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NEPINAHWH

H Ttrapouca SimmAwuaTikh epyacia eoTidlel otn SlEPEUvVNON TWV PNXAVIKWY 1I010TATWV
VaVOOUVOETWY UANIKWV TTOU KATAOKEUAZOVTAI JECW TPIODIAOTATNG EKTUTTWONG. ZKOTTOG TNG
£€peuvag gival n agloAdynon TNG CUPTTEPIPOPAS Kal TwV ISI0TATWY AUTWY TWV UAIKWV O€
TTOPANOPPWOEIG EPEAKUCHOU, KAUWNG, KPOUONG Kal HIKPOOKANPOTNTAG.

MNa v ekTéVNON TNG £pyaciag emAéxBnkav wg TToAupepIKh Bdon 1o PA12 (TtToAuapidio
12), HDPE (1moAuaiBuAévio uywnAig trukvéTtnTag) kai PETG (yAukOAn tToAuaiBuleviou
TEPEPOAANIKOU), evioxXupéva pe vavoowparidla ATO (o&eidiou Tou avTigoviou), o€
TTEPIEKTIKOTNTEG 2%, 4%, 6%, 8%,10% avTioToIXa yIa KABE TTOAUMEPH.

270 TTPWTO Kal BewpnTikd PEPOG TNG epyaaiag, , TTeplypdgetal n diadikacia e€wbnong
VAMOTOG aTTd TNV avAueiEn Twv TTOAUPEPWYV KAl TWV VAVOOWHMATISIWY, YE OKOTTO TNV €K
véou Onuioupyia vAPatog, 6tTou Ba cival IKavd va ekTuTTwOei pe TNV PEBOdO TG
TpiIodIdoTaTNG ekTUTTWONG ammd 3D printer. Akéua, TtapoucialovTal ol péBodol
TPIOBIACTATNG EKTUTTWONG Kal avaAuetal n péBodog FFF (Fused Filament Fabrication)
OTTOU KOl XPNOIYOTTOIRBNKE yia TO Treipapa. avaAvovTal Ta TTOAUMEPN] UAIKG, Ta
XOPAKTNPICTIKA Kal oI IBI0TNTEG TOUG, KABWG Kal N Xprion TOUG GTOV JNXAVOAOYIKO TOMED
MEOW TNG TPIOBIAOTATNG EKTUTTWONG.

TN OUuvéxela, avaAlovTal Ta TTOAUMEPH UAIKE, TO XAPOKTNPIOTIKA Kal Ol I810TNTEG TOUG,
KaBwg Kail n XpAon Toug OTOV uNXavOAOyIKO Topéa Eow TNG TPIOOIACTATNG EKTUTTWONG.

‘ETreima, avag@opd oTa vavoUAIKA Kal ekTevr) Treplypa@r) Tou Ogeidiou Tou AvTupoviou
(ATO), 61TOU KOl XPNOIKOTTOINONKE WG TTPOCOETO UAIKS OTRV TTapoUoa £pYaTia.

2710 OeUTEPO KOl TTEIPAUATIKG HEPOG TNG Epyaaiag, avaAueTal n d1adiKagia Tou TTEIPAUATOG.
Mpwta TTapouacidletal n avauiEn Twyv UAIKwy, n diadikacia e£wdnNong Twv VNUATWY TwvV
VEOOUVOETWY UAIKWYV, £TTEITA N TPICOIAOTATN EKTUTTWON TWV OOKIMiWY Kal Ol TTAPAUETPOI
EKTUTTWONG Kal TEAOG T ATTOTEAEOUATA OE HOPPH DIAYPAPPATOG KO O GXONOOUOG TOUG.

AEZEIZX KAEIAIA: TpiodidoTtatn ekTUTTwon, TToAupepr, vavouAikd, PA12 (TToAuapidio
12), HDPE (mmoAuaiBuAévio uywnAig trukvoTtntag) kai PETG (yAukOAn tToAuaiBuleviou
TEPEPOAAIkoU), ATO (o&eidiou Tou avTigoviou), Mnxavikeg 1810TNTEG
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ABSTRACT

This diploma thesis focuses on the investigation of the mechanical properties of
nanocomposites manufactured through three-dimensional printing. The purpose of the
research is to evaluate the behavior and properties of these materials in tensile, bending,
impact and microhardness deformations.

PA12 (polyamide 12), HDPE (high density polyethylene) and PETG (polyethylene
terephthalate glycol), reinforced with ATO (antimony oxide) nanoparticles, were selected
as polymeric bases in contents of 2%, 4%, 6%, 8%, 10% respectively for each polymer.

In the first and theoretical part of the work, the process of filament extrusion from the
mixing of polymers and nanopatrticles is described, in order to re-create filament, where it
will be able to be printed with the method of 3D printing by a 3D printer. Furthermore, the
3D printing methods are presented and the FFF (Fused Filament Fabrication) method
used for the experiment is analyzed. Polymeric materials, their characteristics and
properties, as well as their use in the mechanical field through three-dimensional printing
are analyzed.

Next, polymeric materials, their characteristics and properties, as well as their use in the
mechanical field through three-dimensional printing are analyzed.

Next, reference to nanomaterials and an extensive description of Antymonium Oxide
(ATO), where it was used as an additional material in this paper.

In the second and experimental part of the work, the process of experiment is analyzed.
First the mixing of materials, the process of extrusion of the threads of the neocomposite
materials is presented, then the three-dimensional printing of the proofs and the printing
parameters and finally the results in diagram form and their annotation.

KEYWORDS: 3D printing, polymers, nanomaterials, PA12 (polyamide 12), HDPE (high
density polyethylene) and PETG (polyethylene terephthalate glycol), ATO (antimony
oxide), Mechanical properties
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MEPOZX 1°- OEQPHTIKO

1° KEQAAAIO - EIZAIQrH

H Mnyxavoloyia atroteAei évav atmd Toug PBaoIKOTEPOUG TOMEIG yIa TNV €EENIEN TNG
avOpwTtoTNTaG. AVvEKaBey, eixe IDIaiTEpa eupeia atrixnon Adyw Twv TTOAATTAWY AVAYKWY
TTOU avaTTuxOnkav Pe Tov Kaipd, OXETIKA e Tnv dieukOAuvon Tng Kadnuepivotntag. H
MnxavoAoyia cuoxeTidel Ta TTESIA TWV HOBNUATIKWY KAl TWV BETIKWYV ETTIOTNPWY JE OTOXO
1600 va Onuioupynoel véa Tpdyuarta, 600 Kal va BeATIwoEl TNV KaBnuepivoTtnTa.
2UYKEKPIYEVA, AOXOAEiTaI e TNV QVATTTUEN, TNV avdAuoh, TO OXEDIAOHO, TNV KATAOKEUN,
KAl TNV OUVTAPNON TWV INXAVIKWY CUCTNUATWY.

H ¢Amnon otov Topéa TG pnxavoAloyiag ecaptdtal atrd 1ToAAoUg TTapdyovTeg. Me Ta
Xpovia, eivar gavepd TTwS N ATNON TWV HNXOVOAOYIKWY KOTOOKEUWV OAO €va Kal
augdavetal. Kuplo aiTio armoteAei n texvoloyia. H TexvoAoyia pe TO TTEPACTHUA TWV XPOVWV
gEeNicoeTal e TaXUTOTOUG PUBUOUG aOKWVTAG TTOAU peyAAn emmidpaon o€ OAOUG Toug
TouEig TNG CwNAG. Me Tnv €€ENIEN aUTH Kal PJE TUPPOXO TNV ETICTAMN, N avBpwTTOTNTA £XEI
@T1doel o¢ éva BaupaoTo emiedo. H {wr Tou KABe avBpwTTou TTAoV, OTO TTPOAKTIKG
KOMUMATI, €xel O1EUKOAUVOET o€ peydAo Babuo.

Katd autdv Tov TpOTTO, N avaTrtuén Tng unxavoAoyiag dev dpynoe. Oxi yévo o€ autokivnta
oAAG Kol o€ BIdgOopa OIKIOKA €idn, €idn YETAPOPAS K.O., N pnXavoAoyia éxel xapdaéel Eva
Aoutrpd Opdpo. TAEov, uTTdpXouv UTTEPOUYXPOVEG MNXOVEG Kal POUTTOT yia Tnv
€EUTTNPETNON OTTOIACOATTIOTE AVAYKNG ) TTPOTINNONG. MNepIoadTePO XPNOIUN, QUOIKA, EXEI
@avei oTov Topéa TnG Piounxaviag. Me 10 TTéPAG TOU XPOVOU Ol PNXAVEG MUTTAKAV KOl
eyKaTaoTaONKaV 0T {wr Tou avBpwWTToU, APAIPWVTAG TOV, WG £TTI TO TTAEIOTWY, aTTé TNV
XEIPWVAKTIKN £pyaaia.

H pnxavoAoyia gival pia TTpwToTropIakn MOTHKN TTou dlakAadifeTal o€ TTOAOUG TOEIG
Kal €Xel WG KivnTpo TNV €TmiAucn dia@épwy TTpokAfoewy. Katrolol ammdé autoug eival
TEXVOAOYIQ TWV UNIKWYV, N POUTTOTIKN, N MEAETN QUOIKWY TTOPWV, N OTATIKI MEAETN KTNPIWV
KAl O UNXOVOAOYIKOG OXEDIOTHOG.

‘Ooo o1 avaykeg TG KABnuUePIvOTATAG augdvovTal, avaTTTUoOOVTAl VEEG TEXVIKEG UE OKOTTO
TN YPryopn Kal QUTOUATOTTOINUEVN TTOPAYWYH, E TN XPON OIKOAOYIKWY, AVOKUKAWHEVWYV
UAIKWV yia Tnv TTpooTacia Tou TAavATn. Mia tétoia dnuioupyia atroTteAei n TpiodidoTaTrn
ekTUTTwon (3D printing).

H 1piodidoTaTtn eKTUTTWON PTTOPEI va BonBrioel otnv KAGAuWn TNG augavopevng ¢\tnong yia
véa TIPOIOVTA, HEIWVOVTOG TOUG XPOVOUG OXedldopou Tng Trapaywyng. Me Tnv
TPIOBIAOTATN EKTUTTWON, Ol OXEDIAOTEG AVATITUOOOUV VEEG 10€EC XPNOIUOTTOIWVTAG
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Aoyiopiké Computer Aided Design (CAD). 21n ouvéxela, oTéAvouv autd Ta oxEdia yia
ekTUTTWON 3D, yI0 TNV KATAOKEUR AEITOUPYIKWY TTPWTOTUTTWY. OI JnXavikoi utropouv oTn
OUVEXEID VO XPNOIMOTIOINOOUV auTA Ta TPIOOIAOTATA EKTUTTWHEVA MOVTEAA yid VO
QagIOAOYACOUV TO XAPOKTNPIOTIKA OXeDdIAOPOU Kal SOKIUAG. AuTh n diadikagia dlapKei
KATTOIEG NUEPES MEXPI VO OAOKANPwWOEi, o€ oUYKPION ME TIG TTaPadOCIaKES OIadIKATIES TTOU
pTTOpPEl va dlapkéoouv eBdouddeg. [1]

Ti gival 6uwg ouclaoTIKA N TPICOIACTATN EKTUTTWON; H TpIodidoTarn ekTUTTWON, YVWOTH
KAl WG TEXVIKI TTPOCBETNG KATAOKEUNG, €ival pia EB0DOG dnuioupyiag evog TpIcOIACTATOU
QVTIKEIMEVOU OTPWOT TTPOG GTPWOT), XPNOIMOTIOIWVTAG TO 0XEDI0 TToU dnuioupyRonke atrd
UTTOAOYIOTH, ME TN XPRoN oXedIAoTIKOU TTPOYPANUATOG.

Figure 1:TpiodiGorarn ekTUTwon Kapdiag

21nv Kapdi& auTtAg TNG TEXVOAOYiag BpiokovTal Ta TTOAUPEPT KAl TO VAVOUAIKA TToU TTai¢ouv
oNPavTIKOG pOAo 01N BeATiWOoN TWV IBIOTATWY Kal TNG AEITOUPYIKOTNTAG TWV TPICOIAOTATWY
EKTUTTWHEVWV QVTIKEIMEVWV.

Ta TToAupepn UNIKA eival 181aiTepa dNUOQPIA} oTnV TPICBIACTATN EKTUTTWON AGYW TNG
euelIiag, TNG avOeKTIKOTNTAG Kal TNG EUKOANG emmeepyaaiag Toug. H xpron TToAupepwy
EMTPETTEI TNV KATAOKEUN EAQPPWV KAl QVOEKTIKWY EEAPTNHATWY VIO TTOIKIAEG EQAPUOYEG,
ammdé TNV aEPOdIACTNMIKY KAl TAV auTokivnToBlopnxavia £éwg TNV 10TPIKA KAl TNV
NAekTpovikr). H duvardtnra emmegepyaciag TTOAUPEPWY O€ AETTTOPEPH Kal TTOAUTTAOKQ
oXAMaTa KaBIOTA TNV TPIOCBIACTATN EKTUTTWON EEQIPETIKG XPNOIUN YIO TNV TTapaywyn
TTPWTOTUTTWYV KAl TEAIKWYV TTPOIOVTWY HE UYnAr akpipeia.

Tautdxpova, Ta vavoUAIKA TTapEXOUV HOVASIKES 1I816TNTEG TTOU PTTOPOUV VA BEATIWCOOUV
ONMUAVTIKA TIG PNXOVIKEG, BEPMIKEG Kal NAEKTPIKEG 1816TATEG Twv TToOAUpepwy. OTav Ta
vavoUAIK& evowpaTwvovTal oTn PATPa TToAupepwy, TrapdyovTtal NavoouvBeta e
EVIOXUMEVEG 1ID10TNTEG OTTWG augnuévn avToxn, auénuévn OKANPOTNTA Kal augnuévn avtoxn
oTn @Bopd. AuTEG o1 BeATIwoElg ival 1IBIAITEPA ONUAVTIKEG YIQ TIG €QAPUOYEG OTTOU Ol
MNXavikég atraitioelg gival uPnAég. Ta vavoUNIKA YTTopoUv ETTiIONG va TTAPEXOUV EIDIKEG
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AEITOUPYIKEG 1010TNTEG OTTWG AywYINOTNTA KAl avTioTAon o€ QAOYA, ETTEKTEIVOVTAG
TTEPAITEPW TN AEITOUPYIKOTNTA TWV TPICOIACTATWY TUTTWHEVWY EGAPTNHATWV.

