mepimov ta 10pum. Metd to mépag g Oladkaciog kol Tnv

ATOLLAKPLVGT TUYOV AGVVOETNG TOVIPAS, TO KOUUATL GLVIO®G TEpVAEL o pdon petenesepyaciog

Kol QIVIPIGHOTOC TNG EMPAVELLG TOVL LE XPNOT AUUOBOANC. [4, 27].

Ewéva 23: Ilapovsiaon ektvnmong Ko KaBapiopot perairikod tepoyiov pe t nédodo SLS [29].
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2.2.2 Xvoriuato. Directed Energy Deposition - DED

Mia akdpo teyvoroyio TPIGOAGTATNG EKTOTOONG TOV KLPLOPYEL OTNV TPOCHETIKY KATOOKELY|
petdAlov etvat avt g evamdBeonc vAIKOL pe KatevBuvopevn evepyelakn déoun (DED -Directed
Energy Deposition). Ta cuotfuata avtd exttpémouvv v dnpovpyia tepoyiov Pacloueva oty
Wéa G Kowng cvuykoAnong (welding), dniadn oty &N TG TPAOTNS VANG KATA TN OldpKELD
evamo0eong . H mpdn AN telvel va €xel T Hopen HETOAAIKNG TOVSPOS 1 VHATOG. 26TOGO
umopet va Bpedel epapuoyn g uebddov kot oe Kepapkd, molvpepn Kot cOvOeTo petoAiikd

VAKA.

Ewova 24: TIpocOetiki] kataokevn perdriov pe mn pné0ooo DED (movdpa aprotepd, vijpa 6ggra) [30].

Xpnowonowwvtag pio wnynq Beppudmrag oe popen laser 11 déoung mAektpovimv, evépyela
eotidleTon o€ o GLYKEKPIUEVT Empdvela. Otav 1) EVEPYELNKT TUKVOTNTA TNG dEoUNG LITEPPEL pia
Kkpiown T, dnovpyeiton Eva Beppikd vroéotpopa. H empdvelo eotioong pumopetl vo givan pia
emimedn mhdko LETAAAOV {O1mV 1 KOWVAOV YOPUKTNPIGTIKOV UE TO LETAAAOV TNG TPDTNG VANG. [Tavem
O€ OVTN TNV EMPAVELN AOY® TNG ECTIAGUEVTG EVEPYELDG Onovpyeitan pio Beppukd emnpealopevn
Covn (BEZ) mov dtapopedvel pio meptoyn typrévov viAkov (melt pool). H meployn avt teiverl va
&xetr Ordpetpo 0,25 - 1 mm xon Bébog 0,1 - 0.5 mm. Exel toroBeteiton n movdpa 1 To vipa 6mov
KO THKOVTOL KO GTIV GUVEYXELD GTEPEOTOLOVVTOL KATA TV aopdKpuvon g 0éoung laser amod tnv
empavela. Me kd0e mépacpa dnpovpyeitor £vo iyvog oTEPEOTONUEVOD VAIKOD TOL TPOTKOAAATOL
névo oto Tponyovuevo layer. To mdyog kébe layer cuvnBwg kopaiveton petagd tov 0,25 kot 0,5

mm, eVA T0 T0G00TO OAANAOETIKAALYTG TEVEL VO glvar Kovtd 6To 25% Tov TAATOVS TOV 1) VOUG.
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Baowkd yapaktnpiotikd tov diepyacidv DED gival g Kotd tnv onpUiovpyios Tov oVTIKEIUEVOL
dgv TNKETOL NON OTPOUEVO VAKO OTNV EMLPAVELN KOTOOKELNG, EMOUEVOS O OYKOC TOL £)El
extunwbel dev otnpiletarl pe Kamowo tpomo. Epdcov 1o vAkd mpootifetan otadiokd Katd v
JLIPKELL TNG EKTVTTMOONG, Y10 VO LTOPEGOVY VO DITOGTPLYTOVV TEPIMTAOKES YEWUETPIES. KpiveTan
amopoitnTn N xpnon otnpypudtov (supports). Avt etvor Ko pio 100mo10¢ dtapopd Hetalh Tmv

ueboowv DED ko SLS [4, 31].

LASER BEAM

DEPOSIT

Ewova 25: Kepal pnyoavig Tpocdetikiic KaTtaokevg pe ) pé0odo DED [30].

e pio Tomkn punyov DED to onpavtikdtepo Tunqpo tng tvorl n keeodn evamdeons. Anoteiel
£va. OLOKANPOUEVO GUGTNHO TTOL OMOTEAEITOL OO €va aKpoPHGLO TOVOPAS 1| GUPUATOS, Lio
owataln onTik®V laser Kol ay®ydv adpavovg 0ePiov, VM GE KOTOLES MEPIMTMOGEL UTOPEL Vo
meptlopPdavel kor awoOntpec. H evamdBeon tov vAkod yivetonr pe eleyyOUEVES OLOPOPIKES
KIVAGES NG 0wg g KeQOANg M G tpomelag TG unyovng. Xuvvibmg mn KeQoAn elvan

tonofetnpévn v o€ KAmolo VTN TPUOV aEdvev pe kabetn evamdbeon vAkov. Q1060
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umopel va tonoBetn el ko og TeTpaovikd 1 TEVTAEOVIKA GLGTIHLOTO LE TEPIGTPEPOUEVT) TPATELQ

N oKOHO Kol 68 KATO10 pouUmoTikd Bpayiova.

Iotopikdc otabudc yio tig texvoroyieg DED amoteAoOv ot punyoavég tomov LENS g etanpiog
Optomec, USA. H tpdtn punyoavn e£omAMopévn e v teyvoAoyia avt) Kuklopdpnoe 1o 1997 e
v ovopacia “LENS 7507, evd 6TV cuvEXELa 1) £TOpio KUKAOQPOPNOE TIG EEEATYUEVES LOPOES TNG
“LENS 850” kot “LENS 850-R” mov 61é0etav dvvatodtnta ypnong omAov laser kot peyolvtepo
Y®PO Kataokevnc. Ot punyoavég avtod Tov TOmov cuvHBg elval TPV a&OveV Kot oabéTovy
KAELGTO OGO KOTAOKEVNC LE Yp1oT adpavols aepiov. Méoa 610 OG0 HEGm TG XPNoNS eVOg
GLOTNHOTOG AVAKVKAOQPOpiag aepiov katl agaipeong o&uydvov, 1N GLYKEVIP®GY TOV UEGH GTO
petypo tov adpavoic aepiov givar pikpotepn amd ta 10 ppm. Avty eivor Kot 1) ontio Tov ot unyoveég

avTtég Bempovvtal KATAANAES Yo enelepyacio TANODPAG VAIK®V.

Ewéva 26 : H pnyaviy LENS 750 [32].
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Onwg mpoavagépbnke ota cuotuato DED 1 tpdTn VAN unopel va Bpioketal oe popen movdpog
N VALOTOG. TNV TPOTN TEPIMTOCT TOPOUTNPEITOL TO POIVOUEVO TNG UM TANPOVS EKUETAAAELOTG
™G TPAOTNG VANG Y10 TNV ONUIovPYia TOL TEAMKOD Koppatiov. [To cuykekpyéva Otov N Lopen TG
TPMOTNG VANG gival o popen moHopag, Kpivetal amapaitnto va VITapyel TAEOVALOVGa TOGOTNTA
VMKOV 6€ oyéomn He ovTn mov vroloyiletal va ypnoorombet yio v dnpovpyio Tov TEMKOV
oykov tov aviikewévov. H ypnon modopag mépav tov apvntikov ¢ mhovig avemBoung
@Oeipag vAKOD, 1 omoia ®oTOGO umopel amoeevyDel e KATO0 GUGTNUA OVOKVKA®MGNS VAIKOV,
empéPeL TOAG BeTikd. Adym g pong mheovdlovcsas TovdPOS EMITPEMETOL 1] SOLVOUIKT PVOUIOT
1OV pey€BoLe TG TEPLOYNS TNYLEVOL VAIKOV. Me avtdv Tov 1pdmo otig diepyacieg DED pe ypnon
Tovdpag divetarl 1 SLVATOTNTA CAANAOETIKAALYNG TOV YPAUUDV GAP®ONG Y®PIS TNV Tapovsio
TPOPANUATOV VITEPTPOPOSHTNONG VAIKOL 7oL TEIVOLV Vo, TaPoVCIdlovIol OTIG Olepyacieg

eEmOnomng vAKo.

H ghayyiotomoinom g amdctaong Leta&h Tov EMTEOOV EGTIOONG TNG EVEPYELNKTG OEGUNG KOL TNG
EMPAVELOG EKTOTTMOOTG 0moTeAEl TpoimdOeon Yo v opOn Sradikacio ekTHT®ONC. 1O oNUEio TOV
ot déopeg TV laser cuykAivovy, Tapatnpeitan pio LKpy TEPLOYN LE EVTOVN EVEPYELOKT TUKVOTNTO
N omoia glvar tkavn va THEEL TO LAIKO. Av 1) omdoTacn HeTa&d TOV EMUTEOOV EGTIOCTG LLE TO EMINESO
TOV VTOGTPOUATOG oLENBEl Ko EEmePAGTOVY TOL OPLOL TNG TEPLOYNG AVTNG, OV B UTOPEGEL v
avartuyBel  Teproyn TYREVOL LAIKOV [4]. [1pénel woTOG0 va onuelmdel mwg avtd 1oyvEL Yo TIg
eK00YEC keaA®v DED 6mov ot déoueg tov laser mepifdiovy tov aymyd eEmOnong tov vAkon

oALG Kot otV ovtifetn mepinton.

Laser beam

Buried spot
regony N/ Critical beam energy
Spot size density for melting

at focal plane

Exposed spot
region

Ewova 27: Zymprotiky] avorapdotac ToV GUGTRATOS OTTTIKAV TOV laser 6tn pé0odo DED [4].
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[Ipoxdmter Aowmdv mwg yio dedopnévo chHvoro puluicemv TV TOPAPETP®V TNG EKTUTMOCNG, M
AmOCTAGT LETAED TOV EMMEOOV E0TIOGTG KO TNG 0EGMC TOL TNYUEVOL VAIKOV emnpedlel QUECH TV
TowdTNTO TOV layer ¢ Tpog 10 TAY0G, EOIKA OTIG TPATEG GTPAOCELS. LTOYOG VOl TO TAYOG TNG
Kk@Oe oTpdong va mpoceyyilel v Ty g Tpokabopiopévng Kabetg andotaons petalld tov
layers. I'ia avtdv tov Adyo cuvnbBileton katd T onpovpyio TS TPAOTNG GTPMOONG TO oNUEio
gotiaong va Pploketon epimov 1 mm kdTe and TV EMPAVELN TOV VTOGTPOUATOS. Me avTdHV TOV
TPOTO £val LEPOG TOV VIOGTPMUATOG THKETOL KOl EVAOVETOL GTNV TEPLOYN TOL TNYUEVOL LAIKOD
ONUIOVPYDOVTOS TNV TPMTN GTPAOCT). AV 1| AmOCTOCT VTN £YXEL AavOasUEVN TN Tapotteitat To
(QOVOLEVO KATTOLES amd TIG TPMTEG GTPMGELS VO lvar Aemtdtepeg 1 mayhTepeg amd TNV embounty|
TN Kot ovtd va eEopaidveTon povo petd to mépag kdmolwv layer. To mpdto layer Aowmdv amoteiel
éval PElyHol TOV VAIKOV TOL VTOGTPAOUATOG KOl TNG TPMTNG VANG TOV TPOPOSOTEITAL GE HOPPT|

ToVdPaG Kot amoTelel KaBOPIOTIKO TAPAYOVTA Y10l 10, ETITUYNUEVN | U1 EKTOTTOOT).

Méocm Tov YeIpLoTY] TNG UNYOviG elvar Aoudv dvuvatdv va eheyyBel To mhyog GTPOONG avdAoyQ LE
™ 0éom ToL onueiov eoTiooMg OE GYECT UE TNV EMPAVELL TOV VTOGTPAOUATOG. AVTH SUVOLLIKY|
petafoln mayovg mov mopéyert 1 DED pewwver 1o govopeva mopovsioong KuUATOEWO0VG
popeoroyiag AGy® S1000YIKAOV TAPAAANA®Y VOV DAIKOL KOTA TN dnpovpyia tov layers, aAld

KOl TTOPAUEVOVGMV TAGEMV EVTOG TOV OVTIKELEVOU.

Ewova 28: Zeiproxi mtapariinin evarddeon vikov ot pébodo DED o¢ mrhdyra (a) kon k40etn (b) 6yn [4].
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Enopévoe, yio va eEacpaiiotel pio opodr dadkacio ekTOT®oNG omd T0 TPOTO £MG Kol TO
televtaio layer, kpivetol omapaitnTo 0 YEPLOTNE VO OMGEL WO0UTEPT] TPOCOYN OTIC PLOUIGELS TNG

UNYOVIG Yo OAES TIC TAPAUETPOVG TTOL TNV ennpedlovv. [Tio cuykekpipuéva npénet vo ereyyBovv:

a) To eninedo eotiaomg o oyéon e TV T BE0M TN TEPLOYNG TOL TNYUEVOD DAIKOV.
b) O pvOuodg TPpoPodociog g ToOVLIPOC.

¢) H woydg tov laser.

d) H popeoroyia TG ETPAVELNS TOV VTOGTPMOUATOC.

e) H mapoyn tov agpiov.

f) H taydmra cdpwong.

2V TEPITTOON TOV GLGTNUATOV TOV KAVOLV XP1OT VILLATOG 0 OYKOG TNG TPADTNG VANG 1600t
TévTa e TOV OYKO OV TTapayOLeEVOL Tepayiov. Andadn dev vtapyet Bsipa vAKoV. Ta cvuothpata
OQVTA TPOTYLAOVTOL YL EKTUTOCELS OVTIKELEVOV UEYAAOV OYKOL KOl GYETIKG OTANG YEOUETPLOGC.
Téhog Bempodvtarl KATIAANAL Yio AVTIKEILEVO VYNANG TUKVOTNTOG, Y0Pl Tdpovg, Bucialovtag
®otdc0 ™V yeouetpiky okpifela. o avtd tov Adyo M petemeepyacio TV OVTIKEWEVOV
Bewpeiton anapaitn. Hopaderypa anotelel Kot 10 LOVTELO TOV EKTLTTOONKE Y10 TIG AVAYKES TNG

TOPOVGOG SITAMUATIKNG EPYACiag [4].

Ewova 29: DED pe vijpo (apiotepa) kot movopa (0egra) [Meltio].
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2.3 Advvapieg mpooHeTIKNG KATACKELTC LETAAAOV

H mpocbetikn katookevn peTdAAov pmopel vo amotedel o texvoAoyior atyung mov divet
JVVATOTNTEG KOTAGKEVTG TPOIOVI®V TTOV OgV pmopovoay vo dnpuovpyndodv péypt v UEAvIon
™G, WOTOGO TOPOVGLALEL KOl KAmolo apvnTikd To omoia givo amapaitnto vo Aappdvoviotr v’

oY1y, E0IKA G€ TEPIMTMOELS LOLIKNG TOPAYWOYNC.

Kvpuotepn artia mov n mpochetikn Kotaokevn) dgv eivat n o d1aded0puéVI HEBOO0G KATAGKELNG
UETOAMKOV EEQPTNUATOV EIVaL TO OIKOVOLIKO KOGTOG. H Tiun piog Tumikng unyoving tpocOeTikng
KOTOOKELNG LETAAAOV EEKIVAEL OO PEPIKES EKOTOVTADES YIAAOES EVPM Kot avdAoya e T HEBodo
umopel va ayyiger ko Tipég ekatoppvpiov. Avtd and poévo tov avePalel apéowg 10 KOGTOG
TOPAYOYNG TOV TPOIOVIOV NG YWPIiG akOpa va £xel copmepAnEdel T0 KOGTOG GLVTNPNONG Kot
ayopdg mpodtwv vA®v. Eniong étav yivetar avoeopd oe palikn mopoymyr] Tpoidvimv emedn 1
dradtkacio TPosHETIKNG KOTAGKEVNG £ivol OPKETA YPOVOPOPA Y10 TNV TOPAYWOYT KOO KOl EVOG
TPOTOVTOG, O GYETIKEG Propmyovieg 001 YOUVTOL GTIV 0YOPA TEPLGGOTEPMVY TOL VOGS unyovev. Etot
TO GUVOMKO OPYIKO KEPAANLO TOV OMOLTEITOL YIyavI®VETAL. AVTO g€v TéAN Ba 0dnynost otV
ahENON NG TIUNG TOV TEAMK®V TPOoiOVI®MV Kol KoboTd To 6A0 gyyeipnuo puyokivovvo amd dmoyn
owovolkng emévovong. Tavtdypova ce oviiBeon pe TG TAPOUSOCLOKEG KOTAGKEVOOTIKEG
peBOd0LE, TO KOGTOG TAPAYMYNG VAL LOVADX TTPOIGVTOG EV LEIDVETOL OVAAOYQ LE TO TANOOG TV

TOPAYOUEV®V TPOIOVTWOV [33].

Output vs Cost

-'-. Traditional

Ewova 30: Avdypoppo k661006 Ko
KEPOOLG ava Povada TPoidvTog

peTald TOPAOOCLOKAOV nEBOdOV

-
I
[=]

o

=
c

2

3D Printing KOTOOKEVNG KU1 TPLEOLAGTATIG

ektimoong [29].

Output
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To debtepo peyarlvTepo TPOPANLO TOV TPOCHETIKA KATUCKEVUGUEVOV UETUAMK®DOV OVTIKEILEVOV
elval  younmAn avtoyn Toug oe Koémwon (fatigue). Adym g eOoE®S TG TEXVOLOYING OKOMO Ko
0€ TEPIMTMGELS XPNONG TOVOPAG O TPDTN VAT, £XEl TopatnpnOel Twg Ta EKTVTOUEVE TPOTOVTAL
Exouv HKpoatéleleg 6to eomTEPIKO TOVG. OTav Aomdv vroPAnbodv ce KOKAOVS POPTIONG Ol
OTEAELEC OVTEG YIVOVTOL UIKPOPWOYUES OV TEAMKGE 0OMYOVV GTNV OGTOYI0L TOL OVTIKELEVOL.
[Mapaxdto umopoHv va d1akptBovv Ta PIKpE KEVA TOV OMovpyovviot Katd tnv TEN LETAALOL

o€ pia ektomwon SLS.

162 ms

Ewova 31: Ecotepikd owdkeva kata tnv SLS ektinmon [29].

TeAko amotéAesplo AVTOL TOL PAVOLEVOL Elval T®G Eval LETOAMKS TTPoidV oL €xel dnovpynOet

HE Topadoctakes Hefdoovg £xel HEYOAVTEPT AVTOYN GE KOTMOT oltd £vVOL EKTUTOUEVO [34].

Ewova 32: Avgypappo. epappolopevng téong
Kol KUKAOV 0OpTLoNG TPOTOVTOG PETOED
TOPOOOGLIKAV PEBOO®V KUTUCKEVS KOL

TPLEOLAGTATNG EKTVTMONG [29].
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Kepararo 3

3.1 TomoAoykn BeAticTomoOinoN

I'evikotepa n PeATioTONOINGN GTOV TOUEN UNYXOVOAOYIKAOV KATOOKEL®MV €0TIALEL 0TV PEATIOT
oyxedtoon unyovikov eEoptnudtmy. LToyxevel 61OV GYeOACHO TOVG UE TPOTO TETO0 (OTE VA
IKOVOTTOLOUVTOL GUYKEKPIUEVEG KOTAGKEVUOTIKES KOl AEITOVPYIKES OVAYKES, EVA TOVTOYPOVA VO
EAOYIOTOTOLOVVTOL CLYKEKPLUEVO KPLTHPLa, OTT(G Elvat To BAPOG, 0 OYKOG Kot TO KOGTOG TovS. Mia
€010V €idovg PerticTonoinom eaptnudtov Bpiokel epapproyn e TOALODS Kol SLOPOPETIKOVG

TOUEIG TNG  UNYOVIKAG OTMG 1 OLTOKVNTOPROUNYOViQ, 1) CEPOVOVTNYIKY KOl 1) SLOCTNLKY

Bropnyavia.

Ewova 33: Tomoroykd fertiotomompévog 1poyos tns Bugatti La Voiture Noire [35].
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Ot pébodor Pertiotonoinong umopodv va dakptBovv oty PeATIoTONOINGT CYNUOTOS, OTNV
BeAtiotomoinon TV peyeddv TV SUTOUOV Kot TEAOG 6TV TOTOAOYIKT PeATioTomoinot. Q6td60
N Tomohoyiky| Peltictomoinon omotehel v wo ocvvnbouévn pébodo PeAltictomoinong

KOUTOOKEVMV.

Sizing _ Topology
- — il?“?l;é W

= — =

S— 7S T

Ewova 34: M£0odor fertiotomoinong katacskevav [36].

H pébodog g tomoroyikng Bertiotomoinong epapudletal o pio apyd optopévn yempetpio.
Amotedel pio pobnpotikn dradtkacio Tov otoyedel oTnV Xpecn TG PEATIOTNG KATOVOUNG TOV
VMKOV P0G KOTOOKELNG HE TOWTOYPOVN] KAVOTOINGT TOV GLVONK®OV GOpTIoNG Kot oThpiEng.
Eniong pmopel va opiotel wg meplopiopdg Kol 0 GUVIEAEGSTNG OGPOAEING TNG KOTOGKELNS.
Ylomoteitan kKGvovtog ypnion g pebdoov tov nenepacuévev ctoryeiov (FEA — Finite Element
Analysis) yio TNV ovéAVoT Kot TNV GLVEXELN 0KOAOVOOVLY LOONUATIKEG KO TPOYPUUUOTICTIKES
TEYVIKEG Yo TNV emidvon. Boaoiletor oty 10éa g o Oykog g yeouetpiog omaptiletal amd
HETOPANTEG TUKVOTNTAG Ol OTTOTlEG KATA T OdPKELD TNG LEAETNG UTopovV va Tapovv Tig TéG 0 1
1. Ot ipég avtég ovpPorilovv v agaipeon N v dwtipnon palag ovtictowyo, viOg TOv
KaOOPIGUEVOL YDPOL MGTE VO IKAVOTOLOVLVTOL Ol GTOYOL Kol Ol TEPLOPICLOL TOV TpofAnuatoc. To
OTOTEAECUO. TNG TOTOAOYIKNG PeltioTomoinong sivar cuviBwg éva un TOPOUETPIKO YNOLOKO
povtéLo to omoio pmopel va ypnoyomombel mg Exev 1 va yiver odnyog yia tnv oyediacn evog vEou

TOPOUETPLKOD.
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To podnuoatikd poviélo TG TOmOAOYIKNG PeATioTOmMOINoNG £XEL TNV TOPAKAT® HOPQY| Kot

amoteAEltal omd:

{x}=[x1, ... xn1 T : Metapintéc oyediaouob

min/ max f(x) : Avuxeevikny ovviptnon

Subject to:
hi(x)=0,i=1, ..., m : lootkol mepiopiouoi
gj(x)<0, j=m+1,...,1 : Avicouxoi nepropiouoi
xeR™

Tig petapintég oyedioopov, ot omoieg amoteloOv OAeg €KEIVEG TIC TOPAUETPOVS TTOV
Aappdvouv cvykekpyéveg tipég kot kabopilovv tov tEAIKO oyedoopd. Avtég cav
uetafintég umopel va etvan eite cuveyeic, eite dtokpttég. Méow avtdv emiAéyovtat OA0L Ot
TapPAUETPOL GYEdIOcHOV Ko kabopilovtarl ot mapdyovteg mov Bo exnpedoovy To TEMKO
arotédecpa. Tétolor mapdyovteg pumopel eivorl ot 6Tafepég TV LAMK®V Kot Ol SI0GTACELS
TOV SWITOUMV TOV GYNUOTOG, EVA TOVTOXPOVA amd avTés opiloviol Kot ot TEPLOYES TOV
povtélov otig omoieg Oa mpaypoatomomnBodv PeAtiwtikés oardayés. Qotdco eEicov
ONUOVTIKO lval va 0ploTovV Ko To onpeia g yempetpiag mov Ba peivouv avennpiaota.
O 0pB6g op1opdg TV HeTaPANTOV oYedacol anotehel KPIGILO KOUUATL TG StodtKAGTiog
TG TOMOAOYIKNG HEAETNG Ko £xel KaBoploTikd POLO GTO TEMKO OMOTEAECUO TNG

BeAtioTomoinong.

Mia avtikeipevikn cuvéptnon ( Objective Function) 1 onoia 6to 1€A0¢ TG dradikaciog Oa
ThpeL po TEMKN TN Y KaOe oxedtacud. Ao v Tun aut) puropetl va aStoloynOel n
emtuyio 1 Oyt ¢ Pertiotonoinong aAAd Kot va yivel GOYKPIon HETAED OLUPOPETIKAOV
amoteAecpdTOV TG dwdwaciag. H avtikeyeviky ocvvaptnon omotedel tov kvpiopyo
o160 Tov Tifetan Katd TV Evapén piog toroloyikng peréng. Eibioton ota mpofAnuota

BeAtioTomoinoNG M OVIIKEWEVIKY) cuvapTnon vo cupPoAilel v ghayiotomoinom g
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palag, e evEPYELNS TOPAUOPPOONG KOl TOV UETOTOMIGEMV M| TNV LEYIGTOMOINGN NG

duokopyiog TOV LOVIEAOL.

Tehkd pépog ™G HoONUOTIKNG HoVTEAOTOINONG TNG TOMOAOYIKNG PeAtioTomoinong
ATOTEAOVV Ol GLVOPTNHGELS TV Tteploplopudv (Constrains). AToTeAOVV TIG OMALTICEL TOV
0£1e1 0 OYEOIOTNG KOl EIGAYOVTOL GTO HOOMUATIKO LOVTEAO LE TN LOPPT OVICHGEMV KOl
womtov. Kdébe pio and avtég 11g mopactdoels elvar mdvta eEaptodpevn amd 10 TIC
petafAntég oyedtacpov, Kobmg o avtifetn nepintwon dev Exovv Adyo vmapéng. [a v
enthivon Tov pobnpotikod poviédov Bewpeitoanl TG apylkd To cOoTNUO gival opiouévo.
Av16 ovpPaivel 6tav ot HETOPANTES GYESIAGHOV £XO0VV AUPEL GUYKEKPIUEVEG TIUEG. ZTNV
TEPIMTMOON TOL KATOLN A0 AVTEG TIS TILES OEV IKOVOTIOLEL KATO10L OO TIC GLVOPTICELS TV
TEPLOPICUMV TOTE TO GLYKEKPIUEVO GYEd0 Bewpeiton pun epiktd. o va Bewpeitoan Eva
OTOTEAEGUO. EQIKTO TPEMEL VO, IKAVOTOLOLVTOL OAOL Ol TEPLOPICHOL Ol 0moiol pmopel va
aeopolv Gved M KAT® Oplo. 0€ GLVIEAEOSTES a0QUAElng, emPaAlopeves TAGES Kot

LLETATOTIGEL TNG YEMUETPIOG TOL HLOVTELOVL [37].

Ewéva 35: ToAhamhd amoTELECNATO TOTOLOYIKIG LEAETYG VIO TO 1010 apyIké povtéro [38].
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3.2 Avaivon nenepacpévav ototyeiov - FEA

Me pobnpatikotg 06povg, n avdivon nenepacuévav ototyeiowv - FEA (Finite Element Analysis),
YVOOoTH Kot ¢ HEB0dog menepacuévav ototyeimv - FEM (Finite Element Method), amoteAel pio
aplOuntikn péBodo yio TNV EMALON YEOUETPIKOV TPOPANUATOV HE YPNON UEPIKADV SLAPOPIKADOV
eClowoemv. H pébodoc twv memepacpévov otoryeiov Ppiokel epappoyn o moAAd media g
UNYOVIKNG, OTMOC O UNYOVOAOYIKOG OYEOAUCUOG, 0 NMAEKTPOUAYVNTIGUOG KOl 1) PEVGTOUNYOVIKN.
2tov unyovoroykd oyedacpo, n FEA ypnotpomoteiton moAd cuyvd yio tnv eniluor SOpKdV Kot

OepLukdv TPOoPANUATOV KOOGS Kot Yo TPOPANLOTA SUVOUIK®OV TOAUVTIOCE®V.

[Mopdrho mov vmapyovv kot GAAeg péBodor emilvomg térowwv mpoPinudtov, 1 FEA €yet
KUPLOPYNOEL GTIV OYOPA TNG UNYOVOAOYIKNG OVAALGNG eV Ol vITOAouTeG HEHOSOL GUVAVTMOVTAL
OTOVIOTEPQ KO KVPIOG 0€ EPAPUOYES LIKPOTEPOL €VPOLS. H FEA divel tn duvatdtnra yia avdAvon
Kd0e oynuoToc pe okomd v Pedtictomoinon g yewueTpiag Tov pe v embountn axpipfeo.
Amotedel éva movioyvpo epyareio Yo TOVG PUNYAVOAOYIKOVS GYESUGTES TO OTOT0 XPNGLOTOLOVV
Y TV €nilvon TO60 amAdV 0G0 Kol TEPITAOK®V TPOPANUATOV 0TS 1) OLVOULKT] GUYKPOVGEMV

oYNUAT®V Kot 1 ovidlvon Brodoyikdv doudv [39] .

H FEA Bprke epappoyn Kot otnv enilvon mpofAnpdtov tomoroyikng fertictomoinong. Maiota
amotelel avamOonaoTo KOUHAtt e kabmg péow g FEA yiveton 0 dtoy®plopdg e ynelokng
veopetpiag oe memepacpuéva ototyeia ( FE — Finite Elements) kot £to1 pmopet va Egkivnoet N
alyopBukn dwadkacia g Pedtiotonoinong tomoAroyioc. H epappoyn g FEM amattei v 060
70 SVVATOV HEYOADTEPT ATAOVGTELGT TOV aPykoV poviélov. H dtadikacio avt| pumopel va yivel
elte and Tov xpNnot, eite e KAmolo auTopatomotnpévn dtadtkacio. To Aoylopikd mov dnpovpyet
TO OPAIPETIKO HOVIEAO KO KAVEL TNV avdAvoTm TV ototyeiov ovopdletol mpo enelepyaotng
(pre — processor). Ta amoteléopata tov mpo emeEepyactel epeavifovtolr TNy GLVEXEW WE

ELOVAYVOOTO TPOTO PECH YPMOUATIKNG OLUPOPOTOINCTG TMV TEPLOYDY TOL LOVTEAOV.

SVYKEKPEVO GTNV TOTOAOYIKY| BEATIOTOTOINGT Ol TEPLOYES TOV LOVTEAOL OO TIG OToiec Umopel
va aparpedel pdlo eivar dSoPoPETIKA YPOUATIGUEVES O aVTEG OV Kpinke OtL pdlo tovg givan

ATOPOATNTN Y10 TN OOUIKY] GTHPIEN TOV OVTIIKEULEVOD.

-36 -



Idealization of geometry

- Type of hiaterial
(if necessary) Analysie  Properies Supports Loads

| I
-fe -

CAD geometry Simplified geometry

CAD FEA Pre-processing

&

Discretization _«##% MNumerical solver

FEA model FEA results

FEA Pre-processing FEA Solution FEA Post-processing

. — - L

L J

Ewkéva 36: Awodwkacio avdroong nenepacpuévov otoryeiov [39].

Oocov agopad ta id10 ta memepacuévo ototyeia, yopilovior oe Katnyopiec avaloya pe TG £0PEG
ToVg Kol Tovg KOpPovg tovg. H emhoyn tov mowg katnyopiog Oa ypnoyomombel kotd tnv
avdAivon etvan dpeca e€aptnuévn omd v id1a TV ye®UETPio TOV HOVTEAOL, OAAL Kot omd TNV
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TOAVTAOKOTNTA TNG OVAALOTG. XPNOLUOTOI0VVTAL SLUPOPETIKOL TOTTOL TEMEPUCUEVOV CTOLYEIWV

avéroya pe to av to TpOPANnua opiletal otn pio, T dVO N OTIG TPELS OLUGTAGELC.

SOLID ELEMENTS SURFACE ELEMENTS

A8 < N

LINE ELEMENTS

/

Ewéva 37: Katnyopieg nenepaocpévov ctotyciov [40].