H ouoxétion peTagu TpIodIdoTatng eKTUTTWONG KOl TTOAUPEPWY KAl  VAVOUAIKWV
uttoypauuiCel T duvatétnTa dnuioupyiag KAvOoTOPwy AUCEwv TIOU  JTTopoUlv va
QVTIMETWTTIOOUV OUYXPOVEG TTPOKAACEIG OTOV TOMEA TNG unxavoAoyiag. H duvardtnra
TTPOCAPHOYNG TWV IBIOTATWY TOU UAIKOU PE TNV TTPOCOAKN VOVOUAIKWY ETTITPETTEI TNV
KaTtaokeun e€apTnUdtwy e €18IkES TTpodlaypa®Eég Kal uwnAn ammédoon. Autd avoiyel To
OpPOUO YIa TNV aVATTTUEN VEWV TEXVOAOYIWYV KAl TNV TTPOWONOCN TNG KAIVOTOUIOG OTOV TOUEX
TNG PNXavoAoyiag.

2UVOTITIKA, n TPIodIACTAT EKTUTTWON O OUVOUOOMPO UE TTOAUMEPH Kal VaVOUAIKA gival
£vag 1I0XUpOG KaTtaAuTng yia TV TTpoodo Tng pnxavoAoyiag. H eueAiia kai o1 duvatoTnTég
TOU ETMITPETTOUV TN dnUIoUpyia €CAPTNUATWY KAl CUCTNPATWY PE HOVODIKES 1IB1IOTNTEG KAl
EMTPETTOUV VEEG AUCEIG Kal BeEATIWOEIGC O TTOAOUG TOMPEIC TNG Plrounyaviag kalr Tng
TEXVOAOyiag.

2€ QUTAV TNV £pyaaia, KUPIOG OKOTTOG €ival n dnuioupyia dOKIMiwY vavooUVvBETWY UAIKWV
ME TRV TeExVOAoyia FFF, Kal 01 BOKIMEG TOUG OXETIKA PE TNV MEAETN TWV INXAVIKWY IOI0TATWY
TOUG, oUuPWVa PE Ta diEBVA TTPOTUTTAL.

Ta vavoouvBeTa UNIKG atroTeAouvTal atmd TToAupepikn uATpa PETG,HDPE kai PA12 ue
mpdouign Oteidiou Tou Aviupoviou (ATO) oe TepiekTIKOTATEG 2%, 4%, 6%, 8%, 10%
avTioToIxa.
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2° KEQAAAIO - AIAAIKAZIA EZATQIHZ
NHMATOz

Mpokeluévou va TTpayuartoTroinBei oTroIadATToTE Epyadia HECwW TNG TTPOCOETIKAG ueBGDOU,
Baoikn TTpoUTTO8e0n ATTOTEAE N TTAPAYWYI VAUATOG, UE OKOTTO TNV TOTTOBETNON TOU OTOV
EKTUTTWTH YIA va geKIVAOEI N dIadIKaoia eKTUTTWONG TwV SOKIMiWV.

2.1 Mapaywyn TTOAUHEPIKWY VIHATWY
2.1.1 loTtopiki avadpopun

H TTapaywyr VAWOTOG yia TPIodIACTATN EKTUTTWON €XEI TIG PICES TNG OTIC TIPWTEG PEPES TNG
TPIODIACTATNG EKTUTTWONG, OTA TEAN TNG dekaeTiag Tou 1980 Kal OTIC ApXEC TNG DEKAETIAG
Tou 1990. Mg TnVv avatTugn Tng TexvoAoyiag Fused Deposition Modeling (FDM) atré Tnv
eTaipeia Stratasys kai Tov 16puTr) TNG Scott Crump, dpxioe va gugavidetal n avaykn yia
agIoTMoTOo Kal 0TaBepd UAIKG eKTUTTWONG. Ta TTPWTA VAPATA ATAV KATAOKEUAOHUEVA OTTO
Koiva BeppotthaoTikG OTmwg 10 ABS (Acrylonitrile Butadiene Styrene), 1a oTtroia
TTPOCEPEPAV KAAR UNXAVIKA AVvTOXN KAl EUKOAIQ 0TV £TTECEPYATia.

Katd tn diapkeia 1ng dekaetiag Tou 2000, n texvoAoyia TnG TpIodIA0TATNG EKTUTTWONG
YVWPIoE onuavTikr avdmTuén kal dledpuvon. Ta vAuarta yia TpIodidoTatn ekTUTTwon
apxloav va kataokeudgovtal atrd tolkida UAIKA, 0TTwg 1o PLA (Polylactic Acid), To otroio
gival BiodlaoTrwpevo Kal QIANIKO TTPo¢ To TrepIBAAAov. H ZTnon yia TIOIOTIKA Kal
e€e1dIkeupéva vijpaTa augrninke, odnywvTag oTnV EUPAVION VEWV KATAOKEUOOTWY Kal TNV
avamTuén S1adikaciwy TTapaywyng Y€ HEYOAUTEPN aKkpiela Kal EAeyXO TTOIOTNTAG.

2TN ONMEPIVR €TTOXN, N Trapaywyr VAPOTOS yia TPIoOIA0TATH EKTUTTWON Eival Mia
KaBiepwuévn Biounxavia pe TTOAOUG KATOOKEUAOTEG TTOU TTPOCQEPOUV PEYAAN TTOIKIAIG
UANIKWV, oTmé oTtAd OepuUOTTAQOTIKA HEXP! €CEIBIKEUPEVA TTOAUMEPN ME PBEATIWUEVEG
I010TNTEG, OTTWG avToxXy OTn BepudTNTA, €UKAPWia Kal NAEKTPIKA aywyluoétnta. Ol
ouyxpoveg O1adIKaoieg TTapaywyng TePIAaUBAVOUV auaTnPOUG €AEYXOUG TTOIOTNTOG KOl
XPAON TTPONYHEVWV TEXVIKWY €EWONONG YIa TNV TTAPAYWYr OUOIOHOPPWY Kal UWnANg
TToIOTATAG VANATWV.
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Figure 2 Tpiobigorarn ekturwaon — viua amo PLA

2.1.2 Aladikaoia Trapaywyng

H tTapaywyrf VAWOTOG yia TPIGBIACTATN EKTUTTWON €ival pia onuavTikh diadikaoia TTou
ETTNPEACEI AUECA TNV TTOIOTNTA KAl TV ATTO000N TOU EKTUTTWHEVOU aVTIKEIMEVOU. AUTA TO
VAPOTA KATOOKEUAZovTal atmd BepuoTTAACTIKA TTOAUMEPH Kal n dladikaoia TTapaywyng
mepIAapBaver didgpopa aTadia, ammd TNV APXIKN TTPOETOINACIA TOU UAIKOU £WG TNV TEAIKN
ouoKeuaaoia Tou TTPoIovTog. H diadikaoia KATaoKeUng vNUATWY TPIOBIACTATNG EKTUTTWONG
TTEPIYPAPETAI AETTTOUEPECTEPA TTAPAKATW:

1. MNpoeTolyacia UAIKoU

H diadikaoia Eekiva e TNV €IAOY TWV TTPWTWV UAWV: BEPUOTTAQCTIKA TTOAUMEPT OTTWG
PLA (1ToAuyoAakTiké o&u), ABS (akpuhoviTpihio Boutadiévio oTupévio) kai PETG
(TPo@IVIkG TTOAUCIBUAEVOYAUKOAIO) TTapaAauBavovTal ue TN Jop@r o@aipidiwy 1] KOKKWV.
Edv civar amapaitnto, 10 TTOAUMEPA MTTOPOUV va avapixBouv pe TTpoocBeTa OTTWG
XPWOTIKEG OUTieg, eVioXUOEIG (TT.X. iVEG AvBpaka) Kal 0TaBEPOTTOINTEG.

2. ZApavon

To TmoAupePEG UNIKO TTPETTEN va EnpaiveTal yia va aTTOPOKPUVOE N uypacia TTou YTTopEi va
eTNpedoel apvnTIKA TNV TToIGTNTA TOU VAUATOG. H {Apavan TTpayuaToTrolsiTal ue TN Xpron
€10IKWV OTEYVWTNPIWV Kal o€ BepUoKpaaia Kal XpOvo KATAAANAO yia TO UAIKO.

3. E€wbnon

H €€wbnon eival n kupia diadikacia TTapaywyng vApatog. Ta amoénpapéva o@aipidia
TTOAUPEPOUG TpoodoToUVTal ¢ £vav eEwBnTApPa, 61TTou Bepuaivovtal Kai Alwvouv. To
ANlwpévo TToAupEPES eCwBEiTal HEOW VOGS KAAOUTTIOU (MATPAG) Yia va TTapaxBouv ouveXEig
VAMATO OUYKEKPIPEVNG dlapéTpou, ouvhBwg 1,75 14 2,85 mm.
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4. Yuen kar otaBepoTroinon

To €EwBnuévo vApa WuxeTal auéowg PETa Tnv €€0d0 amd TN PATPA, TTPOKEIMEVOU va
oTaBepotroinBei To oxRua Tou. H wugn trpayuaToTrolEiTal ouvABwg e eUBATTITION TOu
VAPOTOG 0€ udATOAOUTPO 1 HE YuXpd aépa. H opoiduopen wugn cival onuavTikn yia Tnv
ATTOPUYI ECWTEPIKWY TATEWV KAl ATEAEIWV OTO VAUA.

5. Tpdpnyua kai Babuovéunon

MeTd TV Wugn, 1o vAPa di€pxeTal atro éva oUCTNHA UBUYPANMIONG TO OTTOI0 A0 PAAICEl
OTI n OIAUETPOG cival oTaBepry Kal akpIfg. Z& autd 1o OTAdIO, N OIAUETPOG WETPATAI
OUVEXWG ME TN Xprion PBaBuovount n aioBntipa Aéilep Kal 0 €gwbnTAG PTTOPEl Va
puUBUIoTEI auTOUATa WOTE va eTMITEUXBOEI N €mMBUPNTA akpifeia.

6. TUNyPO Kal CUOKEUOOIa

To 1eNIKO 0TABIO €ival TO TUAIYUA TOU VAUOTOG 0€ KapoUAla. To VA TUNIYETAI TTPOCEKTIKA,
WOTE Ol KOUTTOI KAl 01 OTPERBAWOEIG TOU VAUATOG VA PNV TTPOKAAOUV TTPORAARUATA KATA TNV
ekTUTTWOTN. Ta KapoUAia Cuyidovtal Kal €AEyXOvTal TIOIOTIKA TIPIV CUCKEUOOTOUV
QEPOOTEYWG OE APUYPAVTIPA YIA VO ATTOPEUXBOEi N atroppdPnon uypaciag.

7. MNoloTiIkGg €AeyX0G

Kard tn d1dpKeia NG TTapaywyikng d1adikaaoiag, XenoIKoTTolouvTal auoThPOoi TTOIOTIKOI
€Aeyxol yia va dIao@aMoTel 0TI TO VANA TTANPOI TIG TTPOdIAYPAQPES, OTTWGS N OIANETPOG, N
OTPOYYUASTNTA KaI Ol UOIKOXNUIKEG 1ID10TNTEG. AciypaTa KéBe TTapTidag dokiudlovral oTov
ekTUTTWTA 3D yia va diac@alioTei 6T Ta vApata A&iIToupyolv owoTd Kal TTapdyouv
EKTUTTWOEIG UPNAAG TTOIOTNTAG.

SUNTTEPAOUATIKA, N TTAPAYWYN VNUATWY TPIoOIACTATNG EKTUTTWONG Eival Pia TTOAUTTAOKN
oladikacia TTou aTTaITel akpIB €AeyXO TwV TTAPAUETPWY KAl TTPOCEKTIKA €TTIAOY TWV
UNIKWV IO va €Ea0@aNIOTE N uPNnAR TTOIOTNTA KOl N AIOTTIOTIO TOU TEAIKOU TTPOIOVTOG. ATTO
TNV TTPOETOINACIA TWV TTPWTWYV UAWV €WG TN ouokeuaoia, KdBe oTadio TTaifel onNUAvTIKO
POAO OTNV TTapaywyry vNUATWY TTOU WPTToPoUV va XpnoldoTroinBolv Je EmITUXia O€
O1dQopES £PapUoYES TPIOBIACTATNG EKTUTTWONG.
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2.2 NMNapaywyrn VAMATOG VOVOUVOETWY UAIKWV
2.2.1 loTtopikl Avadpoun

H xprion vavoUAIKwv oTnv TTapaywyn vnUATwy yia TpicdidoTaTtn eKTUTTWON gival pia
mpoc@artn €EENIEN TTou Eekivnoe Tnv TeAeutaia dekaetia. O1 TTPWTEG £PEUVES yIa TNV
EVOWMATWON vavoUAIKWY oTa TTOAUPEPR via TN BEATIWON TWV UNXAVIKWY KAl QUOIKWY
IDIOTATWV TOUG &ekivnoav oOTIC apXEG TnG dOekaetiag Tou 2000, Otav O ETTIOTHAUOVEG
avak@Augav TI¢ HovadIKEG 1I816TNTEG TwV vavoowuaTidiwy, OTTwG N auénuévn avtoxn Kai
OKANPOTNTA Kal Ol BEATIWUEVES BEPUIKES KAl NAEKTPIKES 1810TNTEG.