Ta ypappikd otoyeio ( line — beam) ypnoonoodvtar yo v dnpovpyia TAéypatog (mesh)
YPOUMK®OV YeopeTplidv. Ta tpiymva (trias) kot ta tetpdymva (quads) amoteAovv TV To omin
pope1 otoyeimv mov ypnoomoovvior pe dvo Pabuotg elevbepiag ava koufo (node).
[IpocBétovtag ki GAAovg KOUPOLG OTIC AKPEG N OTO KEVIPO TV OKUMV HOVIEAOTOLOVVTOL
KOADTEPO KAUTOAES. Me antd umopet va dnpuovpynet to mAéypa emoaveimv. Evad téhog yia solid
YEWUETPIEG GTOV TPLGOLAGTATO YDPO Y¥pnoorotovvtar solid elements TPIGIACTATOV YEOUETPLOV.
[Ipéner va onuewmdel Eva mAéypo pmopel va dnpiovpyndel pe dwpopetikd FE, avaloya pe tov

apOuod TV KOUPV Tov arodideTol oe aVTA [37].
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3.3 Apyelo .STL

To .STL amotelel T0 TPdTO TPHTLTTO APYEIOV TOV YPNGILOTOONKE GTNV TPIGOAGTATY EKTVTMOT).
H npdt popd mov éva apyeio Ntav g popeng .STL rav 1o 1987, étav o Chuck Hull g 3D
Systems mpoomabovce va Ppel évav Tpdmo LETAPOPAS TNG TANPOPOPINS TMV TPLOIACTUTOV

YNOLIKAOV LOVTEADV GTOV EKTUTTMOTN.

H xevtpwn 10éa micw tov mpotdmov .STL eival mog 1 eEmtepikn em@dvelo kKOs ynEakng
veopetpiog pmopetl va avomopactodel HECH WKPOTEPMOV GLUVEYOUEVOV TPLYOVIKOV YEMUETPLUDV
kot €dpav. H pébodog avtn givor ucovn va avamopacstiost oxeddv KAOE YEOUETPIKY EMPAVELX,
EVO T0 TANO0C TV TPLYOVEOV TToL Ba ypnoyoromel yio v dnpovpyia Tov .STL apyeiov, opilet
KoL TNV ToTOTTA TOv 6T0 apykd povtédo (native geometry). Oco mepiocdTEPO TPiy®VO TOGO

KaAOTEPN M ovéAvon tov .STL poviérov.

Ewova 38: Avénon g yeopeTpIKiS akpiferog avaroya pe To tA00c Tov Tprydvey ot apyeio .STL [40].

Ta apyeia .STL mAéov cuvnBiletat va onpovpyovvion amd ta Aoyiopkd CAD petd 1o mépog g
oYedlOONG TOL TPLGOACTATOV TAPAUETPIKOD HOVTEAOV. AVTO YiveTtol UECM TNG EVTOANG “‘export
to” tov Aoywopkdv CAD 6mov kot emthéyetor to .STL format | péow g evioing “Save as”. O
AOyog mov opyeion .STL eivar t0G0 Stodopévo GTNV TPICOICTOTY] EKTUMON Elval €mEWN|
EUTEPIEYOVY OAEG TIG amapaitnTeg TANPOPOpieg mov ypewdletal £vo Aoyiopikd slicing ®ote va
mopdetl to apyeio .gcode Yo TNV EKTUTOGON TOV LOVTEAOV.
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3.4 To Aoyiopkod Solidworks

To Solidworks amotedel éva Aoyiopkd tpiodidotarng poviedomoinong tomov CAD 1o omoio

avantOyOnke oto MIT Kot €KOVE TNV TPMTN EUTOPIKN TOL eRPdvion to 1995. H mpdiun popen

10V, OT®G Kot Ta. TEPLocOTEPA CAD TTPOypappaTo TNG ETOYNG, OVOTTTUYONKE o8 TEPIPailov UNIX

péExpt mov teMkd KatéAn&e oto Aettovpyikd tv Windows. ITAéov 1 dwovoun Tov AOYIGHIKOD

yiveton amd v yoAlkn etoupio Dassault Systémes.

Fssoupworrs P AD-H-@-8- -E-leEe- Partt

§
o a Referente Corves | | 00

Dtiaded  Revoded R
Geamety
BowBare BowsBae Sy

Festures | Shench | Evibuste | Dimipert | SOLIDWORKS Add-Ins | SOUDWORKS MBD | SOUDWORKS CAM | = Z @b i - G "

¢ EEEIET

-
W

) Part! [Diefwultc cDefauts_Display S2a
[E Hatoey

3 semson
on

P e

Y

DEEYIY

B -if * | "rimekric

IR Model [ 30V | oiotion Stady 1
SOUDWORKS Preminam 2018 P43

Editing Part

Ewkova 39: To User Interface Tov Solidworks [42].

[épav g aming tprodidotatng oxediaong to Solidworks mpooeéper wor peydin yxdpo
Aertovpyeidv CAE. To CAE pépog tov Solidworks ovoupdletor Solidworks Simulation ko
amotelel €va epyoreio avaivong mpoPAnudtov pe ypnon ¢ apluntikng pebdoov twv
nenepacuévav otoryeiov. H Pdon tov Solidworks Simulation apyikd dnpovpyndnke amd v
etoupio. SRAC 10 1982, 1 omoia cuyywvevtnke pe v Solidworks Corporation to 1995 kot €161

onpovpyndnke to COSMOSWorks, 6émov 1o 2009 mpe emionuo TNV GMUEPIVI] TOV OVOUAGIN

[39, 43].
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To Solidworks Simulation Tpoc@épet duvaTOTNTES AVAALONG Yol TANOMPO UNYOVOLOYIKMOV KOt
oxe0100TIKOV TpoPAnudtov. Méow tov Solidworks Simulation pmopel kaveig va acyoindel pe
™V ovdAvon TPOPANUATOV PEVGTOSVVOUIKNG, TOPALOPPMOONGS, dlayeipion tng Beppotntoc,
KOTWoNG, KabdG kol pe oyedoTikd mpoPAnuate PBeATioTonoinong. XvyKekpuyléva Yo TO
npofAnpata Tomoloyikrg Bertiotonoinong, to Solidworks Simulation ypnoyonotel Tov emiv

Tosca ywo v €0peon Tov PEATIGTOV GYEOAGLOD [44].

batenal Mass

— MustKeep

I Ok to Remowve

Ewova 40: Awodkacio Tororoyikg fertiotomoinong oto Solidworks Simulation [39].

Fssouworisb| oD-m-@-&8-  -El0Ees- [

ssemely | Sketch | Evobuste | Simedation

Mool | Wiatin Sy 1 | W51 TEY DT
Under Defined  Edting Assembly MGS - [

T
SOUDWORKS.

Ewova 41: To Solidworks Simulation [45].
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3.5 Slicing ka1 G-Code

Ta Aoywopkd slicing amoteAovV avamdGTOCTO KOUUATL TG  JldIKaGIog TG TPLEOAGTATNG
extomoong. Xdapn oe avtd to apyxeia .STL mov eEdyovion amd ta mpoypaupoto CAD
HETOTPEMOVTOL GE apyeiot KOTOAANAQ Yio TIC UnNyovéG TPLodldoTotng eKTOT®oNS. Baoikn
Aertovpyio Tov slicer eivat 0 day®PIGUOS TOV YNELOKOD LOVTEAOL, TTOL OVOTOPIGTA TO OPYELD
.STL, o¢ opl6vtia emineda to omoia avtioToryovv kot ot layer g ektummwong. Eniong og avtd
10 onueio opilovral OAeg o1 pLOUIGEIS KOt O1 TOPEYOVTES TNG EKTUTMCNG, OTMG TO, OTOLTOVUEVHL
support, ot amotoOUEVES BEPLOKPOAGIES, TO TOGOCTO £0MTEPIKOV YEUIGUATOS TOV HOVTEAOV, M
ypnon Raft | Skirt, to layer height kot n Todtta exktdnwong. Eved 6deg awtég ot dadukaocies
ocuvnbog elvar avtopatomompuéveg, dlvetal 1 dSVVATOTNTO GTOV YPNOTN VA TNG EMNPEACEL GTO
HéYLoTo Kot 6€ Kdmolo Pabud va enelepyaotel kot to 1010 T0 povtéro. To apyeio mwov mapdyeTol
a6 tov slicer etvat popeng .gcode kot mepiéyel Tov G-KMIKA oL O YPNGUYLOTOUCEL O EKTVTTMOTNG

Yol VoL OTLLLOVPYNOEL TO TEMKO QVTIKEILEVO.

O G-k®o1Kag givar 1o YEVIKO GVOLLOL TOVL YPTNOUOTOIEITOL Y10 TNV OVOPOPE GTIV YADOCGO EAEYYOL
TV cvotnudtov CNC. Ilepiéyerl OAheg Tic amapaitteg mAnpopopieg mov ypeldletor pio pnyovn
CNC 1 évog TplodtdioToTOq EKTUTOTAG Yo VO EEKIVIGEL KOl VO OAOKANPMOGEL TNV d1adIKOGT0 TNG
KaTeEPYAOiag 1 TNG EKTOTMONG [46]. OGOV aPopd TNV TPOGOETIKY] KATAGKELT TETOLEG TANPOPOPIES,

wépav g dwdpoung (path) tov nozzle, pwopel va etvar:

¢ H nocoémta vAkov mov e€dyeton amd Tov extruder

e H 6eppokpacieg mov mpénetl va avamtuyBodv

e H toyvmnta ektdnmong

e To viwo mov Ba ypnoyomomOel

e H egvepyomoinom kol amevePYOmOINGN CLYKEKPILEVOV AEITOVPYLDV TG UNYOVIG AVOAOYOL
pe t pnéBodo mov ypnoLoToLEiTOL

¢ H ocvvoiikn mocdtnta vAIKoD Tov Ha ypelaoTel yio TNV eKTOHTOON)

e O ekTidOUEVOG YPOVOG EKTOTMONG
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Ewéva 42: Opriovrio Topn gv

Rotation angle = 107
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Rotation angle=307 Rotation angle = 45°

Quter shell

6¢ sliced povtédov [46]

Rotation angle=60°

Inner shell

Sparse infill

Rotation angle = 20°

Rotation angle = 90°

Ewova 43: Avo@opeTiKEG EKO0YEG OLOOPOUNS YERIOHATOS Y10, TO ECMOTEPIKO TOV PovTéL®V [46]
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;Begin of Start G-Code for M450
G119 Z0 ;Ensure Layer one begins at Z0

G29 F0 ;Maintain Compensation throughout the print
G29 A ; Activate Z Live Z.0Offset

G215 Z1; Turn on Shield Gas
G215 W1; Turn on Shield Gas
G215 F5000; Set flow to 5000ml/min

;Enable Process Control
G122 S4000 ;Set Comperator Voltage to 4 volts
G112 V5000 C1 ;Set Hotwire to 5V 1A

;G113 S50 BlowerFan (Commented out)
G100 F1 ;Turn On Door Fan

M400
G4 S4
G114 ; Tare Load Cell
M400
G4 S2
M400

MS83

G28 X0 ;Home X

G28 YO ;Home Y

G1 X75 Y85 F2000; Go to Center for first Probe
G1 X75 Y85 F2000; Repeat to ensure its executed
M102 ;Home Z

;End of Start G-Code M450

Ewéva 44: Baowé tpfpa tov G-Code mov ypnoiporomOnke yia v ektonmon etov Meltio M450.
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3.5.1 Creality Slicer

O slicer g Creality dtavépetal 6Tovg ¥PNOTEG TOV EKTLTIMTOV TNS. Baoileton otov Kddka Tov
slicer Cura tng Ultimaker kot amotelel pia amhovotepn exdoyn tov. Kpivetar katdAiniog yio
EKTUTTAGELG TOAVULEPOV VAMK®V OTtmG T0 PLA Kot Asrtovpyel o€ amdAvtn cuvepyacia pe tov Ender

3 V2. Zmv napovoa epyacia Ba ypnoyoromBel yio tnv ektdnwon Tov povtédov amd PLA.

51 Crestty Slices 42 - a8 x
Fie Eot View Settngs Extensons Preferences e

Ender ¥/Ender-3ProiEnder3... ¢

g
¥

Sxandard Qualy '

<

% Build Plate Adhesion
/K Dusl Extrusion

<

ew type Layer view < o heme Material Color # | = Standard Quality 02mm fFam Lion Fon #

() 7 bt 44 miniss o
Wl 5521 51m

Ewéva 45: To User Interface tov Creality Slicer kot o1 dvvatotntes puOpicsv wov tpocéper .
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3.5.2 Simplify 3D Slicer

O Simplify 3D og avtifeon pe avtov g Creality Oewpeitor Aoyiopkd slicing yio emoryyeApaTikn
xpnon. [lpoteivete amd v Meltio yio v tapaymyn tov G-Code Twv HOVTEA®Y TTOL TPOKELITOL VL
ektun®OoLV amd pétarro. Qotdco pmopel mpoeavmdg va ypnoyoromBel kot yioo o omAEg
EPAPLOYEG TOAVUEPDV VAIKAOV. ZTNV Topovca epyacia Ba ypnopomon et yio nv dnpovpyio tov
povtédov amd avo&eidmto yaAvpa 316L otnv unyoavn Meltio M450

W Simpiy 30 (Licensed to WMSQZ000035. Unversty of Crete) - o
Fie Edit ¥iew Meh Repsr Tool Add-ns Account Help

ES

Mol (o Aok 1o aa)

x
=
~
&
L
b |
w
.
I
L4
L
"

Wit || nenore
Heenee 2
W
[re—p———
Hame Tope
P asd S Deere

Spod imnmin) Ereves Hods

| BEESEEEN |
EiFREERENEE

Shom e
oo [ Travelmoves
echead [ Retractiors
Coorig Mavementspesd  *

Restins Ldabes
O tive preview rading.
Undste ntervel P

T

Begen Prinking over U8

caim
v siver
Q z5am

innan, Contrl Opsors Layer Range t Shom
Ml s pause Freven By Layer - w

R - I oo [ o e 1

Save Tookpat tn ek

Ewkéva 46: To User Interface tov Simplify3D Slicer.
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3.6 Overhang Angle kot Supports

H yovia mpoe&oync 1 émwg givarl evpéwg yvwotodg o 6pog overhang angle, amotedlel €va and ta
oNUOVTIKOTEPA (NTALOTO TTOL UTOPEL VO TPOKOYOLV KOTA TO GYEOGUO €VOG LOVIELOL 7OV
npokertar va ekTurtmBel. O Opog avaEPETL GTNV EGMOTEPIKT Yvio TOV dnpovpyeiton peta&y evog
onpeiov Tov GYKOL TOL HOVTEAOV, KOt TOL KABETOV, GE GYECT LLE TNV EMPAVELN EKTOTOGCNG, VO TOV
d&ova. Zuvnbwg otic FDM ektundoelg o d&ovag avtog tavtiletan pe tov aEova Z Tov EKTUTOTY.
Meydreg Tyiég tov overhang angle yopig kdmowov €idovg vTooTHPIEN UTopel va, 0dnynoovy og

ATOTVY 10 EKTUTIMONG GLYKEKPUEVOV TEPLOY DV TOV LOVTEAOV.

-l Self-lifted overhang — Self-lifted overhang *‘ ; Excessive overhang
kD) s 60 a
' Gravity v ’ Gravity v

v Gravity v

Ewéva 47: H enidpoon tov overhang angle katd v ektonwon [47, 48].
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H outio tng aotoyiog eivor ot kdBeteg duvdpelg Aoy PapdtnToc Tov aoKOVVIOL GTOV TPOEEEXWV
OYKo TOL HOVTEAOV. Ady® ovTod M Kpiown T ¢ yoviag avtng emnpedletor amd TOALOVG
TAPAYOVTEG OTMG Ol UNYOVOALOYIKEG 101OTNTEG TOV VAIKOD TNG EKTOTTOONG, N LEBOSOG EKTOTTMOONG
TOV YPNOUYLOTOLEITAL KOl Ol GCUVONKEG EKTOTMONG. ZTIG EKTUTMGELG TAAGTIKOD Ol ATOOEKTEG TILES
tov overhang angle eivol apkeTd peydheg evd otV MEPIMTOON TNG TPOGHETIKNG KATAGKELNG

UETAAAOVL, 1| ACPUAELS TIHES TNG YoViag TpoeEoyng etvar kovtd otig 20 pe 25 poipeg.

IMa va Eemepaotel aLTOG 0 TEPLOPICUOG OE TEPUTTDOGELS TOL KATOEG TEPLOYES TOL LOVIELOV EYOLV
overhang angle peyaAvtepo oL EMTPETOUEVOL, YIVETOL YPTION SUPPOTtS LE OKOTO TV eEMTEPIKN
VITOGTHPIEN TOV TEPLOYDV avT®V. H dtadikacio tng dnpiovpyiog Tv supports pmopei va yivel eite

pésm Tov 1610V Tov Aoyioptkov CAD-CAE, gite dnwc cvvnbiletor péow tov Aoyiopko slicing.

Ta ompilypata kabhg dev ivor mpaypatikd HEAT TOL LOVTEAOL TPEMEL VO APOLPOVVTOL PETE TO
TEPOG TNG EKTOTOONG. AVTO onpaivel Tog ypeldletal PeydAn Tpocoyn Katd v oyediacn Tov
HOVTEAOV, OAAG Kot Kot TV TomoB€tnomn tov oto mepiailov tov slicer. [Tavta pe otdyo v 660

70 dVVATOV PEYAAVTEPT LEIMOT) TV support GAAL Kot TNV O1EVKOAVVGT GTNV APAIPEST] TOVC.

2NV TEPITTOOT TOL VILAPYEL 1) SLVATOTNTA Y1a YPT|OT SVO VAIKADV TOLTOYPOVO KOTA TNV EKTOTOON
TPOTIUATE VO, YPNCUYLOTOLEITAL OLAUPOPETIKO VAIKO GTIG TEPLOYEG TOV LOVTEAOD KOl OLOPOPETIKO Y1aL
mv dpovpyio tov omprypdtov. MaMoto 6to oTNPiypoto eTAEYETOL TO VAKO HE TIC
YOLNAOTEPES TIHEG TOV UNYOVIKAOV TOV WOOTNTOV OCTE Vo £ivol O €UKOAO va agaipedoiv.
AVTIBETOC 0NV TEPIMTTOOT OV JEV LIAPYEL FLVVATOTNTA SEVTEPOV VAIKOD awTd oL cvuPaivel
elval va xpnoYLoToLEiTal Pio S1POPETIKY] KOL TTLO OPOL) ECOTEPIKT] OOUN KATA TNV EKTOTOCT TWV

OTNPLYUATOV GE GYECT LLE QLTI TOV HOVTEAOV DGTE VAL £IVaL O EVKOAN 1) APOIPEST| TOVG.

Ol 600 avaeépOnkav PBpickovv peydAn epapuoyr] otnv TPOocHETIKN KATOOKEVT] TAAGTIKOV.
Oocov agopd TV mpochHeTIKN KATOOKELT e ¥PNON MHETAAALOL, M dladiKacio givol apKeTd mTo
TOAOTAOKN G€ onueio mov Tuyaivel va yivetol addvatn 1 aQaipecTn TOV GTNPIYUATOV, E0KA G
TEPMTMOGEIS EKTUTMCEDV OPYUVIKMOV YEOUETPLOV TOV 01 TIHéG Tov overhang angle sivol apketd

peyaAEG.
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Kepararo 4

4.1 Avayxn v toyeio TpOTOTLANGT OO TAAUCTIKO

H npocBetikn katackevn mhactikon, AOym TG eHOMS TOL LAIKOD Kol TG d1ad1Kaciog, o€ avifeon
LE 0V TN TOL HETAALOV Bempeitan TOAD O amAn Kot Sivel TNV dSuVATOTNTO Yio EDKOAT Kol Ypryopn
dopbwon actoydv pe ToAD UIKpOTEPO KOGTOC. Tavtdypova divel tnv duvatdtnta Yo 0KOAN
aQaipecn TOV CTNPLYUATOV TOV HOVTEAOV, KATL OV GTIV GUYKEKPUEVY TEPIMTOON OTOL TO
povtédo ¢ epyaciag Ba €xel opyavikn yeoperpia Oeswpeitor Akpmg onUOvVTKO Yo vo
napotnpnovv ypryopa toxdv atéhetes. Ot Adyor avtol v BEtovv KaTIAANAN Yoo TV ToElo
TPMOTOTVTNGT €VOG LOVTELOV TTOV TPOKELTAL VO EKTVT®OEL omd pétairo. Xty mapodoo epyacio
10 TEMKO povtédo Ba ektummbel amd avoéeidwto ydAvPa 316L kot katd v dadikacio TG
exktonoong o yiver cucocopdtopa pe plo petaAlkn mAdko. Adym Aowmmdv G OLGKOAING
OOPpOHOONG TOV ACTOYLOV ATOPAGIGTIKE TPV TNV EKTUIMGN OO HETAALO VA YIVEL EKTOTOGCT TOV
HoVTELOL amd TAaGTIKO Kol cvuykekpipuéva and PLA. Mo v tayeia tpototdnnon and TAactikd
Oa ypnowomonbel o ektuvrwtc Ender 3 V2 1tng Creality, evdd omv dwodikacio TpocheTikng

KATOoKELNG HetdAlov Ba ypnoyorombel o exktvnwtg Meltio M450 g etanpiog Meltio.

Prototype

Concept » » Production

Ewova 48: Awwdikacio tayeiog npototinnong [49].
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4.2 ITapovaciaon tov Creality Ender 3 V2

O Ender 3 V2 g etaupiag Creality givor évog amd Toug 1o 5100£50UEVOVE EKTUTOTEG TAAGTIKOD
AOY® TOL YOUNA0D TOL KOGTOVG, TNG TOLOTNTOS KATAGKELNG TOV, TG EVKOAMOG YPNONG TOV KOl TNG
OPKETA KOANG TOOTNTOG EKTOTWONG MOV TPOSPEPEL. To KOGTOG ayopds TOL MOYKOGHIMG,

Kopaiveral peta&y 250 kot 300 gvpo.

Ender-3 V2

An upgraded version
of a phenomenal 3D printer

© @

Ewova 49: O ektorotig Ender 3 V2 g Creality [50, 51].

-50 -



4.2.1 Teyvika yopoxtnpiotika

O Ender 3 V2 Bewpeiton extonmg teyvoroyiog FDM kot KAVEL Yp1romn TS TPAOTNG VANG GE LOopON|

VIHOITOG KOl £XEL TOL TOPAKATM TEYVIKA XOPAKTNPLOTIKA [50, 52] :

e  Méyebog extommt : 475 x 470 x 620 mm

o AwbBéoyog ydpog ektummong : 220 x 220 x 250 mm

e Bapog: 7,8 Kg

e [Ildyog layer: 0,1 — 0,4 mm

e Nozzle: 1,75 x 0,4 mm

e  Méyiom duvarn Bgpuokpacia nozzle : 255 °C

e  Méyiom duvarr Bepuokpacio entpdvelog ektdmmong : 100 °C
e [Ildyog filament : 1,75 mm

o Axpipela ektonwong 0,1 mm

o Xvvoeootrta : USB, MicroSD card

4.2.2 Yhika wov umwopodv vo, ektorw ooy

XOoppova pe v Creality Bdoel TV TPodIAypOPOV TOL EKTVTOTH UTOPOLV VA (PN GLLOTOHovV

TO TOPOKATO TOAVUEPT] VAIKA Y10l EKTUTMCN, TAVTA GE LOPOT VALLATOG [50]:

e PLA
e TPU
e PETG
e ABS

[Mo 11 avayKkeg g EKTOHTMOONG TOV LOVTEAOL ad TAACTIKO EMAEXONKE GOV LAKO TOo PLA, 6mov 1)

TN T0V avépyeTol Tepimov ota 20 vpd Yo Eva KIAG VAIKOD.

-51 -



4.2.3 PLA-Mnyovikég 1010t)teg

To PLA (Polylactic Acid) avikelr otovg Oepuomlactikods OAEQOTIKOVS TOAVECTEPEC.
Eppaviotmke mpd @opd to 1932 and tov Wallace Carothers, o omoilog punodpece va cuvhéoet
PLA pikpod poplaxov Bapovg Oepuaivovioc Aaktikd o&d oe GuvONKeEG vacuum, oQop®VIOG
TOLTOYPOVO. 0,TL TOSOTNTA VEPOV GLYKeEVTpwVOTAY. [TAéov €xovv avamtuybel apketol TpOTOL Y100
v mapoywyn PLA vymAng moldtntog. XTov TopoKAT® Tivake mopovctdlovol ot PnyoviKég
W10 Teg Tov PLA 0€ €0pog THdV, Kabmg avtég e€apTdVTOL QUECH 0O TOV TPOUNBELTH TOV

VAKOD KOt TIG GLVONKEG TOpay®mYNG [53].

Polymer PLA
Density (g/cm”3) 1,21 -1,25
Melting point (C) 150 - 162

Tensile strength
21-60
(Mpa)
Young Modulus
0,35-3,5
(Gpa)
Elongation at
brake(%) 23 =6

Mivaxag 3: Mnyavikég wdr6tnteg PLA [53].

Direct
Polycondensation Oligomer L N
Polycondensation o ) o
Solld State > & 1‘,\‘
Polynondensatlon él 2 | é Melt Polycondensation
Chain S R ch\:“o' G
. ain
Extension Low molecular Coupling "

/ weight Prepolymer Agents !
Azeotropic W o.;‘\-\-‘
& = Dehydration é
Polycondensation H,0
e > > Foly{Lacnchud}
o Enzymatic
Polymerization Ring Opening H,0
Lactic Acid Polymerization | Cat, A
e a8 .
ngopmng Cat a ‘ c.: a R
—_—
Pnlvmerl:atlon ‘f"““‘
Polycondensatlon Depolymerization
Lactide

Low molecular
weight Prepolymer -

Ewéva 50: Mé0odor mapaymyig PLA [53].
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4.4 Tlapovciaon tov Meltio M450

H pnyovn mpocBetikng xotackevng petdAiov Meltio M450 oanotedel mpowdv g lomavikng
etapiog Meltio, n omoia 1WpvONKe tov Iovvio tov 2019 o610 Las Vegas and tig etopieg Additec
kot Sicnova. Kavet ypnion g teyvoroyiog Meltio LMD yia v mopoaymyn LETOAAMK®V HOVIEL®V
kot Bewpeitor cvotua tomov DED ektommwong. H npdtn VAN g ekTdmOONG, 0vAAOYO Le TV
€KO0YM TOL EKTLIOTN Umopel va elvar gite o popen movdpas, eite oe popen vinatoc. Mdiota

OTNV TEPITTOGT TOV VILLATOG VITAPYEL 1] SLVATOTNTA Y10, PN OT) HUTAOD LAKOD.

Meltio M1450

Ewoéva 51: H pnyovi] tpocOstucis katockevng petdirlov Meltio M450 [Meltio].
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O extunotg Meltio M450 arotedeiton cuvorkd amod Tpio factkd uépn to omoia eivol amopoitnTo

Yo TV AEITovpyia Tov:

e H mapoyn adpavovg aepiov (Argon)
o To gwtepkd cvotnua yoéng (Chiller)

e O ekrunwtg (Printer)

MELTIO

55,00

100,00

Ewéva 53: O yopikég anartioelg Tov Meltio M450 [Meltio].
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4.3.1 Teyvika yopoxtnpiotika

Dimensions 550 x 600 x 1400 mm Tested Materials Stainless steel, aluminum, inconel, titanium
and copper
Print envelope 150 x 200 x 450 mm
Wire feeds Up to 2 x K200 spools
Enclosure Laser - safe, controlled atmosphere
Powder feedstock 45 pm to 90 pm particle size
Mass c. 200 kg, depending on options
Powder feeds Unlimited external plug and play feeders
Laser power 600w to 1.5 kw
Number lasers 3+ Process chiller Active water - cooled, process interlocked
Laser type Solid State Diode
Process control Closed - loop, laser, wire and
Laser beams 3+ powder modulation
Input power 230V single - phase Interface USB, ethernet, wireless datalink

400 V three - phase
Other features Hot wire feed, heated build plate, live HD video

Wire feedstock 0.8 to 1.2 mm diameter wire

Ewova 54: Teyvika yopaxtnprotikd Tov Meltio M450 [Meltio].

Power Switch

Argon Inlet - 2X US%Conneg:tion
Powder Inlet — -~ HDMI Connection
‘\)N?c 1 le't: Ethernet Connection
el e ~ Chiller Data Connection
Water Outlet —— Chiller Power Connection

-~ Power Chord

Ewéva 55: To micom pépog tov Meltio M450 [Meltio].

-55-



Ocov apopd T0 EGOTEPIKO TOL EKTLITMTY £VO. OTO TO TLO CIUOVTIKG PLEPN €lval TO arm 10 omoio
etvat vTeHBVVO Y10 TO KOAUTPAPIGLLOL TG UNYOVIG KOTA TNV EKKIVIOT TNG EKTOTMONG LE TN XPNOT
evog 6évoopa. Emiong 6to e0mtePKd TOV EKTUTTMTI LITAPYEL IO KALEPQ TTOV KATOYPAPEL KOTE TNV

SLAPKELN TOV EKTVTMCEMV. Evd 610 KaTm pépog vapyel n 006vn demapng and 6mov eAEyyeton n

pHnyav.

Ewéva 56: To Arm kot o 6éveopdc tov [Meltio].

E&ioov onpavtikd tunpa g unyovig stvor ot 6 déopeg laser petafANTg GLVOAMKNG 1GYVOG TOL

eotidlovv o€ éva onpeio pe okomd v TEN TOL VILOTOS 1] TG TOVIPOG LETAALOV.

MELTIO

6 individual fibers
200W each

Ewova 57: To ocvotnpo Tov laser tng Meltio M450 [Meltio]
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[To ovykekpuéva oTnV KEQOAN NG Hnyovhg olakpivovion ta 6 Laser (kitpivo), ot 6 mapoyég

YUKTIKOV YpoV (L®P ecmTEPIKO) KoL 01 6 TOPOoYES adpavovg aepiov (LoP eEmteptkd). 10 KEVIPO

™G KEQOANG S10KPIVETAL TO GVGTNUA TOPOYNG VALKOV.

_——Idler Arm

Frant Drve Wheel
Feeder Drive Shaft
Feeder Brace Plate—
Feeder Brace Bearing —

Feeder Brace Plate

| CH-VZ-Lé-Br-Snnn

Brace Plate Screw 2

Brace Plate Screw 1

Cover Glass Slide

—Shield Gas Nozzle

Ewova 58: H kepainf Tov Meltio M450 [Meltio]
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MEeLTIO

Two built-in wire cabinets
Hold 300 mm spools

Ewéva 59: To cvotnpa Tpo@odociog viikod Tov Meltio M450 [Meltio]

H punyovn elvar wcavn va torndoet avrikeipeva péypt 30 Kg yuo v exdoyn pe ta oo viwd. Ta
VMKA OTNV TEPIMTOGT TOL VAHOTOS TPOPOOOTOVVTAL GTO KAT® Oe&l Ko aplotepd HEPOG TNG
unyovng Kot ovayvopilovior ond avty cov TO wxow T1 avrtiotoyo. Xtnv mepintmorn tov
GLGTNHLATOG TOVOPAG LETAALOV 1) TPOPOSOGIa THG GKOVNG YiveTar omd T0 TIG® PEPOS TNG UNYOVIG
omwg eaivetor oV €iKOva 55. Qo1000 otV TEPITTOON EKTOTOONG e VAU 1 €10000C TNG

ToVOPOG TOPAUEVEL KAELOTT).

Ewéva 60: Kicicipo Tpo@odociag
novopog [Meltio].
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4.3.2 Yiixo. wov umwopovv vo. ektomw oy

Xoppova pe v Meltio aveEdptnta omd 10 av ¥PNOILOTOLEITOL 1] EKOOYT TNG UNYOVIS LLE TO VIO

N He TV TovdPa, 0 EKTVTMTNG Eval IKAVOG EKTUTTMGEL OVTIKEIILEVO OO TOL TOPOKAT® HETOAAL:

e Atcdh (316, 316LSi, 308LSi, SG2)
o Xalkog

e Alovpuivio

e Tuwévio (Ti-6Al-4V)

e Kpdaua Inconel (718)

4.3.3 Steel 316 L — Mnyovikég 1010tHTeg

[No 116 avdykeg g mopovcag SIMAGUATIKNG TO HOVTEAO Bo ekTumOEl Ao avoEeldwTo ATGAAM
316L 10 omoio elvar éva pHéETOALO e eEOUPETIKES UNYAVIKES WOOTNTES KO XPTCLOTOLEITAL KATA
KOpv otV Propnyavio petdAiov. H ynuikn tov cbotacn anotereitor amd porvdaivio, dvBpaka,

VIKEMO, YPOLO, LAYV GO Kol TUPITLO.