21n dekaetia Tou 2010, n MPdodog TNV TEXVOAOyia Twv vavoUAIKWY Kal n auavouevn
¢NTNoN via eEeIBIKEUPEVA UAIKG odAyNnoav oTnv avdamTuén vUATwY EVOWHUATWHUEVWY HE
vavoowaTidla. Ta VAUOTA auTd TTPOCPEPOUV CNUAVTIKA TTAEOVEKTAMATA O OXEON WE TA
oupBatikd TToAupepr, eMTPETTOVTAG TN BeATiwon Twv €mMOOCEWY KAl TNV TTapaywyn
QVTIKEIMEVWV HE VEEG AeITOUPYIKEG 1810TATEG. NaVOUAIKG OTTWG vavoowuaTidla oggidiou Tou
avTIhoviou, vavoowArves dvBpaka Kal vavoiveg apylpou apyxiouv va evowuaTwvovTal
o€ VANATA yIa TPIODIAOTATN EKTUTTWOT.

ZAMEPQ, N TTapaywyr VNHATwY atmd vavoUuAIKd gival évag ouveXws eEEAICOOUEVOGS TOUEQG,
ME TNV €PEUVa KAl TIG EQAPUOYEG va €TTEKTEIVOVTAI O€ BIAPOPOUG BIOUNXAVIKOUG TOUEIG.
Kard tn d1adikacia TTapaywyrns autwy Twyv vNUATwy, XPNOoIYOTToIoUVTal TTPONYMEVES
TEXVIKEG QVAMPIENG Kal €6wONONG yia va £EQCQANIOTEI N OPOIGUOPPN KATAVOUR Twv
vavoowuaTIdiwv 010 TTOAUMEPES. H ouvexng avdamTugn kai BeAtiwon tng diadikaoiag
TTOPAYWYNG ETTITPETTEI T dnuIoupyia VEWV Kal KAIVOTOPWY UAIKWV TTou dIEUPUVOUV TIG
duvaTtoTNTEG TNG TPIODIACTATNG EKTUTTWONG.

2.2.2 Aiadikaoia Trapaywyng

H mapaywyn viuaTog yia TToAupepA Je TTPOoIEN vavoUAIKOU TTEPIAOUBAVE! ECEIDIKEUPEVES
OI1adIKATIEG YIO TNV EVOWNATWON TWV VAVOOWHATI®IWY OTO TTOAUNEPES. APXIKA, Ol KOKKOI
TOU TTOAUPEPOUG QVAPEIYVUOVTAI PUE VOVOOWUATIOIA O€ OUYKEKPIPMEVES avaloyieg. AUt n
QvAUIEN TTPETTEI VA €ival EAIPETIKA OPOIOYEVIG VIO VA £6ACQANIOTEN OTI TO VOVOOWHATIOI
KATAVEUOVTAI ICOPEPWIG OTO TEAIKO VAUA.

Metd Tnv avauign, 1o piyua Tpo@odoTteiTal o€ évav £¢wontipa, 6tTTou BepuaiveTal Kal
TAKETAI O€ opoloyevA pada. H Bepuokpaaia TAENG kai oI TTapaueTpol e§wONong pubpicovtal
TIPOCEKTIKA YIO VA AVTIMETWTTIOTOUV O aAAayég oTig 1010TNTEG Tou UAIKOU AGyw Tng
TPOoUIENG TWV vavoowuaTidiwv. H Aiwpévn pada eEwbeital péow evog akpoPuaiou e
OUYKEKPIPEVN DIGUETPO, DNUIOUPYWVTOG £V OUVEXEG VAMO.

To vApa oTn ouvéxela WUXETAI Kal KAAIUTTPAPETAl yIa va €a0@ANIOTEI N owoTh SIAUETPOG
Kal opolopop®ia. H epiéAIEN Tou VAROTOG 0€ KapoUAIa Kal N TEAIKA €TTI0€wWPNON YIa TUXOV
ATEAEIEG 1] TTAPAPOPPWOEIG OAOKANPWYOUV T dladikaoia TTapaywyng. To TEAIKS vriua
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TTEPIEXEI  OUOIOPOPPO  KATAVEUNUEVA  VAVOOWMATIOIA, TTPOCQPEPOVTAG  BEATIWMPEVES
MNXAVIKEG, BEPUIKEG Kal NAEKTPIKES 1810TNTEG, KABIOTWVTAG TO 10AVIKO VIO EEEIOIKEUNEVES
EQPAPUOYEG TPIOOIACTATNG EKTUTTWONG.

2.3 Mépn ESwOnTApa

O1 e&wBntApeg vAuartog (extruders) eivalr éva onuavtikd oToixeio otn  Oladikagia
TPI08IA0TATNG EKTUTTWONG, TTOU XPNOIKOTTOIEITAI yia TNV £mmegepyacia kal TNV €Ewbnaon
OePUOTTAACTIKWY UAIKWV O€ HOopYn VAPATOG. ZUPQWVa PE TNV €peuva ayopds, o
OXEDIOONOG Kal N AEITOUPYIKOTNTA TWV £6WONTAPWY TTOIKIAAEI o€ peydAo BaBud avdloya
ME TO UAIKO Kal TIG aTTAITACEIG TNG dIadIKaoiag eKTUTTWONG.

KaBe e€wbnTrpag amroteAcital ammd Baaikd eEapTANATA, OTTWGS MIa KUpIa povada e§wbnong
TTOU Alvel Kal TPOoQodOoTEl TO VA, Jia {wvn BEpuavang TTou eAEyxel TN Bepuokpacia Tou
UAIKOU Kal £éva akpo@Uuaio TTou KaBopidel Tn SIAUETPO Kal TRV Opolopopia Tou vipaTtog. Ol
ouyxpovol €€wBntpeg €xouv oxedlooTel yia va eival akpifeic kar agiémoTol,
TTPOC@EPOVTAC UYNAEC eIOOOEIS Kal eueAIia aTnv TPIodIACTATN EKTUTTWON.

Feed hopper ~ Heoters Molten
e / \ plastic
Ok g LI ] /
Turning -
screw »
o)
Barrel i L Il Il I I Extrudate

Figure 3 Aiadikaadia e€wbnong vAuarog

2.4 ZnuavTikoTnta Moidétnrag

H trapaywyny vaudatwy yia TPIodIGOTATOUG EKTUTTWTEG YIVETAI VIO VO TTAPEXOVTAI OTOUG
XPNOTEG ACIOTTIOTA KAl OTABEPAE UAIKA TTOU UTTOPOUV va XPNoIUoTToIinBouv Je akpiBeia kai
QTTOTEAECPATIKOTATA O€ TPIOOIAOTATOUG EKTUTTWTEG. YTTAPXOUV TTOAAOI AGyol yia Toug
oT1Toioug gival atrapaitnTn autr n diadikaaia, aAAd o1 KupIGTEPOI gival N oTaBePOTNTA KAl N
OMOIoPOPYIa, N TTOIOTNTA EKTUTTWONG Kal N attdéd0a0n, N EUKOAIa Xprong, N TToIKIAia UNIKWV
KAl XPWHATWY Kal N UTTOOTAPIEN TNS €PEUVAG KAl TNG AVATITUENG VEWV UAIKWV.

H 1picd1doTaTtn eKTUTTWON aTTaITEl UAIKA TTOU €ival oTaBepd Kal OUOIOPopPa o€ DIAPETPO
WOTE VA PEOUV OPAAG HECT ATTO TO AKPOPUOIO TOU EKTUTTWTH. EAAQPEC SIOKUPAVOEIG OTN
OIGUETPO TOU VAPATOG PTTOPOUV va TTPOKaAécouv TTPOBAANATA O0TNV €KTUTTWON, OTTWG
MTTAOKOPIOYOTA TOU OKPOQPUOIOU KOI QOUVETTEIEG OTA OTPWMOTO TWV EKTUTTWUEVWV
QVTIKEIMEVWYV. H Biounxavikh Trapaywyr vAPaTog diac@aliel o1 KAOE KAPOUAI VAUATOG
TTANPOI aUOTNPEG TTPOdIOYPAPES DIANETPOU KAl TTOIGTNTAG.
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Ta vApata BIoPNXaviKAG TTApaywyng eAéyxovTal Kal doKIJAZovTal yia va TTapEXouV
BéATIOTN amédoon KaTd TNV eKTUTTWOTN. Adyw TNG UWPNAAG TTOIOTNTOG TWV VNUATWY, TO
EKTUTTWHEVO UAIKO €XEI KOAN TTPOOQUON HETALU TWV OTPWOEWY, UYNAR avToxn Kal Acia
emeaveia. Autod eival 1DIAITEPA ONPAVTIKO O €QAPPOYEG OTTOU N aKPiBeIa KAl N
QVOEKTIKOTNTA TOU EKTUTTWHEVOU UAIKOU €ival KPIOIEG.

Ta vApaTta Blopnxavikng TTapaywyng €ival e0xpnoTa Kol TTPOCAPHOCHUEVA OTIG AVAYKEG
TWV XPNOTWYV TPIOBIACTATWY EKTUTTWTWY. Ta VAPATa ouokeudlovTal Pe TPOTTO TTOU Ta
TTpooTaTelel amd TNV uypacia kKal GAAa TTEPIBAAAOVTIKA OTOIXEia TTOU MTTOPEl va
eTNPEdoouUY TNV TTOIOTNTA TOU UAIKOU. Ta KapoUAIa Twv VNPATWY TUAiyovTal €TTiONG HE
TETOIO TPOTTO WOTE VO ATTOPEUYOVTAl TA UTTEPOEUATA KAl Ol KOUTTOI, TTOU UTTOPOoUV va
olakéWouv TNV EKTUTTWON.

H Biounxaviki mTapaywyn vnUatwy emTPETTEI TNV AVATITUEN Kal TNV TTPOPNBEIa P0G
MEYAANG TTOIKIANIAG UAIKWYV Kal XPWHATWYV: EKTOG OTTO Ta KOIVA BEPUOTTAACTIKG, OTTWG TO
PLA kai To ABS, utrdpyouv €18ik& TToOAupEPr, VavooUVOEeTa Kal VANOTA PE METAAAIKA Kai
EUANIva cwpaTidla. AuTr] n TTOIKINOMOP®Ia ETTITPETTEl OTOUG XPAOTEG va ETTIAEyoUuvV TO
KAaTaAANASGTEPO UAIKG yia TNV €KACTOTE £QapUOyr, aufdvovTtag TIG duvaTOTNTEG KAl TNV
eueNigia TnG TpIodIAOTATNG EKTUTTWONG.

TEéNOG, N TTapaywyr vUATWY yia TPIodIACTATN EKTUTTWON UTTOOTNPICE TNV €peuva Kal TV
AvATITUEN VEWVY UANIKWV KAl TEXVOAOYIWYV. O KOTAOKEUAOTEG VUATWY £PYACOVTAl CUVEXWG
yia Tn BeATiwon Twyv IBI0TATWY Twv UAIKWY, OTTWG N avToxr, n €ueAifia, n avioxn otn
BepudTNTA KAl 01 EIDIKEG 1I10TNTEG, OTTWG N AYWYILOTNTA Kal N BlodiacTraciuotnTa. AuTA N
ouveXAG KaivoTopia odnyei Tnv €EENIEN TNG TPIOBIAOTATNG EKTUTTWONG KOl QVOIYEl VEEG
OuVATOTNTEG YIA BIOUNXAVIKEG KOI KOTAVOAWTIKEG EQAPUOYEG.

H mmapaywyr vnudatwy 1p10dIA0TATNG EKTUTTWONG Eival ATTOPAITNTN YIa TN d100QAANIon TNG
TOI0TNTAG, TNG aglomoTiag Kal TG eueNifiog TG TPIOBIAOTOTNG  EKTUTTWONG.
XPNOIYOTTOIWVTAG VAPOTA TToU  TTapdyovTal BIOPNXAvikd, o1 XPAOoTeg WITOpouv va
aglotroioouv OAeg TIG duvaTtdTNTEG TNG TPIOBIAOTATNG EKTUTTWONG YIO VA ETTITUXOUV
eCalpeTikG amoTeAéopaTa O€ €va eUpU PACHA EQAPHUOYWV.
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3° KEQAAAIO - TPIZAIAZTATH EKTYNQzH

H tpiodidoTarn ekTUTTWON, YVWOTA KOl WG TTPOCHBETIK KATAOKEUN, €ival PIa aTTd TIG TTIO
ETTAVOOTATIKEG TEXVOAOYIEG TNG €TTOXNG MOG. ATTO Tnv €i0aywyrh NG, n TPIcdIA0TATN
EKTUTTWOT) £XEI METAPOPPUICEI TOV TPOTTO E TOV OTTOI0 aXeDIAloVTal KAl KATAOKEUAZovTal
TA TTPOIGVTA, AVOIYOVTaG VEEG DUVATOTNTEG YIA PIa o€Ipd aTTd Biounxavies. H duvardtnta
KATOOKEUNG TTOAUTTAOKWY YEWMETPIKWY OXNUATWY HE peEYAAn akpiBeia kal taxotnta
KaBIoTd TNV TPICdIACTATN EKTUTTWON 1DI1QITEPA EAKUCTIKN YIO £QAPHOYEG TTOU ATTAITOUV
eCaTOMIKEUPEVEG AUCEIG Kal TaXUTNTa TTapaywyrg.

Mia onuavTIkn TTTUXA TNG TPIOBIACTATNG EKTUTTWONG €ival N XPrRon TTOAUPEPWY UNIKWYV. Ta
TTOAUPEPH €XOUV KATAOTEI ONUAVTIKO UAIKO yia Tnv TpIodIGoTATN €KTUTTWON AdYyw Tng
eueNifiag, NG avBekTIKOTNTAG KAl TNG E€UKOAiaG emegepyaoiag Ttoug. H duvardomnta
ETTECEPYATIOG TTOAUPEPWY O€ AETTTA KAl TTOAUTTAOKO OXNMATA ETTITPETTEI TNV KATAOKEUN
TTPWTOTUTTIWY KaI TEAIKWV TTPOIOVTWY JE uwnAd Babud akpifeiag. ATTd Tnv IGTPIKA KAl TV
agpodIaCTNUIKA WG TNV auTokivnToRIounxavia Kal TNV NAEKTPOVIKI], Ta TTOAUPEPN UAIKA
XPNOIUOTTOIOUVTAl €UPEWG YIO T dnuioupyia eAA@pwyV, QVOEKTIKWY KAl AEITOUPYIKWV
ecapTnUaTWY.

2TIG TeAeuTaieg €EeAiceig oTnv TPIOBIACTATN €KTUTTWON, N EVOWUATWON VAVOOUVOETWY
UAIKWV aTtroTeAei Evav 1Id1aiTepa evlla@épovTa Topéa. Ta vavooUuvBeTa TTou atroTeAoUvTal
aT1TO TTOAUUEPIKEG PATPEG EVIOXUUEVEG E VAVOUAIKA TTAPOUCIAlouV BEATIWHEVES 1810TNTEG
TToU &€V PTTOPOUV va eTITEUXOOUV pe Ta CUPPBATIKG UAIKA. O1 evioXUoE€Ig o€ VaVOKAIaKQ,
OTTWG TO VOVOOWUATIOIO KOl Ol VAVOIVEG, BEATILOVOUV TIG UNXAVIKEG, BEPUIKES KAl NAEKTPIKEG
ID10TNTEG TWV TTOAUMEPWYV, KABIOTWVTAG TA TTI0 AvOEKTIKG Kal aTTOdOTIKA yIa aTTaITNTIKEG

EQPAPUOYEG.

H TtpiodidoTarn ekTUTTWON vavooUvOeTwy UANIKWV avoiyel véeg duvaToTnTEG yia TNV
KOATAOKEUN €6apTNUATWY PE EIBIKEG 1010TNTEG. XPNOIPOTTOIWVTAG VAVOUAIKA, O UNXAVIKOi
MTTOPOUV va oXeDIAOOUV Kal VA KATAOKEUAOOUV TTPOIOGVTA TTOU XapakTnpiovtal atmod
augnuévn avtoxr, auénuévn akAnpdTNTa KAl BEATIWUEVN avToxr oTn ¢Bopd. EmiTAéoy, Ta
VaVOUAIK& JTTOpoUV va TTPOCdWOOUV EIBIKEG AEITOUPYIKEG 1I010TNTEG, OTTWG NAEKTPIKN
AYWYILOTATA KAl avToxr oTn BepudtnTa, SIEUPUVOVTAG TTEPAITEPW TIG OUVATOTNTEG TWV
TPIOOIA0TATA EKTUTTWHEVWY €6apTNUATWY. O1 BEATILOEIS QUTEG AVOiyouv TO OPOUO Yia TV
avaTITuén VEWV TEXVOAOYIWV Kal Tnv TTpowbnon Tng Kaivotopiag ot S1apopoug
BiounxavikoUg Kal TEXVOAOYIKOUG TOUEIG.

lNa TNV KaTookeun €vOg QVTIKEINEVOU, WTTOPOUV va Asitoupyrijoouv dUo péBodol. H a@aipeTikn
MEBOdOG TTapaywyns SM (Subtractive Manufacturing), katd Tnv oTroia €va QKATEPYAOTO UAIKO
emeepyddeTal yéow piag diadikaoiag agaipeons UAIKOU Kal atrokTd 1O €mOUUNTO TEAIKO pEyeBog
Kal oxnpa. H pé6odog auTtr euTTEPIEXEI KOTTH, QIVipIoua, Kai didtpnaon. [2], [1]
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H mpooBeTiki péBodog mapaywyns AM (Additive Manufacturing) f TpiodidoTarn eKTUTTWON, KATA
TNV oTroia kataokeudlovTtal 3D avTikeipeva evattoBéTovTag UAIKG OTPWON TTPOG OTPWON. AUt N
Oladikagia TTPoUTTOBETEl £€va TPICOIACTATO WNPIOKEA OXESIAOUEVO MOVTENO KOl ETTITUYXAVETAI ME TN
XpPrion UTToAoYIOTH, Kal axedlaoTikwy TTpoypappdaTtwy (Computer Aided Design 4 CAD), évag
TPIGOIACTATOG EKTUTTWTAG Kal TO KATAAANAO UAIKS. O ekTUTTWTHG d1aBdlel Ta 0edopéva TOU Wn@Iakou
povTéANou, péow piag diadikagiag PETATPOTIAG Tou apxeiou CAD oe apyeio stereolithography (.stl)
yla va xpnoigotroin®ei oe mpoypauua slicing, 61Tou ekei TePayxifeTal TO AVTIKEIYEVO OE WIKPEG
0opICOVTIEG OTPWOEIG, TTOU AVOTTAPICTOUV TIG KIVACEIG TTOU Ba €KTEAEDEl O EKTUTTWTAG. ATTO TO
Tpoypauua slicing, amobnkeueTal To apxeio .gcode, 10 otroio avaypd@el 6Aa Ta dedopéva yia TIg
KIVI|OEIG TTOU TTPETTEI VA EKTEAECEI O EKTUTTWTAG. 2Tn ouvéxela, diapadel autd Ta dedopéva Kal
evatroBETel UNIKO KatdAAnAa (uypd, okovn K.a.), oTpwan TTPOG OTPWAOTN, Yo TNV TTapaywyr] Tou
€MOuUUNTOU TPICOIACTATOU AVTIKEIYEVOU. [3]

‘Exel Tn duvatdtnTa va Kataokeudoel TTEpITTAOKa oXNMATIKG avTikeipeva atméd didgopa €idn UAIKWY
OTTWG KEPANIKO, METAANO, TTAACTIKA K.O., KATI TO 0TT0i0 Ba ATaV adUvaTO VO CUURBEI JE TTapadoaiakég
peEBSOOUG KaTepyaaiag.

H 1piodidoTarn ekTUTTWAN OTTOIOUBATTIOTE YUOIKOU AVTIKEIPEVOU BaaileTal o€ pia Bewpia Tou ITalou
pabnuaTtikoU Guido Fubini, katd 10 0TT0i0 éva QVTIKEIUEVO N SIOCTACEWY, UTTOPEI VA ATTEIKOVIOTE]
mMOTAd WG éva QACPa aTd OTPWUATA OXNUATWY  n-1, dnAadh éva TpiodidoTato axédio
OTToIWVOATTOTE OIOCTACEWY PTTOPEI VA AvaTTAPACTABEl WG OTPWHATA OXNPATWY 2 SIG0TACEWV.

Emouévwg n Bewpia Fubini, amodeikviel 611 o1 TpICOIACTATOl EKTUTTWTEG UTTOPOUV Va
QVATTAPAOTAOOUV OTTOIOBNTTOTE UTTAPKTO avTIKEinEVO. QOTOOO0, £Vag TTEPIOPIGHOG UTTOPEI
gival N avaAuon Twv OTPWOEWV KATA TNV TTPAYHATWON TNG EKTUTTWONG KAl N €TTITEUEN TNG
QUOIKAG oTaBePOTNTAC TNG dlacTpwHATWONG. [29]

Figure 4: TpiobiGorarn eKTUTTWON TTPOCWITOU
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3.1 loTopikn avadpoun

H 1oTopia Tng TpIodidoTatng ekTUTTWONG XPovoAloyeital atrd T dekaeTia Tou 1980, otav o
Chuck Hull epnupe Tnv mpwTtn HEBOSO oTepeoAiBoypagiag (SLA) 1o 1983. Authq n
eQelpeon onuaToddTNoE TV apXn MIOG ETTAVAOTACNG OTNV KOTAOKEUR TTPOIOVTWY,
EMTPETTOVTAG TN OnpIoupyia TPIODIAOTATWY QAVTIKEIMEVWY PE T OTadIoKA TTPOCOriKn
OTPWHATWY UAIKOU a1td €va wneiako povréAo. 1986, o Hull idpuoe tTnv 3D Systems, n
OTTOI0 QVETTTUEE KAl EUTTOPEUMATOTIOINCE TOV TTPWTO EPTTOPIKG TPIODIACTATO EKTUTTWTH,
QVoiyovTag TO OPOUO YIa TTEPAITEPW £EENIEEIC OTNV TEXVOAOYIQ.

Kard tn O&1dpkela tng dekaegtiag Tou 1990, n TexvoAoyia TpIodIAOTATNG EKTUTTWONG
ETTEKTABNKE Kal BEATIWONKE onuavTiKd. AvamTuxonkav véeg uEBodol, OTTWG N ETTIAEKTIKN
TASN ME Aéidep (SLS) kal n TAgN o€ KAivn oKOVNG, ETTITPETTOVTAG TNV EKTUTTWON O€ JETOAAIKG
KAl KEPAMIKA UAIKG Kal dIeupUuvovTag TIG €QAPUOYEG TNG TexvoAoyiag. Tautdxpova, n
Texvohoyia FDM (Fused Deposition Modelling) Trou avamtioxBnke atro tnv Stratasys £yive
1ID10iTEPA dNUOPIANG AdYyw TG IKAVOTNTAG TNG VA XPNOIUOTTOIEl BEPUOTTAACTIKG TTOAUMEPN,
KaBIoTWVTAG TNV TPICOIAOTATN EKTUTTWON TTIO TTPOCITH KAl OIKOVOUIKA ATTODOTIKN.

21n Oekaetia Tou 2000, n TPIodIAOTATN €KTUTTWON €yive OAO Kal TTIO TTPOCITH Kal
oladedopévn TO6GO aTov Biounxavikd 600 Kal OToV KATavaAwTiké Topéa. H avarmTuén
AOYIOUIKOU aVOIKTOU KWAIKA KAl TO XAUNAG KOOTOG TWV EKTUTTWTWYV €Kavav TNV TeEXVoAoyia
TIPOCITA O€ XOMTTIOTEG KAl MIKPEG eTIXEIprioelc. Tautdxpova, n Plounxavia dapxioe va
ouveldnToTrolEl TIC duvaToTATEG TNG TPICOIAOTATNG EKTUTTWONG YIa TRV TTapaywyn
eCEIBIKEUPEVWYV €EAPTNUATWY KaI TTPWTOTUTTWY YPHyOoPa KAl OIKOVOMIKA aTTOSO0TIKA.

Tnv TeAeutaia Oekaetia, n TPICDIAOTOTN €KTUTTWON €EENIXONKE TTEPAITEPW WE TNV
evowudtwon vavooUuvBeTwy UAIKwv. Ta vavoouvBeta atroteAoUvTal aTTd Pia TTOAUMEPH
MATPA EVIOYXUPEVN PE VOVOUAIKG, OTTWG VOVOOWUaTIOIO KOl VAVOIVEG, Ta OTToIa TTApEXOUV
ECQAIPETIKEG 1IO1OTNTEG TTOU BEATILOVOUV TIG INXAVIKEG, BEPUIKES KAl NAEKTPIKEG ETTIOOCEIG TWV
EKTUTTWMEVWY  avTIKEIPEVWY. H  duvatdtnTa TTPOCAPUOYAS TwV UAIKWY HPEOW  TNG
TTPOCONKNG VAVOUAIKWY ETTITPETTEI TNV TTAPAYWYH EEAPTAMATWY HE EI0IKES Kl BEATIWPEVES
I010TNTEG, AVOiyovTag VEOUG OpICovTeG yia TNV TPIoBIACTATN €KTUTTWON Ot OIAPOPOUG
TOMEIG, OTTWG N AgPOBIOCTNMIKN, N IATPIKN KAl N NAEKTPOVIKI).

ATIO TNV apyxIKn TNG EPPAVION WG KAIVOTOUOU TEXVOAOYIAG TTPWTOTUTTWY, N TPIOdIACTATN
EKTUTTWOT €xel €€eNiXOei o€ pia oAoKANPWHEVN BlIOUNXAVIKA TTapaywyikh dladikacia e
QUETPNTEG EQAPUOYEG KAl CUVEXEIG KalvoTopieg. H duvatdtnTa evOWwRATWONG VAVOUAIKWY
EXEI ETTEKTEIVEI TTEPAITEPW TIG BUVATOTNTEG QUTAG TNG TEXVOAOYIaG, KABIOTWVTAG TNV évav
QTTO TOUG TTIO DUVANIKOUG KOl KAIVOTOUOUG TOWEIG TG GUYXPOVNG MNXAVIKAG.
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3.2 TexvoAoyigg 3D Printing

20hewva he Tnv Apepikavikny Koivwvia Aokipwy kai YAIKwy (ASTM), o1 TexvoAoyieg
TPI0BIA0TATNG EKTUTTWONG XwpilovTal o€ 7 ueBddoug. (KAATZH, 2017)

3.2.1 ZuvOeTIKN pE TTieon akpo@uaoiou (Binder Jetting BJ)

H Texvoloyia BJ Acitoupyei ouvdudlovtag Tn ouvingn okovng Kal Tnv ekTogeuon UAIKOU.
MpwTta pe éva KUMVOPO £QAPUOCETAl €va AETITO OTPWHO OKOVNG a1Td TO UAIKO OTn
TTAATQOPUA KATOOKEUNG. Ta akpo@Uola evaTTOBETOUV €va GUVOETIKO uypd TTAVW OTn
oKOvN yIa va yivel N ouykOAAnon Toug. AQou yivel N oUuyKOAAnon auth, n TAATeOpua
METAKIVEITAI TTPOG TA KATW KAl YiVETAI N €QAPUOYN TNG ETTOMEVNG OTPWONG OKOVNG KAl N
OUYKOAANON TOUG WOTE va YiVEl N KATOOKEUN TOU avTiKeEIdEvou. MOAIG oAokAnpwOei n
EKTUTTWOT), OQAIPEITAI TO QVTIKEIMEVO KAl YiveTal n aTmropdkpuvon Tng okévng. Ol
oladikaaieg BJ Teivouv va gival xpovoBOpEeS Kal va NV TTPO0QPEPOUV Agieg ETTIQAVEIES, OUTE
uwnAég akpifeieg. QoTtdoo, £xouv Tn duvaTOTNTA ALITOUPYIAG YE METAANIKA KOl KEPAUIKA
UAIKA, upnARg TToIdTNTAG.
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Figure 5 TexvoAoyia Binder Jetting

3.2.2 KareuBuvopevn EvamréBeon Evépyeiag (Directed Energy
Deposition —DED)

H Ttexvohoyia DED, €xel kUpia e@apuoyry otnv emegepyacia K&moiou ndn utrdpyov
eCaptripatog. AtroTeAei pia diadikaoia KaTd TNV OTToia TO EKACTOTE UAIKO UTTOKEITAI THEN
0600 epappoletal. MTTopei va Asitoupyrnioel Je TTOAAG UAIKG (KEPAMIKA, TTOAUMEPH K.d.),
OAAG XPNOIYOTTOIEITAI KUPIWG OTN Blounxavia HETAAAWY UWPNARG TEXVOAOYIAG.