Ta teyviKd YOpOKTINPIOTIKA TOV GE LOPON VIILOITOG Elval To TopaKAT®:

Diameter 1 mm
Weight 15 kg
Volume 1875 em?
Density 8.0 glem®
Spool Type BS300
Wrought Properties Cast Properties Meltio XY Properties Meltio XZ Properties
Tensile Strength (MPa) 515 550 635+ 13 6507
Yield Strength (MPa) 208 260 390+ 30 380 £ 17
Elongation (%) 40 35 52+3 46+ 4

Ewova 61: Mnyovikéc 1016tnteg Steel 316L [Meltio].
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Kepararo 5

5.1 Awyovionog GrabCAD — GE Engine Bracket

Y& avTO TO OMElD, e OKOTO VO LTOLV G EQPUOYTN Oca £xovv avapepbel Tapamdvm, Bo AdPet
YOPO PO TPUYUOTIKY EQAPUOYT. EEKIVOVTOS omtd €va Tp1odldotato povtédo, Ba mapovciaotel
OAN 1 dtadikacio TG TOTOAOYIKNG PEATIOTOTOINGTG TOL, TNG TOYEING TPMTOTLANGNG TOV OO TOL
amd TOAVUEPES VMKO KOt TEAOG TNG TEAIKNG ONUIovPYiog TOv HEC® TPOGHETIKNG KOTAUGKELNG

petdArovL.

Yav case study emiéyOnke va ypnoiponombei To HOVTEAOL £VOG SAY®VIGHOD OV OpYavaOOnKe
and to GrabCAD o¢ ovvepyooia pe v General Electric (GE) 1o 2013 pe cvvolikd émabro
20.0008. O ovykekpuévog Staymviopuds eiye mOAD peydAn amiynon kobdg omotéiece pio
eCOUPETIKY] TEPITTOON GLYYMOVELGNG TNG OOMKNG-0XEONOTIKNG PerTioTOmOoinoNG KOl TNG
TPOochETIKNG Katackewns. Ymnpéov maveo amd 600 cuppeToxés pe pHEYAAO €OPOg TPOT®V

TPOGEYYIONG TOV TPOPANUATOS Kot ¥p1ion Totkilmv pHeBoddwv kot epyareimv yio v eniivct Tov.

To mpoPAnua mov 666nke online mTpog To Kowd fTav 1 dnuovpyia piog Paong otpiEng KivnTHpa
petpévov Bapovg. Zta dedopéva tov mpoPAnuartog elyav kabopiotel ot mapdpetpor mov Ba
ypewlovtav ywo v enidvon tov. [To cvykekpéva eiyov Eexabapiotel OAoL o1 yempeTpikol
TEPLOPIOUOL TOL HOVTELOV KOOMDS Kol OAEG 01 GLVOT|KES POPTIoNG TToV B EMpeme va etvar tkavo va
déyeton ko avtéyel. Emiong elye avapepBel mwg cav vAIKO yio tnv peAétn tov avtikelpévov Ba

énpene va ypnotporomdei 1o kpapa Titaviov — Apythiov — Bavadiov : Ti-6A1-4V.

Kabog o dwymviouog elxe apyioet 060nkav kdmoleg €mmA&ov O1EVKPIVICELS UE OKOTO TNV
TPLGOAOTATH EKTVTOGT TOL AVTIKEWEVOL. 110 GLYKEKPIHEVA SIEVKPIVIGTNKE TMG OTIG 1O10TNTES
TOV VAIKOV Oa émpeme va oploTel TO TITAVIO ®G 1G0TPOTIKO pe HETPO elaoTikoOtnTa (Young
Modulus) 110 GPA, Loyo Poisson (Poisson’s Ratio) 0,31 kot 6pro ehacticotntog (Yield Stress)
903 MPa, evd o Babuog acepareiog Oa énpene va givar icog pe 1. Emiong devkpiviotnke mwg Oa
énpene va ypnowyonomOel 1o ANSYS cav AOYIGHIKO Yo TV 0VAALGN TEMEPAGUEVOV CTOLYEI®V

(FEA). Zx0mog TG LEAETNG TAV 1 EAOLYLOTOTOINGT) TOV BAPOVG TOV OVTIKELLEVOL [54,55].
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Ytov dwyovicpd ot cvvinkeg @optiong d0Onkav oe lbs of force wotdco oty cuvéyeln

TOPOLGLALOVTAL KOl GT LETATPOTY| TOVG 6TO SI.

Load Conditions 1 Load Conditions 2
Static Static
Vertical Horizontal
8000 Ibs up 8500 |bs out
Load Condition 3 Load Condition 4
Static Static Torsional
42 degrees from Horizontal plane at
Vertical. centerline of clevis.
9500 Ibs out 5000 lb-in
Load Interfaces Interface 1
Interface 2
Interface 5
Interface 4
Interfoce 5

Ewéva 62 : To povtého Tov S10y®@VIGHOV PE TIS OTOITOVNEVES GUVONKES POpTIoNG o€ 1bs [54].
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Load Case 1. Load Case 2.
Static Static
Vertical Horizontal l_¢
35586 N 37810N
Load Case 3. Load Case 4. s
Static Static Torsional
42°from Horiz. Plane at
Vertical centreline of
42258 N clevis
565 N-m
Load Interfaces interface 1
Interface 3 Interface2
Interface 4
Interface 5

Ewova 63 : To poviého Tov o10y@vIGRov PE TIG 0ToTOVREVES 6VvONKeg @opTIonS o N [56].

2V mopovca epyacio 6Tdc0 Ba VITAPEOVY KATOEG SLOPOPOTOMGELS OGOV APOPE TO AOYIGUIKO
kaBdg vy v FEA Ba ypnowomomfel 10 Aoywopkd Solidworks kot koatd v mporypaTik|
dnuovpyia Tov avtikeyévov Ba ypnoiponombei viipo PLA yuo v taxeio mpwtotunnon kot Steel

316L o€ popon cHpuatog avti yio Tovdpa TIToviov.

Mnyavikéc 1916t Teg Ti-6A1-4V T1_6AI-4Y o8 Asdopéva ,
HOPON TOVSPOG S yOVIG LoD
[Mukvomra (Density), p 4.43 g/cm3 4.43 g/em3 4.43 g/em3
Métpo Eractikomrag 116.5 GPa 113.8 GPa 110 Gpa
( Young's Modulus), E
Adbyog Poisson

( Poisson's Ratio), v 031 0342 031

Opro Eraotikommog 827 MPa 903 MPa 903 MPa

( Yield Stress), TYS

Mivexog 4: Mnyavikéc 1010tnteg Ti6AI4V [57].
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5.2 TormoAoyikn BeAtiotomoinom poviéAov

To povtého poptdbnke oto mepiPdArov tov Solidworks o€ popen| .stp akpipdg dmwg 56OnKe cTov

dtryoviopo to 2013.
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PEF ©-v- 20

P

@ B Engineracket Defsuhe<Defout
1B Hteny
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Ewéva 64: To apyiké povrérho 6€ IGOPETPIKI, HTPOGTA, VO, KATM KOl TAAYLH OWYN).
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H tonoloyum PeAtiotomoinon Aappdvel yopa og £vo Simulation Study. I'a avtdév tov Adyo to
TPAOTO Prina TG O1001KaGiag Eival vo 0ploTel 6TO LOVTELO TO VAIKO LLE TIC UNYOVIKES 1O10TNTEG TOL
doOnkav amd tov daymvicpd. Qotdéco mnyaivoviag otig PifAtodnkeg viikmv tov Solidworks
TOPOTNPELTAL TOG O1 UNYOVIKES 1O10TNTES TTOL divovTat Yo To Ti6Al4V, SlopEPOVV Ao AVTEG TOL

mOnkav amd Tov Sy ovVIeUo.

Material X

Search... Q Properties  Tables & Curves Appearance CrossHatch Custom Application Data Favorites| * | *

Material properties
Materials in the default library can not be edited. You must first copy the material

Aluminium Alloys ~ to a custom library to edit it.
Copper Alloys Plasticity - von Mises Save model type in library
Y Iianium Aloys SI - M/mm*2 [MPa) e

2= Commercially Pure CP-Ti UN5 R50400 (35} - — S ———
8= Commercially Pure CP-Ti UNS RS0700 Grade 4 (55] Titanium Alloys
§E Commercially Pure grade 2 longitudinal (55) Ti-eAl-4V5olution treated and a
§E Commercially Pure Grade 2 Textured [55) [ [ e Siess
§E Commercially Pure titanium (Ti-35) UMNS R50550%
§E Ti-10V-2Fe-3Al Solution Treated Bar (55)
8= Ti-3A1-8V-6Cr-4Mo-4Zr (55)
§E Ti-5A1-2,55n Annealed (55) Defined
8= Ti-6AI-25n-2Zr-2Mao-2Cr-0.255i (S5)
§E Ti-6Al-4VSolution treated and aged (55) Property value Units
— Elastic Modulus 104800.31 |M/mm~2
EE Ti-8Al-1Mo-1V annealed sheet [S5]) s = W
EE Ti-8Mn annealed sheet (S5) Tensile Strength s T
2= TIMETAL 35A CP Titanium [ASTM Grade 1} 98.1 Ti Vield Strength 82737088 |N/mm~2
§E Titanium Ti-13V-11Cr-3A1 Solution Treated Tangent Modulus N/mmA2
§E Titanium Ti-5A1-2.55n Thermal Expansion Coefficient |9e-06 /K
§E Titanium Ti-8Al-1Mo-1V Mass Density 4428784 |kg/m*3
§E Titanium Ti-8Mn, Annealed Hardening Factor 0.85 /A

Zinc Alloys

Other Alloys

Plastics

Other Metals

Other Mon-metals

Generic Glass Fibers

Carbon Fibers

Silicons

Rubber -

Ewova 65: To Ti6Al4V otig frpriodkeg Tov Solidworks.

Emopévac Ba dnpiovpynbet éva véo custom vAKO Pe TIG PNy oVIKES 1010TNTEG TOL SLYOVIGHOD V1o
va umopécel va cvveytotel n avdivon. To custom vAkd mov dnuovpyndnke pe v ovouacio

GrabCAD titanium mapovctdleTon 6TV GLVEYELOL.
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Material

Search...

Q

> SOLIDWORKS DIN Materials
> SOLIDWORKS Materials
Sustainability Extras
w Custom Materials
3 Plastic
v GrabCAD Titanium
8= GrabCAD Titanium

*

Properties  Tables & Curves Appearance CrossHatch Custom  Application Datalzl:‘

Material properties

Materials in the default library can not be edited. You must first copy the material

to a custom library to edit it.

Model Type: Il_ineal Elastic Isotropic

~ I D 5ave model type in library

Units: |51~ N/mm~2 (MPa)

criterion:

v]
Category: [ GrabcaD Titanium |
Name: | GrabcAD Titanium |
Default failure |Ma)(vun Mises Stress V|

Description: |

Saurce: |

Sustainability: |Ti-ﬁAI4V50Iu‘tiontreatedandaged[!| | Select.. |

Ewéva 66: To custom virko Ti6Al4V pe Tig pnyoavikég 1616TNTES TOV 10 YOVIGHOV.

25‘ Stress-Strain Curve
File Options Help

Stress-Strain Curve

1,18ﬂm .......... R e EEEEERE

1.160.00

1.140.00

1.120.00

1.100.00

Stress (Nimm"2)

1.080.00

1.060.007;

1.040.00

Strain (N/A)

0.01 0.02 0.02 0.03

0.04

—+——  Stress-Strain Curve

Ewéva 67: Avdypappa 1dong — m1opoapépemong Tov VAKO.
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Metd Vv €@aployn T0V 6MOGTOD VAKOD KOl TPV TV TOTOAOYIKT HEAETN, TO apyKO PApog Tov

povtéiov givan 2,05 Kg.

@R Mass Properties — X

% EngineBracket-5tudy. SLDPRT

Options...
Cwerride Mass Properties.., Recalculate
Include hidden bodies/components
D Create Center of Mass feature
|:| Show weld bead mass
Report coordinate values relative to: | - default - w

Mass properties of EngineBracket-Study
Configuration: Default
Coordinate system: -- default --

Density = 442878 kilograms per cubic meter

Mass = 2,05 kilograms |

Ewéva 68: Mass Properties Tov povréhov piv TV T0T0A0YIKI peréTn.

H tomoloyum perémn Eexvder amd to Simulation tab Tov Solidworks pe éva véo topology study.

Features | Sketch | Markup | Evaluate |

S| E[R[e][€ "
Study @
v X

MED Dimensions | SOLIDWORKS Add-Ins | Simulation | M8D | SOLIDWORKS CAM | SOLIDWORKS CAM T8M | Analysis Preparation |

'@ & O PLRAB ©-®- =-

Message ~
It offers conceptual design for lighter
and stiffer structures

Name ~

Topology study of Engine Brac

General Simulation A

f— -
JE—

Thermal

sucin

Fatigue

Linear Dynamic

Specialized Simulation ~

},  Submodeling

Pressure Vessel Design

Ewova 69: To simulation tab Tov Solidworks.
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V-

&8 Topology study of Engine Bracket (-Default-)

& &b EngineBracket-Study (-[SWIGrabCAD Titanium-)

A5 Fixtures

L} Bcternal Loads

@ Goals and Constraints
Manufacturing Controls

& Mesh

Ewova 70: To topology tab tov Solidworks.

211c 0dnyieg Tov dlaymvicpov elxe oprotel mwg to povtédo eival fixed péow TV tEcChpPOV

kdOetwv omwv. Ot oméc Aowmdv Ba opiotovv wg fixed péow tov tab “Fixtures” won “Fixed

2
Geometry™.
Fixture @
Y ]
Type | Split
— "

gt

Standard (Fixed Geometry) o

@ Roller/slider
Fixed Hinge

Ewéva 71: Opropédg Tov fixed emeavelidv Tov povrérov.
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2y ovvéyewa pécm tov tab “External Loads™ ko “Force” opilovtat o1 cuvOikeg optiong tov

LLOVTEAOV, Ol 0TToies Tapovslalovtat TNy Kova 63.

Ta load cases opifovtat 6NV €0OTEPIKN EMPAVELD TV dVO OPLOVTI®V OTMV KOl LLE TNV EVTOAN
“Total” opifovtar Gov TV cuvicTapévn Toug Tov Ppicketal akpPdg oTnV HEST TNG LETAED TOVG

andGTOoTC.

Force/Torque @
v X m

Type | Split

Force/Torque ~

Fore
O normal
(@ selected direction

@Iﬁ

@ Peritem
OTotal

Fate<1>
Face<2>

>&long Edge (N):| 35,586

units ~
Bls v

Force A

N —

[ Reverse direction

[ Nonuniform Distribution v

Symbol Settings &

Force/Torque @
v X H

Type | Split

Force/Torque ~

Fore
Toraue
' I
O Normal

@® selected direction

@I%

O Peritem

@ Total

Face<1>
Face<2>

EdgeTota]) (U):

Units ~

HE S

Force
=y | 37810 ~|n

[ Reverse direction

[ Nonuniform Distribution v

Symbol Settings 4

Ewova 72: Load cases 1 (Vertical) ko 2 (Horizontal).
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[ Plane @

¥ X m
Message ~
Fully defined
First Reference ~
Parallel

Perpendicular

Coincident
[42003eg =

[ Flip offset

A B
001m %
[=] mid piane
Second Reference ~
[ IEdgE<l> |
Perpendicular

Coincident
[] priect
Third Reference A
al
Options ~
[ Flip normal
Ewova 73: Opiopdg reference plane otig 42° omé vertical yio Load case 3.
Force/Torque @
v X M
Type | Split
Force/Torque ~

] rore
(8] roaue

Face<1>

Face<2>

O Marmal
(@) Selected direction

© I EE—

O Peritem
@ Total
Units ~
Bs ~ 2 lormal to Plane(Total) (M
Force ~

[ 2 <l
[or] <l
\42253 “In

[ reverse direction

[ Nonuniform Distribution v

Symbol Settings v

z

s

Ewéva 74: Load case 3 o1ig 42° an6 vertical.
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B

-

5# Topology study of Engine Bracket (-Default-)

Ewoéva 75: Opropdg aEova teprotpogis Yo to Load case 4.