Katd auti Tn diadikaoia, 0 TpIodIA0TATOG EKTUTTWTAG €ival Gueca ouvdedeuévog e éva
POMTTOTIKO Bpayiova TTou atroTeAEiTal atrd éva akpo@UOIO TO OTTOI0 EQAPUOCEl JETAAAIKN
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oKOVN 1 oUPUA Kal JIA TTNYH EVEPYEIAG TN NIWVEI UE OTOXO TNV KATAOKEUR TOU AVTIKEIPMEVOU.

(Ambrosi & Pumera, 2016)
3.221 Atré0eon MeraAAou Baoiopévn oe Aéifep (LaserBased Metal

Deposition — LBMD)

>¢ autn Tn dladikaaoia, yivetal n evammobeon okdvNG HETAANIKOU UAIKOU Kal PE Th XPAON

akTivag Aéilep oav TTnNyn BepudTnTag, N TPWTN UAN Alvel. H diadikacia yivetal o€ 6&dAapo,
MEoQ OTOV OTTOI0 OTTOOTTIATE 00 UTO OEUYOVO Kal TPoPOodOTEITaI OTTd £va adpaveég aépio,
ouvnBwg apyodv. ZTn CUVEXEID YIVETAI EUTTEQICTATWHEVN PUBUION TWV TTOPAPETPWY TNG
dlepyaciag, 6TTwg N 1I0XUG Tou AéICep, 0 PUBPOG PorG TNG TTPWTNG UANG K.a. (Alovuoiog,

2021)
Deposited L “‘ ,'l |
material J \‘ ’!
Workpiece
. 3D representation of the
Dilution area Melt pool laser cladding process
Figure 6 Aiadikagia ekTUTwaong ue amobson petdAou Baoiouévn o€ Aéilep
3.2.2.2 Atmé0eon MerdAAou Boaoiopévn oe Aéopn HAekTpoviwv

(Electron Beam Based Metal Deposition)
H texvoloyia Bacifetal otnv evatréBeon PeTAAAIKOU cUpuATOg €XOVTAg wg KUPIa TTNyN

BepudtnTrag TN &éoun nAekTpoviwv. Exovrag Ttov kwdika CNC Ttou TpiodidoTaTou
MovTéAOU, YiveTal n evattoBeon UAIKOU, aTTo TN S0 N NAEKTPOVIWY, OTPWHA TTPOG OTPWHO
£Wg OTOU TO QVTIKEIMEVO OTACEI TN TEAIKN ETIBUUNTA Hop@r). ATToTeAEl pia diadikaoia TTou
ekTeAEiTal, €TTioNG, 0€ BAAAUO KEVOU (XWPIG 0CuyOVvo) Kal £XEl WG HOVADIKO TTEPIOPICUS TO
MEyeBOG Tou BaAduou autou. TEAog, n €TmIAoyr) Tou CUPPATOG avTi oKOvNG, gival KABWG N
OoKOvN gival TTEPIooOTEPO OUOKOAN wg TTPog TN dlaxeipion TnG. (Ambrosi & Pumera, 2016)
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Figure 7 diadikacia ekTUTTwong ue amobeon perdArou Baaoiouévn og doun NAEKTpoviwv

3.2.3 dwromroAupepionog os Asgapevn (Vat Photopolymerisation)

20Poewva Pe autn T dladikaacia, xenoIKoTToloUvVTal WG KUPIa UAIKA uypd pnTivng, T OTToid
UTTOKEIVTAI OE TTOAUMEPIOHO UTTO TNV €TTidpacn akTivOBoAiag, akOua Kal uTOTTOAUMEPNA
UAIKG. PWTOTTOAUMEPIOPOG OpIifeTal N XNUIKA avTidpaon Katd Tnv oTroia, étav 1o uypo
UAIKO €pBel ag ema@n pe eAeyxouevn utrepiodn aktiva UV, avridpd pe amotéAecua va
ToAupepiCeTal, dpa va oTtepeoTrolgital. H pntivn atroTeAeital ammd Povopuepeic aAuaideg
avBpaKka, ol OTToieg evepyoTToloUvTal OTav €pOouv O€ £TTAPN UE TO QWG KAl £€TC1 TO UAIKO
okAnpaivel. KaBe ToAupepr avtidpd o€ dIAQopous TUTTOUG OKTIVOBOAIAG.
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3.23.1 ZrepeoAiBoypa@ia (Stereolithography SLA)

‘Evag ektumtwTg SLA, ammoTeAeital amo pia de€apevr, pia BAon kai TNV akTiva A£IZeEp.
ApxIk&, n Bdaon BubiCetar yéoa otn degauevh, T600 600 TO TTAXOG TNG OTPWONG TTOU
ETTIKEITAI VO KATOOKEUAOTEN Kal Jia KEQAAD AICep, Kivoupevn opifovTia Kal KABeTa, QwTilel
TA GNUEIQ TTOU aTTaITEITal CUPPWVA PE TO YNPIOKO HOVTEAO WATE va TTapaxOei n ekAoToTE
oTpwon Me TN XpAon kaBpemmtwv (yaABol). To utréAoITTo Turua TTou Ogv QWTICETAI
Tapapével uypo. ‘Ettama, évag KUAIvEpog opifovTiwvel To uypd UAIKG TTadvw oTo Ndn
UTTApXWV oTePES Kal eTavaiapBaveral n diadikacia £€wg 6Tou TTapaxOei To AVTIKEIPEVO.
TéNOG, TO avTiKeipevo TOTTOBETEITAI O €va €10IKO QOoUpvVOo, WOTE va agaipebouv Ta
UTTOAEIJUATA PEUCTOU Kal va KABApIOoTE Kal apyoTeEPa o€ GOUPVO HE UTTEPILIONG AKTIVEG
yia Tnv TeAIKA Tou okArpuvon. (KAATZH, 2017)

Figure 8 Aiadikaagia ekToTwong e 2repeoAiboypagia
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3.2.3.2 2uvexég Yypo MepifdAAov Mapaywyng (Continuous Liquid
Interface Production — CLIP)

H &iadikacia auth xpnoigotroiei éva diatmepatd mapdBupo, OTTou TTePIEXEl ouydvo, Kal
péoa atmd autd TTEPVAVE O1 AKTIVEG QWTOG Kal QWTICouv Péoa o€ IO DECAUEVH] PE TO
QWTOTTOAUMEPICOPEVO UAIKO. H TTAATQOpUO KATOOKEUNG QVERAIVEI CUVEXWG TTPOG TA TTAVW
600 TO avTiKeievo avarmtuooetal. EAéyxovrag tn pory ofuydvou amd 10 TTapdbupo,
onuioupyeital pia "vekpr) Cwvn", otnv oTroia dgv PTTOPEl va cupBei oTepeoTToinOon agou
aTToTEAE] éva AETTTO OTPWUA PETAEU TOU UYPOU Kal TOU oTePEOU TURuaTos. (KAATZH, 2017)

Figure 9 diadikaadia ekTUTTWONGS UE OUVEXEIQS uypPO TTEPIBGAAOV TTapaywyns

3.2.3.3 Wneiakn Emre§epyacia Pwrég (Digital Light Processing- DLP)
ATtroteAei pia diadikaaia, axedov idia pe TNV Z1epeoAiBoypagia pe Tn diagopd 61i otnv DLP
xpnoipotroigital yn@iakdg TpoBoAég DLP. O mpoBoAég eppavilel 6A0 To yneiokd JovTéAo
OTO QWTOTTOAUMEPICOUEVO UAIKO, HE ATTOTEAEOHO VO OTEPEOTTOIEITAI OAO TAUTOXPOVA.
Emiong n mAat@épua civar BuBiopévn kai avePaivel oTadiakd TTPOG Ta TTAVW Kal 600
oupBaivel autd To uypd TTOAUPEPEG eKTIBETAI OTO WG Kal n dladikaoia eTavaAapBaveral
WOTTOU  OoTePEOTTOINOOUV OAa TO OTPWHATA TOU QvTIKEINEVOU. TEAOG, n  Oe€apevn
QTTOOTPAYYICETAI KAI OTTOKAAUTTTEI TO TEAIKO povTéNo. (Ambrosi & Pumera, 2016)
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Figure 10 diadikaocia eKTUTTWONS UE WNPIAKN ETTEEELYATIA PUWTOS

3.2.4 E§wOnon YAikwyv (Material Extrusion)

>1nv ECwBnon YAIKwv, XpNOIUOTTOIEITAI CUVEXEG UAIKO €iTE ATTO BEPPOTTAAOTIKA UAIKA €iTE
OaT1TO GUVBETIKA, JE TN HOPYN VAMOTOG. To viua ToTToBeTEITaI O€ BEPUAIVOUEVO aKPOPUOTIO
— KEQOAN €6wBNoNg, Awvel, eEEPYXETAI OE NUI-OTEPEA KATAOTOAON KAl £QAPUOCETAl OTN
TTAATQOPPA KATAOKEUNG OTPWON TTPOG OTPWAT, OTTOU KAl OTEPEOTTOIEITAI TTAPWG.

3.24.1 MovteAotroinon EvaméBeong Tnypévou YAikou (Fused
Deposition Modeling — FDM)

H Ttexvohoyia FMD, aroteAei Tnv TTAéov MO0 dladedouévn TEXVOAOYia, a@ou ol
TTEPIOCOTEPOI EKTUTTWTEG TTOU UTTAPXOUV OTNV ayopd AsiToupyoUv Katé auTh Tn @iAocogia.
AtroteAoUvTal aTTO TOUAGXIOTOV IO KEQAAR £EWONONG UAIKOU, HIa TIAATQOPUA KATAOKEUNG
KAl BnuaTikoUg KIVNTAPES 01 OTTOI0I XPNOIKOTTOIOUVTAI YIA VA JETAKIVHOOUV TA TTAPATTAVW.
2TOUG EKTUTTWTEG QUTOUG ETTITPETTETAI N KivNON O€ KOPTETIAVEG CUVTETAYUEVEG (X,Y,Z).

H diadikacia payuartotroleital wg €¢AG : To vApa, OTTou BPIioKeTal TTPOTEKTIKA TUAIYHEVO
o€ éva KapoUAI, TOTToBETEITaI OTO aKpo@UOIo Kal Bepuaiveral. ‘ETrera, a@ou n Ke@aAn Kal
N TAATQOpUa EXOUV PTACEl OTIG EMOUNNTEG TIUEG Bepuokpaciag pe BAon TO0 UAIKG TTou
XPNOIUOTTOIEITAI, KIVOUVTAI avAaAoya wWoTe va  ToTmoBetnBolv oI OTPWOEIG NI-
oTepeoTToINUéVOU UNIKOU oTn TTAAT@OpUA. To UAIKG péel ye aTaBepd pubud atrd Tn puTn
TNG KEQAAAG KAl OTEPEOTTOIEITAl ANEOWS MOANIG €pBel Ot €TTA@R WE TNV €CWTEPIKN
Beppokpacia. H mAar@épua kateBaivel 600 kal 10 TAXOG KABE OTpwong yia TNV
evatroteon TnG emOuevNg €wg 0Tou oAoKANpwOEei n diadikaacia.

Baoikd mTAsovékTnUa TNG TEXVoAoyiag FDM, atroTeAei To UpOG UAIKWV TTOU PTTOPOUV Va
xpnoiyotoinBouv. Ta 1o dnuo@IA UAIKA eival Ta BepuOTTAACTIKA (akpUAOVITPIAIO
Boutadiévio oTupOAio, TTOAUYOAGKTIKO 0&U, TTOAUCTUPOAIO uwnAnRg TTpdoKpoucng, TO
BeppoTTAaOTIKO TTOAUOUPEBAVIO, TO aAeipaTikd PolyAmides/Nylon) akdua kal UNIKG OTTwg
KEPOAUIKA, OKUPOBEPa Kal coKOAATa. (Ambrosi & Pumera, 2016)
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Figure 11 diadikaoia eKTUTTWONG LIE HOVTEAOTTOINGN EvaTTOBEaNS TNYUEVOU UAIKOU

3.24.2 KarteuBuvopevn Mpagn MeAaviou (Direct Ink Writing -DIW),
Bioe§wOnon (Bioextrusion)

Eival pia uéBodog n otroia TpoUTToBETel TO UAIKG VA €ival O€ PEUCTH JOPPN KAl VO UTTOPE(
va oTepeoTToinBei ypriyopa. Na tn atepeoTToinon, UTTdpxouv OUO TPOTIOI : EIiTE PJE BEPMIKN
TTapeUPBOAN, OTTWG TN TeXVIKA FDM, gite pe xnuikn digpyacia, dnAadr 1o peuoTd UAIKO va
uttoKeIvTal o€ okAfpuvan f ERpavon. Adyw Tou 0TI, TO PEUCTO UTTOPEI va dlaTnproEl To
OXAMO TOU PETA TNV €EWBNGCN, N OKAApUvGeN Kal N EApavon PTTopouV Va aTToTPEWOUV TO
UAIKO va eival pahakoé i elBpauaTo.

H &iadikacia auth €ival yvwoTr KAaBwg XPENOIUOTIOIEITAlI YIa PBIOEKTUTTWOEIS YIA TN
onuIoupyia IKPIWUATWY BIOBIOCTIWHEVWY, WOTE VA QINOGEVOUV {WIKA KUTTAPA, HE OKOTTO
TN Onuioupyia 10TWV. XPNOIYOTTOIOUVTAl TTOAUMEPEG UAIKG, UTTO Tn Pop®r TTAoTag
(udpoyEAeG) adidAuTa aTo veEPO OAAG pE TV IKavoTnTa dIACTTO0NG O€ AUTO.

Dual head printing
Print 2 different bio-inks
simultaneously
Retraction Mechanism
>pper motor ensures

UV curing module
Sterilize print-area or cure
foto sensitive materia
Syringe & Print bed
heating / cooling
Between 2°C and 50°C

PRO

Automatic bed levelling
A perfectly calibrated

trustworthy results

Figure 12 Felix Bioprinter
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3.2.5 YAIka pe lNMigeon Akpouoiou (Material Jetting)

21N TEXVOAOyia auTr], o1 KEQAAEG £6WONONG evaTTOBETOUV PWTOAVTIOPACTIKO UAIKG O€ uypn
N peuoTn KatdoTaon TTavw oTn TTAATPOPPA KATAOKEUAG YIa TN dnUIoUpYia TOU GTPWHATOG,
TO OTTOI0 ApEeca ekTiBeTal 0€ akTiveg UV yia Tnv oTepeoTToinon Tou. MeTd TN TTpWTN OTPWON
n mAateopua kateBaivel kar eravaAapBaverar n diadikacia £éwg 6tou dnuioupynBei TO
€MBOUPNTO atroTéAecpa. Tautéxpova pe TV evattéBeon UAIKOU, WekAdetal Kal éva UAIKG
UTTOOTAPIENG, WOTE va €TTITEUXBE N uWnAr akpiBeia og TTOAUTTAOKEG AeTTTOpEPEIEG. Ta
EKTUTTWHEVA avTIKEIYEVA, &gV XpeIddovTal PETA-ETTECEPYATia, eV UTTAPXEI n duvaToTnTa
TO iBI0 AVTIKEIYEVO VO KATAOKEUAOTEI TAUTOXPOVA PE BIOPOPETIKA UANIKA YIO DIAPOPETIKEG
1010TNTES. ATToTEAET MIa BladIkagia n oTToia TTPOCPEPEI TTANBWPA INXAVIKWY IBI0TATWY OTA
TTapaypéva avTikeipeva 0w avBekTIKOTNTA, akpifeia, Acieg em@dveieg, avtoxn o€ BAIyn,
eQeAKUOHO Kal BepuikA avTidpacon, EAACTIKOTNTA, aywyiuoTnTa K.a.(Guo & Leu, 2013)
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Figure 13 Aiadikaoia ektorwong pe Matterial Jetting

3.25.1 Navoowpatidia pe Micon Akpouaoiou (NanoParticle Jetting —
NPJ)

21n oladikacia NJP, Ta UAIKG TTou XpnoidoTtroloUvTal €ival PETAAAIKA 1} KEPOMIKA
vavoowpaTidla, Ta otroia TrepIBdANovTal atrd eAaideg uypd Kal dnpioupyolv otayovidia.
Ta otayovidla wekalovTal Kal TTAPAyouv £va TTOAU AETTTO OTPWHA OTTWG Kal TO UAIKO
UTTOOTAPIENG, TO OTTOI0 aaIpEiTal TTOAU EUKOAQ e TTieon atrd vePO. TO UNIKO KATAOKEUNG
Kal TO UAIKG UTTOOTAPIENG, alwpouvTal o€ €va uypd, TTou Bpioketal oTn TTAATQOPUaA
KOTAOKEUNG Kal e¢aTpideTal Adyw NG uwnAng Bepuokpaaciag TTou aTTOKTA N TTAATQOPHO
(300°C) kal Ta oTayovidia dévouv PETALU TOUG, XWPEIg va dnuioupyolvTal TTOPWOES
em@aveleg. Me autd 1o TPOTTO TTAPAUEVEI JOVO TO €MIOUUNTO AVTIKEIPUEVO, TTOU apyoTEPa
pTTaivel o€ pia diadikagia TTUPOCUCCWMPATWONG O KAiBavo, yia Tnv €Eao@daAion
OpoIoPOPQPIag o€ OAO TO AVTIKEIUEVO.

Ki dAAeg diadikaaoieg 0TTwg n Exktégeuon GwrotroAupepoug (Photopolymer Jetting - PJ) kai
n Extumrwon pe ®PuoaAideg (Drop On Demand - DOD), Asitoupyouv pe TG id1EG BOTIKEG
apxég ekTuTTwong. (Alovuoiog, 2021)
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Figure 14 Aiadikaoia ektorwong pe MJ, NPJ, DOD

3.2.6 ZuvTtnén Ztpwpatog 2kévng (Powder Bed Fusion)

2€ autni Tn dladikaacia yivetal N xprion AEICep 1 SETUNG NAEKTPOVIWY yIa TNV EVon PIKPWY
owpamdiwv oKOvNG atrd HETAAAO, KEPAWIKO A YUOAI (DOTE VA YiVEl N OTEPEOTTOINCN TOUG Kal
va OnuioupynBei n kABe oTpwon cUuPwva Pe To Ynelakd povtéAo. OAeg o1 diadikaaieg
AeIToupyouv e TTapdépolo TPOTTO, £€xouv dNAadR Mia 1 TTEPICOOTEPEG BEPUIKEG TTNYEG,
EAEYXO VIO TN OUYKEKPIPEVN OUVTNEN OoKOVNG o¢ KABE OTPWON Kal PNXaviIoHoUgs yia Th
TTPOCONKN Kal TV €goudAuvon TnG.

3.2.6.1 EmiAekTik) Z0vinén pe tnv XpRon AkTivwv Afilep (Selective
Laser Sintering” — SLS)

‘Evag KUAIVOPOG e@apudlel TRV EKAOTOTE OKOVN, KatdAAnAou traxoug (0,075-0,1mm), otn
TTAATQOPUA KATAOKEUNG Kal ETTEITA N KEPAAA A&ICEp OOAPWVEI KOl OXNMATICEl TN TTPWTN
dlaTouy TOU QVTIKEIJEVOU, OTEPEOTTOIVTOG ETTIAEKTIKA Tn OKOVN. ZTn OUVEXEIA N
TTAATQOPUA KATEPXETAI 600 TO TTAXOG TNG ETTOMEVNG OTPWONG, OTTOU Kal EPaPUOZeTal €K
véOU OKOvn Kal emavaAauBaverar n idia dladikacia PEXPI TNV OAOKApwaon Tou
avTikelyévou. H diadikaoia TTpayuatotroieital o€ adpavi athéo@aipa.

Ta ynxavAiuara autd atroteAouvTal atrd Tov BAAAPO KATAOKEUNG, TOV UTTOAOYIOTH EAEyXOU
Kal TOV €AeyX0 aTuOo@aIpag. O BAAAPOG KATAOKEUNG EUTTEPIEXEI TO AEICEP, TTOU €0TIALETAI
ME OTTTIK& KAl COPWVEI TNV ETTIPAVEIR TNG OKOVNG JE KABPETTTEG, KaI TO OUCTAMA dIaXEIPIONG
okovng. O uttoAoyIioTAG eAéyxou, TTapakoAouBei Tn diadikacia Tng eKTUTTWONG Kal O
€Aeyx0og TNG atuooc@aipa TTePIAaUPBavel dpyava QIATPAPICPOTOS Tou aépa uéoa OTO
BaAapo. Baoikr Tou atrooToAr €ival va KpaTdel TIG Bepuokpaaieg Tou agpa Tou BaAduou
oTaBePEG Kal n €AeyXog TNG TToooTNTAG alwTou. (KAATZH, 2017)
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Figure 15 Aiadikacia ektumrwong e SLS

3.2.6.2 Awoipo pe Aéopn HAektpoviwv (Electron Beam Melting — EBM)
H Siodikacia dev diagépel TTOAU atmd TIG utTOAoITTEG. Movadikr) diagopd atroTeAsi OTI
Xpnoiyotrolgital 860N NAEKTPOVIWV yia TN oUVTNEN TG OKOVNG Yia TN dnuioupyia palag.
H KivnTIKA evEpyeia Twy NAEKTPOVIWY METATPETTETAI € BEPUIKI KAI UE QUTO TO TPOTTO AILVEI
KOl OTEPEOTTOIEI TA CwATIdIA OKOVNG Yia KABe oTpwaon. Ta nAeKTpOvIa EKTTEUTTOVTAI ATTO
éva Bepuaivépevo viaua BoAgpapiou pe uwnAf Taxutnta kKal puBpifovral amd dUo
MayvnTiKa Tredia (TTnvio eoTiaong Kal TTnvio ekTPOTING). To éva AeIToupyei oav payvnTikog
QPAKOG, €0TIACoVTAG TN BEOUN OTN OIAUETPO Kal TO AANO exTPETTEl TN OEOUN OTO OnuEio
odpwong Tou KABe oTpwpaTtog okdévng. H okdvn Trepvael amd dU0 QACEIS : TN
TpoBEépuavaon Kai T TNEN. ATToTeAEl pia dladikaoia xaunAoU KOOTOUG Kail TTOAU ATTOBOTIKT).

T High Voltage Cable
"~ Incandescent Cathode
—— Bias Cup

TN —— Primary Anode

Prism ~—_
Telescope >
for Viewing \‘:i — Electron Beam

Focusing Coil

Figure 16 Aiadikacia ekturrwong ue EBM

36



3.2.6.3 Apeon MeraAAiky 2ovinén pe A&ilep (Direct Metal Laser
Sintering — DMLS)

H diadikacia DMLS, dev dia@épel TTOAU atrd TIG dUO TTAPATTAVW, aPOoU aKOAOUBEI TIG idIEG
Baoikég apxég: 3D wnoelakd PovTEAO Kal XApagn dIaToung TTavw o€ OKOVN OTPWHA TTPOG
oTpwpa. H diagopd cival TTwg Ta UNIKA TTOU JTTOpOUV va XpnaiuoTroinBouyv gival kpduata
METAANOU, KaBapd pETOAAQ, peiyhoTa UNIKWV (TTX aAoupivio Kal VAIAov), Kpduata
aAoupiviou, avogeidwTou XAAuBa Kal P, XaAkoU, KOBAATIOU-Xpwiiou, TITAVIOU K.q.

>tnv DMLS, e@apudletal TO OTPWHA JETAANIKAG OKOVNG OTN TTAATQOPUA KATAOKEUAG KAl
OTn CUVEXEIQ Ol BEPPaVTAPESG PEPVOUV TN OKOVN TTEPITTOU OTO onueio THEN TnG. ‘Etteita e
TN BonBeia Tou A&IZep UYWNANG I0XUOG, COPWVETAI N ETTIQAVEIa OKOVNG, dIAYPAPETAl TO
EMOUUNTO OXAMA KAl Ol KOKKOI HETAAAOU CUCOWHATWVOVTAI. ZTH CUVEXEIA N TTAATPOPUC
KATaoKeunG kateBaivel yia Tn dnuioupyia Tou eméuevou oTpwuatog. H diadikaagia
eTTavoAauBaveTal yia KABE aTPWaN MEXPI VO KATOOKEUAOTE TO TEAIKO avTIKEinEVO. MeTA TO
TEAOG TNG EKTUTTWONG, TO METAAAIKO QVTIKEIMEVO UEVEI VA KPUWOEI KAI ATTOUAKPUVOVTAI Ol
TTEPITTEC OKOVEG Kal Ta uttooTnpiyuaTta.(KAATZH, 2017)

© additively.com

Figure 17 Aiadikaadia ektumrwong e DMLS

3.2.7 Zuyk6AAnon ®UAAwv (Sheet Lamination)

H pébodog BaaifeTal oTn ouykOAANCN @UAAWY UAIKOU a1Td HETAANO, XOPTi A KOl TTOAUMEPN,
Ta OoTToia TOTTOBeTOUVTAI TO £va TTAVW OTO GAAO Kal GuyKOAAoUvTal PETAEU TOUG EiTE ME
Ké&T1Tolo oUyKOAANTIKN ouadia €ite pe NAekTpIKA dladikaoia. MNa tn dnuioupyia Tou TEAIKOU
QVTIKEIMEVOU, XPEIAZETAI N KOTTI) TWV EEWTEPIKWYV TTEPIYPANMATWY TWV QUAAWV. YTTAPXOUV
OUO0 TPOTTOI : TO KABE GUANO KOBETAI TTPIV YivEl N CUYKOAANGN Kal OTn guvéxela oToIBadeTal
1 Ta @UAAa oTOIBGOVTAI TTPWTA KOl OTN CUVEXEID KOBovTal TO TTIBUUNTO TTEPIYPAM Q.

O1 pyébodol xwpiCovtal avdAoya Tn cUyKOAANCN Twv QUAAWY TTOU XPNOIKOTTOIEITAI OE: Q)
OUYKOAANON A kOAANnon, B) Bepuiky ouvdeon, y) ouo@ign, kar (8) OuykOAAnon e
utTePnXoug. (Alovuoiog, 2021)




3.2.7.1 2uyk6AAnon  K6AAnon (Gluing or Adhesive Bonding)

3.2.7.1.1 Mapaywy AvTikelyévwy Pe  ZuykOAAnon (Laminated Obiject
Manufacturing — LOM)

To mpwTo UAIKO TTOU XpnoldotroinBnke yia Tnv TexvoAoyia LOM, ATav @UAAO xapTioU.
Ymdpyxouv OUO poAd, amrd Ta OTToia TO €va TTpounBevel UAIKO TN pnxavh Kal 1o GAAo
padevel. H diadikaoia apxiel va ekTeAeiTal 0Tav n diIATagn TpoPodoaiag UAIKOU TOTToBETE
TO TTPWTO QUAAO XapTIoU, PE ETTIOTPWON GUYKOAANTIKAG ouaiag, TTavw oTn TTAATQOpua
KATAOKEUNG Kal évag Bepualvépevog KUAIVOPOG TTepvAcl TTAvw atrd TO GUAAO, TTIECOVTOG
TO, YIO VO TO TTPOCKOAANOEi oTnVv em@Aveia. 2Tn ouvéxela, pia KEQAAN Aéilep CO2 i pia
Aetmida, k6Bl To QUAAO oTO €MBUPNTO OXESI0. AQoU OAOKANPWOEI N KOTI Tou TTPWTOU
OTPWHATOG, N BACN KATEPXETAI YIO va £TTITEUXOEI N TOTTOBETNON TOU £TTOUEVOU QUAANOU. H
dladikacia eTavalauBavetal €wWG OTOU OAOKANPWOET TO AVTIKEIPEVO.