- meverse ainection
O pes tem
1 ot

[ — ~

e—p— -
L -

[ Shaw preview

dy (-[SW]GrabCAD T |

F3 Connections

+ 45 Fixtures
(X Fixed-1

~ L1 Extemal Loads
4 Force-1 (Totalk 37,810 Ny
[ Force-2 (Totak 42,258 N9
4 Force3 (Total: -35,585 ;)

& Torque-1 (Totak: -565 Nom:)
(@ Goals and Constraints
Manufacturing Controls

@ Mesh

1 o T

Ewova 76: Opropog Load case 4.

Ewoéva 77: Zvvolka Loading Conditions.



21 ovvéyewn kabopiletor o 6Td)0g ToL topology dmov €00 gfvon 1 elayyioTomoinom tng nalag Tov
avtikelpevov. Opmg yio va mopoyBoldv ta KoAvtepa dvvatd amoTeAEGHATO OGOV 0POPO TIG

UNYOVIKES 1010TNTEG TOL HOVTELOVL, YiveTal 1 emtAoyn Tov “Best Stiffness to weight ratio”

-
6f Topoelogy study of Engine Bracket (-Default-)
& &b EngineBracket-Study (-[SW]GrabCAD Titanium-)
§% Connections
v B Fixtures
2% Fixed-1
+ 14 Extemal Loads
L Force-1(Total: 37,810 N3
L Force-2 (Total: 42,258 N3
L Force-3 (Total: -35,586 N}
B Torque-1 (:Total: -565 N.m:)

(@ Goals and Constr-
Manufacturing C. 47 Best Stiffness to Weight ratio (default)
@ Mesh [}, Minimize Maximum Displacement

s Minimize Mass

o

Ewova 78: Emioyn pacikod 6téov PerTioTonoinong.

Goals and Constraints @
v X H
=

Topology study will try to find the stiffest structure
possible given a certain amount of material removal.

Defining the goal and constraints will impact the material
removal.

A default constraint will be chosen when a goal is
selected. You can create additional constraints based on
your design requirements.

Frequency constraint always run with ‘Intel direct sparse’

solver,

Select Goal -~
& ‘ Best Stiffness to Weight ratio (default) ~
[ pisplacement Constraint -
Mass Constraint (Default) ~
QE Mass Constraint i

‘ Reduce mass by (percentage) ~

E— .

Current mass of part: 205167 kg

Final mass of part: 1.436167 kg

[] Frequency Constraint v

Stress/Factor of Safety Constraint o

@ ‘ Stress Constraint i
VON: von Mises Stress ~
is less than ~

(O specify value
@ Specify percentage

strength value
Material yield strength: 9.03e<08 N/m*2

Final stress value: 7.224e+08 N/m*2

Ewévo 79: Emioyn napopétpov fertictonoinonc.
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Ed® eméyetan oav 610)0¢ va petmbet n pala tov poviédov kot 30%, pe tehkd otoyo ta 1,43
Kg. [Taporo mov 10 Aoyiopuikd TapEyet T OLVATOTNTO Kol Y10l TEPICCOTEPT| LEIMOT), TPOTIUATOL VO
Kpotn Ot éva oyeTKd YOUNAOTEPO ENIMEDO PEIMONG MOTE VO ToPEVYBOHV KOTA TO TEMKO KOUUATL
nePoYES pe vymAéc tywég tov overhang angle. Ildvta pe otoéyo v €layiotomoinon TV
OTNPLYHATOV TTOV B SUCKOAEYOLY TOAD TNV petenesepyacio tng ektOmmong arnd pEtairo. Eniong

Ba vdpEet cav 6TdHYOG TO va H1aTPNOOHV 01 UNYOVIKES 1O1OTNTEG TOL OVTIKELEVOL Katd 80%.

To emduevo Prua elval vo 0ploTovV KATOEG TEAEVLTOIEC TOPAUETPOL TPV TNV TOTOAOYIKN|
BeAtiotomoinon Tov avtikelpévov. Apykd emiéyovton to, preserved regions Kou to preserved
depth, dnAodn meployég Kol EMPAVEIEC TOL LOVTEAOVL OTOL O aAyOplBpoc PeAtioTonoinong Oa
TP oEL AVETAPES, KAOMG Kol GE TL ATOCTACT LETA TO OpLaL TOLS B cuveyicel va unv emnpealet

NV OPYIKN YEOUETPiaL.

Preserved Region

(=]

v X M

Message ~

Select additional faces which cannot be removed by the
solver. These faces need to be preserved because they are
part of the design or they are faces used as connection
points with other parts in the assembly.

Note: Faces selected for loads and restraints are
automatically preserved.

It is recommended that you mesh the model with a size

smaller than the preserved area depth

Selection ~

@ | |Face<t> ~

Face<2>
Face<3>
Face<d>
Face<5> v

Preserved Area Depth ~ j|
~

N : e

Geometry Preview

e

Ewova 80: Preserved regions kot depth.

"Eva and ta tedikd otddia elvan va emtheyel To minimum member thickness oniadn to eAdyioto

Téyoc ov pmopel va £xel £vo Tolyopa 1 Lo ETQAVELD LETA TNV HEAETN. AvTd glvan amapaitnto
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va optotel o€ pa T M omoia Ba elvar TovAdyioTov peyaldTep omd TNV TIUY TOV TEYOVS TOV

layer katd v ektOT®ON.

Thickness control @
v X

Message ~
Select the minimum member thickness to be achieved in the
final design. Using a very small minimum member thickness
might result in long solver run times.

The manufacturing control might give undesired results
while using a very large member thickness value as compared
to the average model thickness,

Minimum Member Thickness ~
# [0 5 mm v
HH- hd

[ Maximum Member Thickness v

Ewova 81: Thickness control.

Téhog dnpovpyode éva Mesh tov dykov and finite elements pe daotdoetg 3,01 kot 0,15 mm.

Mesh (e
.
Definition | Mesh Quality

Message A

A high quality mesh is recommended for a Stress/Factor of
Safety constraint

Mesh Density a

Coarse Fine

Issue warning for distorted slements

Mesh Parameters ~
@® Standard mesh
O Cunvature-based mesh %

O Blended cuniature-based mesh

[ Automatic transition

Advanced v

Options A
[ save settings witneut meshing

[JRun (solve) the analysis

Ewova 82: Anmovpyio mesh.
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Ewévo 83: Amotéheopa mesh.

e avutd To onpeio N Torohoyiky peAéTn givan £Totun vo EeKvioEL Ko va Tapdyet o BEATIopEVN
ekdoymn Tov poviédov. H mapaymyn tov Pehtiotonomuévon oyxediov eivar apkeTd ypovoopa kot

amoutel PEYAAT VTOAOYIGTIKN 1GYV.

Otav tehewdoet n enidvon to amotédecpa eivor pio Pedtictomompévn yeopetpioo n omoia
KOVOTOlEl oL KPLTAplo. Tov €KV Kotd TV peAétn. Me Oplo TV apylky] YEOUETPIO TOL
OVTIKEEVOD, 0 ahyOp1Ouog apaipese Gyko VAIKOV amd Tig mePLoyEg 6mov avtdg dev Oa emnpéale
TNV GTOTIKY VTOYN KO TIG UNXOVIKEG WOOTNTEG TOV LOVTEAOL LLE OKOTO TNV EANYLGTOTOINGN TG

nélag Tov 66OV T0 dSVVATOV TEPLGGOTEPO.

e avtd 10 onueio o Solidworks mapovsialel v Abon tovilovtag T TEPLOYEG OV VILAPYEL
axopa dSuvatodHTNTa Vo apotpedel VAKO, divovtog £ToL TV EMA0YN Yol pio Likpn LETA emesepyacia

TOV OVTIKEWEVOL TOGO G¢€ eminedo Pdlog, 060 Kol G EMIMEDO TOIOTNTAG EMUPAVELAGS.
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Study name: Topology study of Engine Bracket(-Default-)
Plot type: Material Mass
Calculated Element Mass : 149679Kg

Material Mass

Must Keep

Ok ta Remove

Study narne; Topolagy study of Engine Bracket(-Default-)
Plot type: Material Mass
Calculated Element Mass : 1.49670Kg

Material Mass

Must Keep

Ok to Remave

uf

Study name: Topology study of Engine Bracket{-Default-)
Plottype: Material Msss
Caleulated Element Mass : 143679Kg

Material Mass

Must Keep

Ok to Remove

Ewéva 84: Amotéheopa emilvonc.
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Ewéva 85: Tehké amotéheona.

To anotéhecpa g avaivong eivan | peiwon to apyucod Bapovg and 2,05 Kg oe 1,49 Kg. [TAéov

TO OvTIKEipEVO yivetar export e popen .STL yua Eexvioet 1 dwadikacio tov Slicing.
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5.3 Slicing povtélov ctov Creality Slicer.

Mo v mpogtoacion EKTOHTTOONG TOL AVTIKEWEVOD amd PLA, 10 pHoviélo yiveToun export amd to
Solidworks. To apyeio .STL mov Oa gicaybel 610 Aoyiopkd Tov slicing amoteAeiton amd 29.230
Tpiyova Tov oynuotilovy TV YE®UETPIO TOL HOVTEAOL.

SOLIDWORKS x

| Trangles: 29230
T File Size: 1461584 (Bytes)
File Format: Binary

Save
D:\USERS\USER\DESKTOPY..\OPTIMISEDBRACKET.STL?

Yes Mo

Ewova 86: Export povréhov og popoi) STL.

Ewdyovtag to apyeio otov Creality slicer mopatnpodpe mwg n apykn 0éon tomobEtmong oev
evoeikvotal kKaBhg mpokadel peydha overhang angles kvpiomg ot Pdor. Avtd eaivetor oTig
EMPAVELEC TOV EVOL YPOUATIGHEVES Pe KOKKIVO, KAODG GE auTES TIG TePLoyEg To overhang angle
Eemepvael Tic 20° mov givan 0 peyahdtepog mePLopodg mov BETEL 0 EKTLIMTNG HETAALOV. AVTO
dopbBovetarl oe peydro Pabud péow g evroing “lay flat”, pe v omoia n fdon Tov povtéAov
EPYETON GE EMOPN UE TNV EMPAVELD EKTVTTOONG. Q6TdG0 ot Ypron PLA gvdeikvutan to overhang
angle yia ta support vo eivor kovtd otig 60°. I'a avTov ToV AdYO0 Yo va petwbel n TosdTNTO TOV

support Ba yivel ektomwon pe overhang angle otig 60°.
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-—

& Build Pate Aghesion ~

il
&
i §
Iy
k
i

Ewova 87: Apyuc] totoBétnon aviikeypévov otov Creality Slicer.

Emiong mapampeitan mog ot apyikég dwuotdoelc (X,Y,Z) tov avrikeyévov givar 179,2 x 110,2 x
62,5 mm o1 onoieg Eemepvave Tig Sl0oTAGELS PEYIGTNG eKTOT®ONG Tov Meltio M450 mov givor 150
x 170 x 425 mm. [Taporo Aowmwdv Tov VIAPYEL | dVVATOTNTO TO AVTIKEIPEVO Vo ekTuTt®OEl GTOV
Ender 3 V2 pe 11c apyucéc tov d1aotdoels, emiéyetat va ektummOel Kot pe o 300 VAIKA 610 70%
TOV GLUVOAMKOD TOV OYKOL Yo d1evkOAvVoT Kotd TN ovykpion. 'Etol ov véeg dlaotdoslg Tov

avTIKEEVODL etvan 125,4 x 77,2 x 43,7 mm, TOV 1KOVOTOLOVV TNV TOPATAVE® GLVONIKT.

¢ = stndard Quatry 0amm Elam wion +on s

[ ¥ eroevenderzmmoenders-. ¢ [ Secn

ELECEEIRE

Ewéva 88: Meiwon pey£Bovg avrikeipévou.
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Mo v keAvtepn epoppoyn Tov TpdTov layer To poviédo Ba extunwbel Tdvo oe raft. Ot telkég

ovvOnkeg TPoBEPLLOVOTG KO EKTOTMONG TOL PN CLUOTOWONKAY HETE 0md dOKIUEG KOODS 0 YMDPOG

exTummong eivon extedelévog oe Beppokpacio teptPdriovtog ivorl:

e Ogpuokpacio bed : 72 °C

e Ogpuokpacio nozzle : 215 °C

e ‘Yyog layer : 0.2 mm

e Toydmra ektomoong: S0 mm /s
o Infill: 20%

e Overhang Angle for support : 60°
e Adhesion type : Raft

e Layer thickness: 0,17 mm

"Etot petd to slicing to pathing mov 0o weprypaget and tov G-Code ivar To TopakdTm pe GLVOAKA

224 layers kot dnuovpyavtog avtikeipevo pe palo 64g. Iapatnpeitor g vedpyovv Supports

T0G0 GTNV MEPIUETPO OGO KO GTIG OTES TOV LOVTEAOL.

# o : Wl g 21530

Ewoéva 89: After slicing preview.

SavetoFile

[MAéov €xer mapaybel to apyeio oe popen .gcode mov Ba ewcaybel otov extvnwt| PLA ya va

EeKIVNGEL 1] ONULOLPYI TOV AVTIKEUEVOV.
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5.4 Slicing povtéiov oto Simplify 3D

H dwdwkacio tov Slicing yio tv ektommorn tov engine bracket amd HETOALO €xel TOAAEC
opototnteg pe exeivn mov €ywve otov Creality Slicer. Q01060 VIAPYOVY KATOLES CNUOVTIKEG
dwpopéc. H dwdikacia tov Slicing yio v onovpyia tov apyeiov .gcode €rafe yopo

akolovBmvTag OAa to Prupata 0nwg opilovtal amd To eyyePioto ypnons g unyxavng Meltio

M450.

Avotyovtog to Simplify 3d yio mpd™N Qopd TpémeL va Yivouv KATOEC TAPAUETPOTOMGELS MOTE TO

slicing va pmopet vo avtamokpBei otig anortioglg g Meltio M450. Apywcd opiletar o ymdpog

epyaciag oTig S100TAGELS TOV EKTVTTMOTY.

. Configuration Assistant

3D Printer Information

Flease fill in the fields belows based on your 3D printer specifications.

Printer name ‘Meltin M450

Baud Rate 115200

Firmware RepRap (Marlin/Repetier/Sprinter)

Machine type  Cartesian robot (rectangular build volume)

H-hAxis Y-Axis Z-Axis
Build Volume 1450 3] (1680  [2] |430,0 mm
Mozzle diameter mm
Filament diameter |1,75 3| mm
Mumber of extruders -
[ ] This printer has a heated bed
Cancel < Back MNext =

Ewova 90: Apyikog opropdg o1aeTaoemy ydpov epyocias oto Simplify 3d
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"Enerta poptdvetar 6to meptBdArov tov Slicer to apyeio .STL mov avTimpooomeVeL TV TAAKA
move otnv omoia Ba ekTum®OEL TO avTikeipevo kot ToTileTon 1) EMPAVELN EKTOTMOONG LLE TNV

emupaveln Tov unodevikoH enumédov (Z = 0) tov Simplify 3d.

[

L CNE
5 Camtar v v
Fracases fdoein ek s bt

=
oot 11T

0% ~dgraadaOf-+x

Foa | o
% oo s

o e

Wl General Options ? x | |

Preferences Machine Models Visualization Metwork

Machine Definition | | ‘

Machine type |Cartesiar1 robot (rectangular build volume) hd | |

X-Axis ¥-Axis Z-Axis
Buldvome  [142.00 [#] [160.00 [£][430.00 [2] mm ‘. '
orgnofiset 000 [3][s00  [2|[oo0 3 mm | |
Homing direction |Max hd | |Max - | |Max - | ‘ |

Flip build table axis [ x ]y [z ‘ [

Toohead offsets [Toolo v | % 000 [5] v [o.00  [3] - ‘

Printer Models |

Meltio table.stl Add
| Remove

Remave

[o< ]| canca |

Ewéva 91: Ewcayoyi tpareliov ektonmong oto tepifpaiiov tov Slicer.
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> ovvéyeln emdéyetan 1o apyeio .fff mov €xel dnuiovpyndel and v Meltio mTov meprrappdvet
npokabopiopéveg puuicelg tov Slicer yia tov ektumot]. H etapia €xel dnpovpyncet dvo
exdoyés, wa yu solid pe Layer Height = 1,2 mm, kot pia yio hollow yewpetpieg pe Layer Height
= 0,5 mm. X ovykekpévn mepintwon yw to slice tov bracket, emAéyeton to profile yia solid
constant bodies, péca oto omoio emiéyeton Layer Height = 1,2 mm kot overhang angle ywo ta

support otig 25°.

W8 FFF Settings ? x W0 FFF Settings ? x
Process Name: [Process1 ] Process Name: [Process1 ]
SelectProfile: | M450 Solid Constant ZPrinterConify (modified) ~ | Update Profile | Save as New Remove Select Profile:  M450 Solid Constant ZPrinterConify (modified) ~ | \Update Profie  Save as New Remove.
Auto-Configure for Material Auto-Configure for Print Quality Auto-Configure for Material Auto-Configure for Print Qualty
STAINLESS STEEL hd (LHIN) Medium - ele STAINLESS STEEL Tele Medium halCHINC)
General Settngs Generdl Settings
Infl Percentage: B oo Oiduderatt Generate Support Infl Percentage: B oo Omcuceraic Generate Support
~
Extruder  layer | Addtons  Infil | Support  Temperatwre  Cooing  GCode  Sipts  Speeds  Other  Advanced Extuder layer  Addfions  Infl  Support  Temperatre  Coolng | G-Code | Sapls  Speeds  Other  Advanced
Layer Settings FirstLayer Settings Support Material Generation Automatic Placement
Primary Extruder |Extruder 1 o First Layer Height % Generate Support Material Only used if manual support & not defined
Primary Layer Heicht m Frstboer Wty = Support Extuder [Extruder 1 - .
- FretLayer speed * Support Infil Percentage %
Stort ot Extra Inflation Distance m
O Use random start points for il perimeters Separation From Part
® Gotinize start points for fastest printing speed Combine Support Every layers Horizantal Offset From Part mm
O chaose start point dosest to specic lacation Upper Vertical Separation Layers
X (1100 3% (1000 5 mm pense Supart Lower vertcal Separation Layers
Dense Support Extruder |Extruder 1 -
Dense Support Layers Support Infil Angies
Dense Infl Percentage % deg [0
Add Angle
Remove Angle
S v
Hide Advanced | | SelectModels Cancel Hide Advanced | | Select Models Cancel

Ewova 92: O pvOpiceis tov slicer oto profile ywa solid bodies.

Endpevo Prpa eivor m tomoBétmon tov apyeiov .STL oto mepifdArov tov Aoyiopkod. Onwmg
aropacictnke Kot Katd to slicing yia v extdnwon and PLA, to avtikeipevo Ba ektommbel vid
KAMpoka pe 6yko 70% tov apywod dote va unv vrepPet TI¢ S0GTAGIOAOYIKES dSVVATOTNTES TOL
extunmt. Eniong kétt mov mpénel va Anebel v’ dyv kotd v 1omofEnon Tov avTIKEUEVOL
elval Tog og avtifeon pe v exktdmwon and PLA oty DED petdAiov pe ypron vipotog 1o
avtikeipevo Oa ektummBel Tave oe pio mAdko petdAdlov pe v omoia Oa yivel cuocOUdTOUA.
Emopévag petd tv olokpwon tng ektummong Oa ypnoyoromBel kontikd epyodreio yo vo
dtymprotoHv Eova To Vo codpata. Av Aomdv Katd to slicing 1 kAT® eTQAVEID TOV LOVTEAOL
Bpioketan oe tavtion pe 1o eminedo Z=0 tote Katd TV KOmN O VEAPEOLY O1UGTUGIOAOYIKES

OTOAELEG OTNV YEOUETPIO TOL AVTIKEWEVOD PEYEDOVG IGO0V e TO TTAYOG TOV KOTTIKOV EPYOAEIOV.
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Mo va anopevyBel avtd 10 Pavopevo To avTiKeitevo avoyavetal Alyo (Aootd Téve and to
eninedo Z=0 pe oxomd katd 1o slicing va yepicel to Kevo mov dmpovpyeiton pe supports. ‘Etot
KOTO TOV O0YOPIGUO TOV HOVTEAOV amd TNV TAdKe LETAALOV, avTO oL Ba apatpebet Ba sivar Ta

emMpPOcOeTO support Kot Oyl 0 WEEMUOS OYKOG TOV OVTIKELLEVOU.

sodelvame: Opesdoracizt |
Change Postian.

xottet [1822 [5] mm
vorut [ [E]m
2omet o7 o] m

Ewéva 93: ToroB<tnon povrérov 6o mepifdirov Tov Simplify 3d.
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Téhog yiveron 1o slicing Tov poviéhov Kot 1 Tapaywyn Tov apyeiov .gcode mov Ba eicaybel otnv
pnyovn extvnoonc. [apaxdto eaiveror to path mov Oa axorovbnceln pnyoavn Kabdg Kot o Tponv
KEVOG Y®OPOG oL dnuovpynnke HeTa&d Tov TPamellov Kol TO OVTIKEILEVOV, OTOI0G EYEL TAEOV
vepioer pe solid viwko. To telkd aviikeipevo Ba dnuovpyndet and cvvolikd 39 layers, evd
avapévetor ToALES and Tic hollow meployég g Ye®UETPILOG TOV AVTIKELLEVOL VAL YEUIGOLVV [LE VAIKO

Kol YEVIKOTEPO PEYOAN TocOTNTO support Adym Tov yapnAov overhang angle mov emutpémet 1

umnyavi.

i
i
i
:

| amuEngle - |
BIREEERHERY
a———

semon cmuioptans Loy Ranga 1 70
Pl rhrpan PreviewBy |Layer GRS | [ &

Ewova 94: Tehko slicing povrédov Yo v ektdToon amé pétariro.

-84 -



Kepararo 6

6.1 Extonwon povtédov and miactikd otov Ender 3 V2

Onog og (o TparyLatikng Topay®yr| Tpoidvtog Onpovpyohvtol TPMTOTUTES EKOOGELS TOV TEAKOD
OVTIKEYLEVOD UE TOYELD TPOTOTLTN OGN, £TG1 Kot £6® Bol TO LOVTELD TOV SLOY®VIGHOV EKTLTTOONKE

a6 PLA otov ektunmt ¢ Creality, Ender 3 V2, npwv extunwbet omd péraiiro.

Me oxomd va yivel mo €OKOAN 1 GOYKPIGT TOL OVTIKEWWEVOL TPV KOL UETOL TNV TOTOAOYIKY|
BeAtiotomoinon amogociotnke vo  ektumeBel 1000 TO apykd pHOVIEAO, OGO KOl 1
BedtioTomomuévn ekdoyn tov. QoTdG0 Kl 6TIG OVO TEPUTTMOCELS 1 JASIKAGI0 EKTVTMONG Eivot

axpidg n 1d1a.

H Sdikocio Eexvael pe v mopaymyn tov apyeiov .gecode amd 10 Aoyiopukd tov Slicer. To
CULYKEKPLUEVO OPYELD POPTOVETOL GE L0 KAPTOL LVAUNG TOTTOL micro SD kot TEPVAEL GTNV Uy oV

EKTOTOONG LECH NG KATAAANANG BUpaC Tov PploKeTar 6TO KATM aptoTEPE LEPOG TOV EKTLILMOTY.

Ewova 95: Eicodog pécov petagopdas otov Ender 3 V2.
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Yvvéxeln €el M TPOETOACIO TG UNXAViS. ATO TO menu TOL EKTLRMOTN EMAEYETOL 1] EVTOAN
“preheat PLA” pe tnv onoia apyiler n tpobéppavon tov nozzle kot tov bed péypt va ptdcovv oty
emBountn Beppokpacio. TELOG pe TNV evToAn “prepare to print” emAéyeton 10 apyeio g.code mov
avtiotolyel oto engine bracket Kot epOGoOV 1 punyavn €xel TV KatdAANAN Bepprokpacio Eexvael n

EKTUTMOT).

Ocov agopd tov ¥podvo eKTOHTOONG TOCGO TO OPYIKO HOVTEAD, OGO Kol TO PEATICTOTOMUEVO
YPEWCTNKAY GYEDOV TOV 1010 ¥pOVO EKTOTMGNG, 0moiog avABe Kovtd oTic evvéa dpec. [Tapakdto

TOPOLGLALOVTAL EIKOVEG Od TO 6TASL EKTHTOGONS KoL TOV dVO KOUULOTUDY.

Ewoéva 96: [IpdTo layer yia to raft tov pn pekricromompévov poviéiov.
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Ewéva 97: Ecotepikn} dopun pn Berrictorompévov poviéiov.

Ewéva 98: Orokinpopévn ektomoon Tov pn fertiotorompévov povréiov.
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Ewoéva 99: To pn pehtictomomnpuévo povrélo amd S14Qopeg OTTIKES YOVIEG PETA TNV d@aipeon TOV

oTnpLypdTov.

Ewoéva 100: Métpnon paleg tov Tov pn Pertiotorompévov povréhov and PLA.
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Ewova 101: Ipoto layer Bertictorompévov povrérov nave og raft.

Ewova 102: Ecotepuki] dopi] fertiotomompuévon povtéiov.
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Ewova 103: Ohokinpopévn eKTOTMO TOV BEATIGTOTOMNUEVOD HOVTELOV.
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Ewova 104: To fertiotomompévo poviéro amd o1aQopeg onTIKES YOVIES peTd TNV a@aipeon TV

oTNpLypdTOV.

Ewéva 105: Métpnon palog Tov Tov Peitiotomompévov povrérov amd PLA.
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Ewéva 106: Zoykpion Tov 600 povrérov.
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Koatd v {0y1om TV avTIKEIWEVOV TPV Kol LETA TV TOTOAOYIKN UEAETN TTapatnpnOnKe peimon
TOV GLVOALKOV Bdpovg katd 14 g, dnAadn 22,9% . Avtd to 1060010 dapépet and 10 30% mov
1é0nke g constrain 6TV €niAvon ¢ TomoAoykNg peAétng. To cedipo avtd opsiletanr 6TO
YEYOVOS OTL 1 HEAETN €yve pE OESOUEVO VDAIKO TNV €KOOYN TOL TITOVIOL TOV OpPicTNKE OmMd TOV
SyOVIGHO Kol ETOUEVES 1] YempeTpia Tov Tposkuye Ba pepe peiwon 30% oty mepintmon mov
TO HOVTELO EKTLTOVOTOV PE TITAVIO. Q0T1d60 T0 PLA éxet pikpdtepn mokvotnta omd 10 TITévio
KO Y10 00TO TO AGY0, Yo edopévn peimon dyKov LALKOV, To BApog Tov apotpeital tvat pkpdtepo

and eketvo g mepinTmong Tov Trtaviov.

Agdopéva
Mnyaviéc 1010t Teg Sy ®OVIGLOY PLA Fillament
yw Ti-6Al-4V
[Tukvomta (Density), p 4.43 g/cm3 1.24 g/cm3
Métpo EAaotikotnrag 110 Gpa 3.5 Gpa
( Young's Modulus), E
Aobyog Poisson

( Poisson's Ratio), v 031 0.35

Opro EhaotikdétTog

( Yield Stress), TYS 903 MPa 60 MPa

Mivaxag 5: Mnyoavikéc 116t TEg £101K0U VAIKOD droymvicpov kot PLA.
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6.2 Extdnmon povtélov and pétairo otov Meltio M450

H Swdicacioo DED ektonmong otov ekturnot) Meltio M450 mopovcstdlel KAmoleg onpovTikég
dwpopéc o oyéom pe awtn tov Enderd V2, 6cov apopd v mpostolasio g EKTOT®OONG, TOV
Eleyyo ¢ dradkaciag, aAld Kot TNV peteneiepyocio Tov avtikeévov. I'evikotepa mapovsilet
AVENUEVT TEPUTAOKOTNTO AOY® TMV OTOLTICEMY TOV DAKOD NG Tpdtng VANG. H extdnmon éywve
and oavoleidmto ydAvPfo 316L oe popen viunotog .Qotdco m dadikacio o€ TEPITTOON
dNuUIovpYiag TOV AVTIKEIEVOL 0md TITdvio Ba NTav akpPdc 1 it kot To pévo mov Ba diiale o

NTOV TO VAIKO TOL VI|LOTOG.

Mo v mpogtoacio g extimwong yperdleton va evepyoronBodv 6Aa ta cueTUATe TOL Hol
v emmpedoovy kot vo tomobetBel 1o vipa ydAvBa oty unyxovh. ‘Etot evepyomoteitor 1
TPOPOJ0Gia PEOHIOTOC TOV EKTLMTH Kot NG WukTikng unyavng (Chiller), kobmg avoiyet kot 1
mTapoy” Tov adpovovs aepiov (Argon). Edd mpémetl va onpetmbel mtmg dev £yl onpacio n mocdtn T

aepiov pe v omoia O TpoPodotnOei n unyavn, KabMG N 1810 KAVEL AV TOHOTO ELEYYO TNG TOPOYNG.

Ewéva 107: Iapoyn adpavods agpiov TNy pnyavi.
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Ewova 108: Tpogpodosia vijpatog yaivpa 316L.

-95-



Ewéva 109: Evepyomoinen YoKTiKig pnyavic.

X k0Be dadwkacia mov meptlapPavel KAmolov £i00Vg GLYKOAANGT LETAAAOL KpiveTOL amapaiTnTo
va yivel KaBapiopodg Kot mpoeToacio g empdvelng cvykoOAAnons. o avtd 1o Adyo mpv
EEKIVIOEL 1] EKTOTTMOGN XPNOIUOTOONKE OGETOV Y10 TOV KOOAPIGUO TOV ETLPOUVEIDV TNG TAAKAG
v oty onoia B ekTuTteOel To povtéro, akpPdg OTmS avaeépeTol 6To manual Tng PnNyavig.

21 ovvéyela n mAdka epapuOleTol TAV® oty TpameCo TG UNXavig Le TE6oEPLS PIoeg.

Ewéva 110: IIpogToripocio EMQAVELNS EKTUTOONG.
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Ewévo 111: EQappoyn em@aveldg EKTOmmong 6tny Tpanela Tg pnyavic.
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[TAéov 6Aa Ta cvotiuota eivar €totua yuo EeKtviioel 1 ekTOTwoN. ATd TO KEVIPIKO menu g
unyovng emAEyovTol ol puiuicelg g ektdimwong tov Ba ypnoipomonfodv yia to tool-0 Kabdg 1
extonwon Oa yiver pe éva pdévo vAkd to omoio avayvopiletar amd ™ punyovny ot 0éon TO.
Eniéyetan 1o profile pvBuicewv yu steel 316L o¢ solid bodies pe layer height 1,2 mm. Exiong
opiletar  woy0¢ twv laser ota 500 Watt ko 1 taydna ektonmong 6to 82%. Ot Vo tehevtaieg
TIUEG HETABAALOVTOL OO TOV YXEPIOTH KOTA TN OIUPKEWD TNG EKTVTOONG UEXPL VO EMTEVYOEL N

emBuun T TOLOTNTO EKTOTOONG YWPIG COAALOTAL.

Chamber
ight

Layerl Time layer: 0
Laft Wire Macros (T1)
Profile \ Profile:

Default | a penwer ratrack: S Default
316L selid 1.2LH 316L _solid_1.2LH

316L_hollow_0.5LH & |31 6L_hollew_0.5LH
Ti_6AI_4V Ti_6AI_4V
Steel Bohler SG2 . 0 & after retrac Steel Bohler SG2

Unretract param.

Extrusion distance: 3mm

Ewéva 112: Kevrpiké menu Meltio M450.

Epdoov £xet yivel to slicing tov povtédov, Ommg mepleypdonke 6to Ke@AAao 5, 10 apyeio .gcode
(QOPTMVETOL GTN UNyovn HEcm piog ek Tmv dvo 1600wy USB. Tote n unyovn Ba avayvopicetl 1o
apyelo Kot Oa epeavicet pia avamopaoTact TS StadPOUNS ToL Bo akOAOVONGEL Y10 TNV EKTUTMOT)

TOVL.
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Available files

&7 BracketMelioReady. gcode

L
Delete Copy o
file primer

Ewéva 113: Emioyn apysiov gcode kol ovomapdctacn amé T pnyovi|.