YTTapxouv TTOANEG TTEPITITWOEIG OTIG OTTOIEG aTTAITEITAI N XPAON BEPVIKIOU 1) XPWHATOS YIA
TNV €MKAAUYN TOU TEAIKOU TTPOIOVTOG, YIa va aTToQeUxBEei N TTapaudp@wan Tou atrd TNV
uypaaoia.

MA€ov, ekTOG aTmd XaPTi MTTOPOUV va XpNnolpotToinBolv ki GAAa UAIKA 6TTwg adiafpoxo
XOPTi, TTAAOTIKO, AETITEC OTPWOEIG KEPAMIKWY 1 METAAAWV.

Laser KaBpédpme— e X-Y xwoupevn ormxn kedaln
i Nepivpauua

pqu OTPWHPATOC KaL
TIPORE  Siaotadpwong

Axtiva laser -

Oeppaivopevo podd
24 nponyoUpEvo

Ooaro_ =
uhlod.
= /
PoAo 2R ° P Erpupdo- . I
npow!lhmg noupévo v = 52
uhkod Hépog Kat Mardoppa ) PoAé naparafric

vAwo AMOPPIPHATIOV
otipiing

Figure 18 Laminated Object Manufacturing — LOM
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3.2.7.1.2 EmAekTikl ZuykOAAnon EvaméBeong (Selective Deposition
Lamination — SDL)

H diadikagia autr) Baciletal 0TV £@appoyr OUYKOAANTIKAG ouaiag uwnAng TTUKVOTNTAG
ETMAEKTIKA OTIG TTEPIOXEG TTOU Ba OUYKOAANBOUV, CUP@WVA PE TO TPIOOIAOTATO WN@IOKO
MOVTEAO Kal  AlyOTEPNG TTUKVOTNTAG GCUYKOAANTIKNAG ouciag oTn  yUupw TTEPIOXN
(uréoTpwua). ‘ETol, €ivar 1Mo €UKOAn n avackagr Tou KouuaTtiou aTfrd To XapTi
utrooTApIEng. EmmmAéov, n kOAa Oev e@apudletal o€ OAOKANPO TO QUANO OAAG
€EQAPPOCETal JETA TN KOTTA TNG €MOUUNTAG dlaTopng. (Alovuaoiog, 2021)

Tungsten

Carbide Blade JeatPlate

Paper Feed

Mechanism Adhesive

Pre-printed Nozzle

paper ~~__

Adhesive

Figure 19 Aiadikacia ekrumrwong ue SDL
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3.2.7.2 OeppikA Z0VvOeon (Thermal Bonding)

H texvikfp auty aoxoAcital pe TN GUYKOAANGonN MPETOAANIKWY @QUAAWV. KoéBovtalr @UAAa
METAAAOU, UE TN XPNRon AéiICep, CUVAPPOAOYOUVTal JETAEU TOUG HE INXAVIOUOUG OUVOEDNG
Kal TeEAIKA yivetal xprion Béppavong oe OAo 10 Ookipio. Akdua, epapudleTal Hia
TIPOCEYYION KATA TNV OTToia, 0 QUAANG XAAUBa TTPpoCOEVETAI OTNV TTAVW KOl KATW TTAEUPd
TOUG KPAua UAIKOU pe XaunAd onueio TAgns. Autd BonBdel oto oxnuaTiopd ouvBeTwv
METOAAIKWV QVTIKEIMEVWV.

3.2.7.3 MpooBeTik MéBodog Mapaywyng pe Ytreprixoug (Ultrasonic
Additive Manufacturing — UAM)

Eival pia uppidikn diadikacia Trou Bacidetal oTn PJETAAAIKI) CUYKOAANON JE UTTEPRXOUG. TO
QVTIKEIYJEVO KATAOKEUALETAI TTAVW O€ HIa BAon, n otroia BpiokeTal TTpocdepévn TTdvw o€
Mia GAAn Bepuaivopevn Bdon, oe Beppokpacieg dwuatiou £wg kal 200°C. Ta peTaANKG
QUAAa EeTuAiyovTal atTd €va TTEPIOTPEPOUEVO pOAO TToU TaAavTeleTal oTaBepd (20Hz).
"YoTtepa tomroBeteitan 1o éva SitTTAa 010 GAAO, yia T dnuioupyia Tou KABE GTPWHATOG. TN
ouvéxela n epyaieiounyavh Kotrg CNC diaypdgel TO TTEPIYPAUMNG TWV CTPWHATWY Kal N
oladikacia eravaAhauBaveral géxpr va dnuioupynbei To TEAIKO HOVTEAO.

‘Eva ammdé 10 BACIKA TTAEOVEKTAUATO TNG €ival OTI PTTOPEI VO EKTUTTWOEI TTEPITTAOKA
QVTIKEIPJEVA KAl QVTIKEIYEVA PE AIOBNTAPEG, OTITIKEG iveg K.a. (KAATZH, 2017), (Alovuolog,
2021), (Prakash et al., 2018), (Guo & Leu, 2013).

Metatponéag Sonotrode Metatponéag

Nepiotpepopsvo.
Ivotnpa
Metatponéa

MeradAikn Tawvia

Figure 20 Aiadikacia ektumwong e UAM
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3.3 Tpiodiaotarn oxediaon -3D Design

TpiodidoTatn oxediaon civalr n diadikacia Katd Tnv oTroia oxedidleTal éva pabnuatikod
MOVTEAO, TTOU aTTeEIKoVidel éva TPIOOIAOTATO AVTIKEIMEVO 1) OXAMA, ME TN XPAON KAatdAAnAou
Aoyiopikou. Ta Trapayoueva  avTikeigeva ovopddovtal TpIodIAoTOTA  MOVTEAA  Kal
atreikovifovtal wg €ikoveg TpiodidoTtarng ewTookiaong (3D rendering) kai apydtepa
0dnyouvTal OTNV eKTUTTWOTN Toug PEow 3D ekTUTTWTWY. OUTWG WOTE N EIKOVIKA WYn@IoKA
TTEPIYPAPT] EVOG HOVTEAOU VA KATOANEEI OE QUOIKO EKTUTTWHEVO TTPOIOV, OAEG OI TEXVIKEG
TTOU XPNOIKOTTOIoUVTal aKOAouBouv Kdtrola Baoikd Bruara. (Tpdvicag, 2016)

3.3.1 Anpioupyia yneilakou povrélou CAD

MpwrTo BAMa atroTeAei N dnuioupyia Tou Yneiakou povTEAou. Eival pia diadikaaia n otroia
EKTEAEITAI O€ AOYIOMIKA OXEDIOONG OTEPEWV QVTIKEIMEVWY, OTTOU dnuIoUpyEiTal €va
TTOPANETPOTTOINTIKNO HOVTEAD. ZTA AoYIOMIKG auTd, UTTAPXE! €iTe N SuvaTOTATA XPRONG EVOG
non umdpxov POVvTEAOU Kal n emegepyaoia Tou €ite n dnuioupyia véou. AKOuQ,
xpnoiyotroigital n TpiodidoTarn odpwaon (3D Scanning), KaTd TNV OTToIA YiVETAI N WNOIOKK
odpwaon evog GUOIKOU AVTIKEINEVOU Kal dnuIoupyeiTal £T01 TO TPIOOIACTATO HOVTEAO TOU.
AuTn n diadikaoia avhkel oTnv Katnyopia avtiotpopns oxediaong. (KAATZH, 2017)

3.3.1.1 YtroAoyioTikd mrpoypdupata (Computer Aided Design, CAD)

H &iadikacia oxediaong pe Tn Pondeia oxedlaoTIKWY AOYIOHIKWY OTTAITE UTTOAOYIOTH.
Emopévwg, yiveral xprion yneiakou epIBAAAOVTOG, e OKOTTO TNV avAAuon, ETTEEEpyaTia,
Kal dnuioupyia evog TpIodIAoTATOU POVTEAOU. Méow auTou, oI OXEDIOOTEG £XOUV TN
ouvaTéTnNTa va KaBopioouv Tn YEWUETPIa OTTOIOUDATTOTE OXEDIOU, KATI TTOU OTTOTEAEI
Baoikd oToixeio yia Tnv dnuioupyia Tou. OAa Ta TTpoypduPaTa TTOU PTTOPOUV va TG
utTooTnpiouv atmmd uttoAoyIoTéG cival Tagivounuéva otnv katnyopia CAD. (Tpéviag,
2016)

3.3.1.2 BiBA100rikeg 3D povréAwyv (3D Model Repositories)

H dnuioupyia Twv YneIakwy JovTéAdwy, JEow TnG oxediaong atrd UTTOAOYIOTH, UTTOPEI va
apxeI00eTNOEI KA va XxpNOIKOTToINBEl WG TTPOTUTTO YIa SIAQOPES AITOUpyieS. ZT0 dIadIKTUO
UTTAPXOUV NAEKTPOVIKA aTTOBETAPIO PE TTANBWPA TPICSIACTATWY OXESIWY, Ta OTToIa £XOUV
onuIoupynBei a1rd oxedIaoTES Kai €iTe gival TTpooBdoipa e1Ti TANpwA €iTe dwpedv. Aivetal
n duvardtnTa OTOUG UTTOAOITTOUG XPHOTEG VA T XPNOIUOTTOINOOUV WG €XOuv, va Td
eTTECEPYAOTOUV Kal va eTIBAAAOUV aAAayES xwpic va eTTnpeddouv TO TTPOTUTTO OXEDIO N
Kal va TTépouv éutrveucon ammd autd. MAEov dev XpelddeTal KATTOI0G va dnuioupyei éva
ox£010 OTO TPIOBIACTATO XWPO, OTAV UTTAPXEI ON, TTPAYUA TTOU OTTOOKOTTEI OTnV augnon
TTOPAYWYIKOU XpOvou.

41



3.3.1.3 TpiodiaoTarn odpwon (3D Scanning)

H tpiodidoTtarn odpwaon gival pia d1adikaaoia n o1roia capwvel Eva QUOIKO JOVTEAO Kal TO
METATPETTEI OE TPIOOIAOTATO Wnolokd. KaBioTtd 1 diadikacia TNG PovTeAOTToinong TTOAU
M0 €UKOAN, €18IKOTEPO AV TO QVTIKEIMEVO TTOU TTPOKEITAI VO OXEDIAOTEI ival TTEPITTAOKO Kal
Oev UTTAPXOUV BIABECINA KOTAOKEUAOTIKA OXEDIA. ZUVABWG, HETA TN XPRoN TPIOOIACTATWY
COpWTWY, aTTaITeiTal Kal n BeATIOTOTTOINON — €TTECEPYATia TWV CAPWHEVWY WNPIAKWY
MovTEAwV. Me Tnv eEENIEN TNG TEXVOAOYIOG OUWG, £XOUV KATAOKEUAOTEI CAPWTEG UWNANG
avAAUONG YIO JIKPA KOl HEYAAQ QVTIKEIPJEVA, WOTE VA PNV Eival arapaitnTn N €TéUPaon
TwV oXeOIO0TWY OTA TEAIKA OAPWUEVA MOVTEAQ.

MNa mnv TpI00IGCTATN GAPWON XPnoIdoTrolouvTal Tpeic Baaikég TexvikES: (Oliver WuUIT,
2003), (KAATZH, 2017)

1. dwroypauueTpia (photogrammetry):

H TeXVIKN EKTEAEITAI PE TN XPAON QWTOYPAPIKAG UNXavAgs. H odpwaon yiveTal JETAKIVWVTOG
™ KAPepa yUpw o1rd TO €EKACTOTE QAVTIKEIMEVO, KAVOVTOG OUVEXOMEVEG ANYEIS
QwToypa@Iwy. To TTpdypauua, ue Baon Ta dedopéva, TrTapouaiadel éva 3D TTAEyua kal éva
UV xdpTtn pe 1a 6edopéva Twv XpwHAaTWYV. Eival kKatdAAnAn yia avBpwroug Kai ayaAuara
Kl OxI TOOO YIa avTIKEiheEVa e YuaAioTepR A did@avn TTIPAVEIQ.

2. MepioTpo@ikr TTAdKa odpwong (Turn table Scanning):

>¢ auTh Tn d1adikaoia yiveTal N Xprion TTEPICTPOYPIKNAG TTAAKAG, &EouNg AéICEP Kal KAPEPQG.
To €kAOTOTE QVTIKEIMEVO TOTTOBETEITAI OTN TTAGKO KOl KOBWCS TTEPIOTPEPETAI TO AEICEP
TTPORAAEl YIa ypapun TTavw Tou. H Kauepa KaTaypd@el TNV ATTEIKOVION TNG YPAMKNAG O€
KABe anpeio Tou AvTIKEIMEVOU Kal TO TTPOYPAUMA HETATPETTEI TN TTANPOQYopia o€ pia Yala
onpeiwv Kai dnuioupyei éva 3D TTAEyPa atTd TNV £vwon Toug.