Téhog yivetar o TeMKOG €Aeyyog mpwv TV ekkivnon ¢ extdmwong. O éleyyog {ntdel and Tov

YEPLOTY VoL EAEYEEL Y1aL TO OWv:

®  VIAPYEL ETAPKNG TOSOHTNTA AOPaVOVS aepiov
®  VIAPYEL EXAPKNG TOCOTNTO VIILOTOG LETOAAOL
o ¢yel emleyel 10 cwotd profile pvBuicemv

® 1 TAGKO TOV £XEL EPAPLOGTEL ElvaL 1] COOTY

e ta laser £xovv ) oo™ GLYKAMON

e 10 nozzle givatl ot Béom tov

e 1 0¢om epyadeiov mov £xel emheyel elval | cOOT

Epdcov 6ha eykpiBovv Eekvaet 1) eKTOTTOON.
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‘J Enough argon Observations i this part is printed again

\/ Enough materizl

Corract material profile and settings

¥
“ \/ Correct build plate size
-

E

Nezzle wear

Status: \/ Aiming Beam check 1o see if optics are ok?

Selected tool is correct (T0) i i f
\/ ettt oo b i) Switch off chiller at the end of
Status: Online printing {5 min)

File: BracketMeltioReady geode TDK Checking: Try 1

Estimated printime: 7:0:57

Print tirme: Dafault prnt speed- 1000

ETA
Filtration eme: Lhabie
Actual layer:

T
Print |_|

Ewova 114: Tehkog ELeYY0G TPLY TNV EKTVAMOOT).

H dwdikacio ektOnmong EEKIVAEL [LE TO OLTOUOTO KOAUTPAPIGHO TG UNYXOVNG Le TV PonBeia
TOL arm, 10 07010 KoTePaivel HEYPL VO AKOVUTTNOEL TV EMPAVELX EKTOTMONG 000 Popéc. Kabag
N andotaon petadd g KeEPOANG Kot TG akidog mov PpiokeTal oty KAt TAELPE TOV arm givol
YVOGTH Kot Tpokafopiopévn, n unyavn uropet va opicel v Béom g 6ToV YOPO. LT CLVEXEL
TO arm onKavetot Kot 1 Tpamelo TAncldlel TNV KeQAAN o€ po Tpokabopiopévn andeTacn GToV
d&ova Z mov cuvaodet pe o onpeio cvykiiong tov laser. Toéte n unyovn Kavet extrude to vipa
petdAdov, to onoio dwappéetar cuveydueva amd peopa. Otav n dkpn tov vipatog oyyiEet v
HETAAMKT TTAGKO KAEIVEL Eva NAEKTPIKO KOKA®ULA KO 1) Unyovh avayveopilel Tog vTdpyel emaen
HETOED TOV VIHOTOG Kot TG emupdvelag ektuommone. H tehevtaio dwadwasio emavolappdveron
OLTOUATO OPKETEC POPEC KATA TN OBPKELD TNG EKTVTMOONG, OMOTE KPIVETOL ALTO OTOPOLTNTO.
Téhog evepyomotovvral ta laser kKot Eekvdiel 1 cuykOAAN oM PETAED TOL VILOITOS KOt THG TAGKOG

Yo TN dnpovpyia Tov TPpMOTOUL layer.
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Ewéva 115: Apyiké koprpépiopo pnyoviic.
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Koatd ™ onovpyio tov mpdtov layer mapovcidotnke pia poper| dripping mov gavepmvel tmg Oa
énpeme va yivouv kdmoteg addayég otig pubuicelg g ektummong. 2otdco to mpmto layer eivon
€va amd aVTA TOL AVTIGTOLYOVV 0T0 EMITPOGHETA support Tov opiotnkay Katd To slicing yuo v
OTOKOTY] TOV OVTIKEWEVOD atd TNV TAAKO LETA TO TEPOS TG eKTOTTOONG. Emopévmg n actoyio
ot pmopece vo. emAvbel yopic va mpoxkaiécel mpoPAnuata oto weéAnua layer mov Oa

amotelhovcay 1o bracket.

Ewéva 116: ®arvépevo dripping katd tn dnprovpyia Tov mpadTov layer.
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Kotd v dudpxeta g extdinwong divetat 1 OuvatdTNTe GTOV YEPLOTI Va £XEL TPOGPaoT G OAES
TIG TOPAUETPOVS TTOV NNPEGLoVY TV ekTUT®ON. 'ETo1 1 actoyio emAvbnke otadiokd avEavovtog
™V TayvTo eKTVLIT®ONG oto 100% kar v evépyela tov laser ota 850 Watt. Avtd pmopel va

emoAnOevtel amd To TPMTO WEEAHO layer Tov povtédov, To omoio £xel ekTLT®OEL YwpPic didkeva.

Ewéva 117: Emidvon @arwvopévov dripping kou dnpovpyia tov tpdtov @eéiipov layer tov povrérov.

-103 -



Kotd ™ didpkea T eKTOTTOONG TOpoLsIdoTnKe Kot TdAl eovopevo dripping 6€ TePLOYEG TOL
LLOVTEAOVL pe KUKAIKN YeopeTpia. Q61060 G€ QTN TNV TEPIMTOGT TO PovOLEVO OPEILETOL KUPImG
og advvapia tov slicer e GULVIVAGUO LE TNV TEPUTAOKOTNTO TOV AVTIKEWWEVOD, KOt Oyl GE KATOL0!
pOOon g unyoavne. Eniong oty mapokdto ikova poivetor kabapd n dtadikacio varddeong

petdAiov yuo tnv dnpovpyio tov layers.

Ewéva 118: Dripping o€ kukhkéc yeopetpiss.
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Kof’ 6An ) dubpkela g ekTHTOONS TOL HOVIEAOL 6TV 000vN TG UNXavig TapovstaleTat yio
TOV XEPIoTN évo menu gmtpnong g oadwoacioc. [Tapéyoviar mAnpopopiec oyxetikd pe tov
TPOUYUOTIKO KOL TOV OVOUEVOLEVO XPOVO EKTUTTMONG, TO layer To omoio dnpovpyeitar tnv dedopévn
oTLYUN, KaBmG ival EVEPYOTOIEVN KOL 1] ECOTEPIKN KAUEPO TNG UNYOVIG TOV LYV TOCKOTEL TN
dwdkacia. Eniong mapovsidloviat kot Kamoles Pactkég TYES TV TapayOVI®V mov ennpedlovv

v eKTOTOON.

Statuz: Prining

File: tioReady.goode

Estirmated prirt fme
Frrint time:
ETA

Actual layar:

Pauze

Ewova 119: Menu gktinoongc.

Ooo dwpkel  ektdmwon, o BdAapog g punxavhg elvar Yepdtog e TocoTNT AdPavoLS 0EPiov.
Otav ohoxkAnpwbei kar to tedevtaio layer Tov avtikeyévov, unaivel 6 Agrtovpyio 10 cLOTNHA
eEaepiopov 1o omoio Ba adeldoet Tov Bdhapo and to 0épro. Mdvo dtav olokAnpwbel 1 dladtkacio
0V g&aeptopol dtvetar 1 SVVATOTNTA GTOV YEPLOTH VO aVOiEEL TNV TOPTA TNG UNYOVIG KoL VoL
népel TpdcPaon oto ecwtepkd. H dadikasio ektummong olokinpdbnke petd amnd cLVOAKA

EQTA MPEG KO TPLOVTOTEVTE AETTA.

- 105 -



Ewéva 120: Zovorikd o 0drapog ekTOTOONS.
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Filtration time:

Status: Printing
File: Br
Estimated prirtime:

Print iry

ETA

Ewova 121: Awwdwkooia eEagpropov.

M50

Status: Printing
File: BracketMal

Estimated print ime:

FINL Spae

Prrint time:

Ewova 122: OrhokMpmon EKTUTOONG.
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To amotéleopa ¢ eKTOTOONG TAPOLGLALETAL GTN GLVEXELN TAVE® GTNV TAAKO PETAALOL LE TNV

omoia &xetl evmbel.

Ewéva 123: Anotéreopa ektintoong - 1.
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Ewéva 124: Anotéreopa ektinoong - 2.
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Ewéva 125: Anotéreopa ektonoong - 3.

-110 -



Ewéva 126: Amotéreospa ektintoong - 4.
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Ewéva 127: Anotéreopa ekTOTTOONS - 5.

1o ektuvnopévo Bracket propel kaveic va dtakpivel To 0moTeEAEGLATA TOV VYNADY BEPLOKPAGIDV
OV OVOTTTOYONKOY KOTO TNV EKTUTMOON HECH TOV YPOUATIK®OV OOKVUAVGEMY TOV £YOLV

anotunmBel 6TV PETOAMKN emPAaveld Tov. Emiong evdidkpita eivar Kot OA0 To. GTNPLyHoTo TOL
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xpNooromdnkav yio va vrootpi&ovy Tig mePoyEg Tov Hovtélov mov eiyov overhang angle
peyoAvtepo tv 25°. Edd mpénetl va onueiwbdel mog oe avtiBeon pe v eKTOTOOMN amd TAAGTIKO,
TOL SUppOrt 6TV EKTVTMOOT LETAALOL EYOVV TIC 1018¢ UNYOVIKEG OOTNTEG LE AVTES TOV LOVTEAOL.
H 1310mta avt dnuovpyet peydAn duokoiio otV HETENEEEPYNTIO TOV AVTIKEYWEVOD KOl GTNV
aQaipecn TOV GTNPLYLATOV TOV, £01KE dTav YiveTar ypMon TOG0 SVOKOAN KATEPYACIUOV VAIK®OV

660 0 avoceidmtog ydAvPoac.

Yuvéyeta £(E1 M ATOKOTMN TOV AVTIKEWLEVOL Od TNV EMEAvVELN EKTOTTOOoNG. H drodikacio avt Aoy

NG GVOTG TOL VAIKOV, OTOLTEL T YPT|ON KOTTIKNG EPYOUAELOUNYOVIG.

Ewova 128: [Ipoeropacio komg.
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Ewova 129: Konn avrikeipévoo.

Metd v aeaipeon Tov LOVTEAOD Al TNV EMPAVELD EKTOTOONS GEPA £l O KAOAPIGUOG TUYDV
VTOAEUUATOV TOV OVTIKEWWEVOL amtd avt pe ypnon opélag. Tote n mhdxo Oo pmopel va

EMOVOPNOIUOTOINOEl Yoo Kol LEALOVTIKT] EKTUTMOT).

Ewévo 130: YoAeippata TOU OVTIKEIPREVOD TAVE® GTNV TAGKA PLETA TNV KOTY|.

“114-



270 TO OMOTVLTMUO TOV APNOE TO LOVIELO TAVE® GTNV EMPAVELN EKTOTMONG LETE TNV KOMN TOVL,
umopovHv vo topatnpndovv to amoteAécpato Tov dripping mov gpeavictTnKoyv 610 TPpMTO layer.
Qotdéco mopatnpeitor emiong mowg and €va onueio Kot petd 1o eavopevo peldOnke. Avtd
opeidetan oTIg aAAAYEG TOL Eyvav OTIC PLOUICELS EKTUT®ONG Katd TN didpKelo dnpovpyiag Tov
povtélov. Emiong eaivetal n modtnra TG €6mMTEPIKNG OOUNG Kol TUKVOTNTAG TOL OVTIKELUEVOV.
Onwg aiveton kol oTig €1KOVESG TaL VINPEE PEYOAN SVOKOAIL OTNV OPAIPEST TOV GTNPLYUATOV,

KLPIOG oTNV oW TAELPE TOV LOVTELOV.

To teMkd mpoidv NG EKTOTMONG :

Ewéva 131: Tehako npoiov ektvmmong and pétaidro - 1.
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Ewova 132: TeMko tpoidv ektomoong and pétairo - 2.
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Kepararo 7

7.1 IlapovciocT amoTeAeGUATOV

Ewéva 133: Zovolkd omoTeAéOoPaTA EKTVTAOGE®Y - 1.
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Ewkéva 134: Zovolkd oamoTeAEGPATA EKTOTAGE®V - 2.
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7.2 Zoumepdopoto

2TIC TOPATAVD EIKOVES TapoLGLaleTal 1 dladkacio Tov akoAoVONONKE Yo TNV dnpovpyio Tov
TEMKOD UETOAMKOD avTIKEEVOL. Tar dV0 mpdTa HovTEAa pmopobv va Bempnbovv mpoidvia
TayElog TPO®TOTVINONG KAOMS KOTAGKELAGTNKAY amd TAACSTIKO G pio unyovi| youunAod K6GTouG.
AmoteElOVV ®OTOCO pioe TOAD KOAN OTEKOVION TOV OTOTEAECUATOV TNG TOTOAOYIKNG
BeAtiotomoinong oe o apykn yeopetpio. Tavtdypova omodeiybnke mwg m tpiodidotatn
EKTOTMOON TAAGTIKOV omotelel pi moAD koAn péBodo yuoo v dmuovpyice TOTOAOYIK
BEATICTOTOMUEVOV OVTIKEILEVOV OKOLLO KOt PLE peyaAes TYES Tov overhang angle. Ta support and
PLA givor ToA0 €0koA0 va apapefodv akopa o PeYIAES TOCOTNTEG. UG AMOTELEGLOL QKOO KO

hollow mteployég 1oV PEATIGTOMOMUEVOL LOVTEAOV UTOPEGAY VO ELPOVIGTOVV Y®PIg TPOPAN L.

Ao ™V GAAN TAELPE GTO PETOAMKO LOVTEAO TOPOATNPOVVTOL TOALEG TEPLOYEG GTIG OTOlEG TaL
support tav moAd dHoKkoAo va agatpefovv. Edikd oty wicw mAevpd Tov avtikelévov 0mov M
TOMOAOYIKY PertioTomoinon eiyxe onpovpynoetl o hollow meproyr. O povog tpdmog yio v
eniAvon avtod Tov {ntuatog Oa NTav va yiver kabapiopdg twv support pe yprion CNC epéloag.
Q061660 Yo (o katepyosio agaipeons vAkov Ba NTav eniong moAd dVGKOAN MG Kot advvaTn M
npocPacn oe WKPES eomTEPKES KOOTeS. Emopévog kot oe avt) v mepintwon Oa
mopovclalotay cEAALe OCOV a@opd TNV TNPNCN NG TIOTOTNTAG OTNV PEATIGTOTOINUET

YEMUETPIO TOL YNPLUKOV LOVTEAOV.

Téhog to layer height mov opilet to profile Tng unyovng yia solid bodies cuvodebetat amd peydin
dwkprtotnta Tov layers kot dpo Kok mwoldtnTo €EMTEPIKNG EMPAVELNS TOV EKTLTOUEVOL
AVTIKELEVOL. Avarykdlel Aoutdv T0 LOVTEAO GE i OPKETO SVOKOAN dadikacio petenesepyaciog
™G eEMTEPIKNG TOL EMPAVELNS. AVTY OL®G Elvar PLio O1OTKOGT0 OPKETA TEPITAOKT GE TEPIMTMOGELS
nov €xel emEABEL TOMOAOYIKY| PeATioTONOiNGT Kot €xovv dnpovpynBel akavoviotes eEmTepikég

KOUTOAEG 0TO LOVTELO Kot prmopet va emAvdel povo pe xprion CNC.

AOYy® Aomdv TV HEYOA®V OSLGKOAMV OV TAPOLGLALOVIOL KOTQ TNV UETENEEEPYASIH TOL
AVTIKEUEVOD, 1 dtadtkacio TS DED mpocsOeTikng KataoKeL MG e xpnoT vipatog o propodoe va
OempnOel aKaTAAANAN Y10 TEPUTTAOGEIS OVTIKEIWEVOV UE TepimAokn yewpetpio. Emopévog yu
TEPUTTAOGEIS TOTOAOYIKNG PeEATIOTOMOINONG LE OPYOVIKEG YEWUETPiES Ba NTOV TPOTILOTEPO VO

ypnoonomOel kamowo pEBodog OTmg 1 SLS 1o TV pelmon ToV YEOUETPIKAOV COUAUATOV.
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