Figure 21 Aiadikaoia oapwong e TEPITTPOPIKN TTAATPOPUA
3. Mnxavég ocdpwaong:

H apxn Asitoupyiag gival duola P ekeivn TNG QUTOYPAPKETPIOG, N Jovn dlagopd cival 6T
yivetal n xpAon utmépubpou @wTiopoUu. H pnxavh, €xovrag evowpatwuévn KAapepa,
METOKIVEITAI ATTO TOV XEIPIOTA YUPW aTTd TO QVTIKEIMEVO Kal TTApoudidlel To TPIodIA0TATO
TAEYMQ Kal Ta dedopéva xpwpaTog. Eival katdAANAn yia Tn kataypa@r BdBoug o€ peydAa
QVTIKEIPEVA.
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Figure 22 Aiadikacia oGpwaong e GUGKEUN

3.3.2 Metatpotrl povréAou CAD o€ apxeio e§aywyng

AeUTEPO PBriua atroTeAEl N PETATPOTIH TOU TPIOOIACTATOU WNQPIAKOU OpxEiou o€ apxeio
KATAAANAO, WOTE va UTTOPEI VA avayvwpPIoTE aTTd TOV TPIoDIAOTATO EKTUTTWTI. ‘EXEl opIoTEi
wg “standard” apxeio e€aywyng 1o apxeio STL (Stereolithography), TTou pmropouv 6Aol ol
EKTUTTWTEG VO TO avayvwpioouv kal oxeddv OAa ta Trpoypdupara CAD €xouv Tn
duvaToTNTA Va £EAYOUV apxEia TETOIA OPPNG.

3.3.2.1 Apxeio e§aywyng STL

2UYKEKpPIYEVA Eva apxeio STL gival pia atrAr, gopnTr) MOP@r TTOU XPNOoIYOoTToIEiTal aTrd
ouoTuaTa oxediaong e Tn BonBeia uttoAoyioTh (CAD) yia Tov KaBopIoud TNG CUUTTAYOUG
YEWMETPIOG yIa TPIOOIAOTATA EKTUTTWOIUA WEPN. AUTOU TOU €idoUg apxeia, TTaPEXOUV TIG
TTANPOYOPIEG €1I00D0U YIa TPIODIACTATN EKTUTTWON POVTEAOTTOIWVTAG TIG ETTIPAVEIEG TOU
QVTIKEIMEVOU WG TPIywvA, TTOU PoIpAdovTal AKPESG KOl KOPUPES e GAAD YEITOVIKA Tpiywva
yia TNV TTAATQOPUO KATOOKEUNG.

H avaAuon tou apxeiou STL emtnpeddel TNV TOI0TNTA TWV £6APTNUATWY TTOU EKTUTTWVOVTAI
3D - €dv n avAAuon Tou apyeiou gival TTOAU uwnAr}, To TPiYwVO PTTOPEI va ETTIKAAUTITETAI,
edv eival TOAU xaunAf, TO poviéAO Ba  €xel Kevd, KoBIOTWvTAg TO HNn

ekTuTTWOIpO.(Tpdvtlag, 2016)
STL-ile ' g

Figure 23 Avamrapdoraon apxeiou STL
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YTdapyouv €TTTA TTOPAPETPOI, O OTTOIOI AV ETTECEPYACTOUV ETTNPEACETAI KAl N avAAUCH TOU
apxeiou. O1 TTapApeTPOI gival:

1. Angle, Deviation, and Chord Height
2. Surfaces

3. Wall Thickness

4. Inversed Normals
5. Multiple Shells or Nested Parts
6. Edges

7. Tabbed Areas

E@ooov xpnoigotrololvTal oToIXEiwdn eTTireda, kabiotatal dUokoAdTepn N diadikaaia
QvaTTapAoTaonG KAUTTUAwY em@aveiwy. Oco TTepiIcodTeEPn TTOAUTTAOKOTNTA €XEl éva
MovTEéAO, TOOO TTEPICTOTEPA TPiywva dnIoupyouvTal atrd 1o apxeio STL, emopévwg Ta
apyeia armo pova Toug £xouv peydAo peEyeBog. ‘ETol, TTpéTTel va utTdpxel Jia e§ilcoppdTInan
QVAUEDQ OTNV EUXPNOTIO Kal TRV aKpiBela, atrd Toug oxXedIAOTEG.

Figure 24 YwnAn kai xaunAn avaAuon o€ STL apyeia

A&iCel va onueiwBei TTwg oe KABe oxedIOOTIKO TTPOYPAPMA XPNOIMOTToIoUVTal TTPOTUTTA
apxeia egaywyng. XpnoipoTtrolouvTal apxeia .obj, 3MF, .amf, .ply, vrml, wrl, .3ds, .igs,
.model, .mxp, .wrl, .3dm, .fbx, .zip, .rar, .7s, .skp, .dae, .mgx, .matAMX, .ndo, .asc, .cli,
.sle, .cls, f&s, .ssl, .sli, .jt, .prj, .sat, .CATPart, .CATProduct, .dxf, .zcp, .prt, .asm, .gts,
.x3d8, Compressed Mesh, Wave front OB, .zpr, Slice, XYZ format (.3w) k.a. Ta apxeia
3MF ka1 .amf petagpépouv TTANpo@opieg yia Tn Béon Tou Tepaxiou otov 3D eKTUTTWTHA, TO
UAIKO, Kail TNV TToo0TNTa UAIKOU TTou Ba xpelaoTei. (KAATZH, 2017)
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3.3.3 MeTa@opd apxeiou e§aywyng OTOV EKTUTTWTH

TpiTo Bripa atroTeAei N el0aywyn Tou apxeiou eEaywyng aTov TPICOIACTATO EKTUTTWTH. TNa
auTtd TO BAMA, gival atTapaitnTn N XPHon KATTolou TTPOYPANPATOG TTOU VA JTTOPED va
olaBaocel To apyeio Stereolithography (STL) kai va TpogToiudaoel T dladikacia eKTUTTWoNG.
To mpoypapua dlafdcel Ta O£DOUEVA TOU TEPAXIOU TTOU TTPOKEITAI VO KATOOKEUQOTEI KAI TO
dlaxwpilel o€ WPIKPEG OTPWOEIG, TTOU £XOUV TTAXOG avAaAoyd HPE TA XOPAKTNPIOTIKA Tou
EKTUTTWTN, Kal Tn TEXVIKA EKTUTTWONG, KABWGS Kal TNV evammobeon Tng piag emavw otnv
GAAN. 2TV TTEPITITWON TTOU TO TEUAXIO £XEI EOWTEPIKEG £00XEG, TTPOBOAOUG KTA., TO
TTPOYpAPUa JTTOopEl va Onuioupynoel BondnTikég oTpwoelS atmd UAIKG, WoTe va
AEITOUPYHOOUV WG UTTOOTAPIEN KAl €ival TTOAU EUKOAEG OTNV AQPQiPECT) TOUG.

Méow Twv TTpoypapudTwy, UTTAPXEl N dUVATOTNTA OPICHOU TWV TTAPAMETPWY. ZNUAVTIKO
POAO €xel O TTPOCAVATOANIOUGG TOU TEpAXiou TTAVW OTn TTAATQOPHO KATOOKEUNG TOU
EKTUTTWTH, agpoU o TPOTTOG e ToV OTT0i0 Ba ToTTo0eTNOEi uTTOPEi va eTTnpedoel Tn dIdpKeEIa
NG EKTUTTWONG, TN OTIBAPOTNTA TOU TEAIKOU ATTOTEAECUATOG, AKOWA KOl TV TTO0OTNTA TOU
UAIKOU. ATt TOUG TTEPICOOTEPOUG OXEDIOOTEG TTPOTIUATAI N didoTaon z (Kataképuen) va
gival Kal N MIKPOTEPN BIA0TACN TOU TEMOXIOU, PJE OKOTTO va HElwBel o apiBuog Twv
OTPWOEWY Apa Kal 0 Xxpoévog kataokeung. (KAATZH, 2017)

Figure 25 Aiadikaoia slicing

3.3.4 EKTUTTWON AVTIKEINEVOU

TétapTo OTAdIO ATTOTEAEI N TEAIKY EKTUTTWON TOU QVTIKEIMEVOU. APXIKA, TTPOETOINACETAI O
EKTUTTWTNAG, ME TNV TOTTOBETNON TOU €TTIBUMNTOU UAIKOU KAl 0T CUVEXEID Je TR BorRBeia Tou
TTPOAvVaQEPOPEVOU TTpoypauuaTog (slicing) yivetar n Aqun evog kwdika G, Tov OTT0i0
d1aBadel 0 ekTUTTWTAG Kol akoAouBei ToTd. O kwdikag G TepIAauBAavel KWOIKOTTOINUEVEG
EVTOAEG yIa TIG KIVAOEIG TNG KEPAANG €6WBNONG UAIKOU, TIG KIVAOEIG TNG TTAATQOPHOG
KATOOKEUNG, TIG KATAAANAEG BEpUOKPOCTieg EKTUTTWONG, K.O.

3.3.5 Mera-emme§epyacia avriKeEIJEVOU

MéumTo kal TeAeutaio OTABIO OTTOTEAEl N eTmeEepyania TOu QVTIKEIMEVOU, META TNV
OAOKApWON TNG EKTUTTWONG TOU. MpwTd, ATTOPAKPUVETAI OTT TN TTAATPOPUA KATAOKEUNG,
yiveTal n agaipeon Tuxov oTnpiyddtwy, Pe Trieon aépa, vepoU R PE TO XEPI, Kal £vag
KaBapiopydg atrd  uttoAgippata  UAIKOU.  KATTolEG  TEXVIKEG TTOU  XPNOIYOTTOIOUV
QWTOEUNITONTA UAIKA, TO TTOPAYOUEVO TTPOIOV XPEIAZeTal pia ETTITTAEOV BladIKaaia KaTd Thv
OTTOoi0 OKANPQiVEL.
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3D Cad STL Slicing Layer Slices & 3D 3D
Model File Software Tool Path Printer Object

Figure 26 Aiadikaoia tpiodidorarng ektumwong (3D Printing)

3.4. IXEAIAZTIKA KAl YITOAOTIZTIKA MPOrPAMMATA
(CAD/CAMICAE)

Ta oxediaoTika kal uttoAoyioTikG TTpoypdaupara CAD,CAM kai CAE, cival Ta gpyaAgia Ta
OTTOIa XPNOCIUOTTOIOUV 01 INXAVIKOI, VIO TOV OXEDIO0UO KAl TOUG UNXAVIKOUG UTTOAOYIOUOUG
evlog Tepaxiou. KdbBe epyalcio xpnoiyoTrolsital yia SIaQopeTIK epapuoyr. Aoy,
UTTApXOUV AOYIOMIKG oxediaong pe evowpatwuéva Aoyiopikd CAD, CAM, CAE. Auté
ecuttnpeTei oTnVv dicukdAuvon oxediaong Kal avaTmTuéng evog TTPOIOVTOG.

3.4.1 TpiodidoTaTtn oxediaon otov utroAoyiotr) (Computer Aided
Design-CAD)

MNa ™ oxediaon pe Tn BorBeia utToAoyIoTH, aTraiTeiTal N XpHon AoyiouIKwyY oxediaong.
OAa 1a Aoyiopika oxediaong TTpoo@Epouv éva TTEPIBAANOV PE ETTIAOYEG KAl EVTOAEG OTO
XWpo oxediaong yia va kabioTartar duvatr n dnuioupyia TpiodidoTatwy PovTéAwy. Ol
KIVIIOEIG TOU XEIPIOTH METOTPETTOVTAI O HABNUATIKA MOVTEAD TTIVAKWYV, ViveTal n
emegepyaoia Toug Pe Toug KATAAANAOUG UTTOAOYIOUOUG Kal TEAIKGA PHETaQPAZovVTal YPOQIKA.

H povteAotroinon avTiKEIYEvwY OTOV UTTOAOYIOTH) KOTNYOPIOTTOIEiTal O OUO PACIKEG
KATNYOPIEG:

1. 2TEPEG YEWMETPIKN PJovTeAoTToinon (Solid Design):

210 solid design, To AoyIOUIKO avayvwpilel Ta YEWUETPIKA JOVTEAD wg oupTrayn (e pada,
OYKO KATT.) KOl 4TTOPOUV va XpnaoiyoTroinbouv Tpdéeig TTpdoBeong agaipeong, TOUNG K.a.

2. Eme@aveiakr yewpeTpikr) yovreAotroinon (Surface Design):

Ta yewpetpikd povréda dev Bewpouvtal cuutrayr. MNa Tn oxediaon Toug TTPETTEl va
oxedlaoToUV OAEG o1 £8peg TOUG. AnuIoupyeiTal €vag GAOIOG TOU AVTIKEIWEVOU.

Eivalr diaBéaiun TAnBwpa AoyIouIKWY TpIodIAcTaTNG OXediaong, €iTe €TTi TTANPWWN, €iTE
Ox1, TTOU aTTEUBUVOVTAI O aPXAPIOU €WG KAl ETTAYYEANOTIKOU £TTITTESOU KOIVO. (AlovUaoiog,
2021)
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3.4.2 Mnxaviki otov utroAoyioT (Computer Aided Engineering-
CAE)

‘Eva 1p10d140TATO OXEDIAOUEVO TTPOIOV, TTPOTEIVETAI VA UTTOOTEI NXAVIKI avaAucn HEow
TNG YEWMETPIKNAG AVOTTAPAOTACNG TOU, WOTE VA OPIOTOUV Ol QVTOXEG TOU (EQEAKUCHO,
BAign, didTunon). AuTH n TEXVIK TIPAYMATOTTOIEITAI O WN@IOKO TTEPIBAAAOV  Kal
ovopdadetal Computer Aided Engineering. Méow autou Tou TTepIBAAAOVTOG avaAuong o
oXedI00TEIG YTTOPEl va €AEYEEI TNV CUPTTEPIPOPA TOU TTPOIOGVTOG Kal VA TTPAYUATOTTOINCE!
TUXOV BeATiwoelg. (AvaoTdolog, 2018)

To Aoyiopikd CAE mTpoo@épel Tn duvaTdTNTA YIA Yivouv avaAuoelg SIapopwy €I0WV.

1. AvaAuon e T PEBODO  TTETTEPOAOCMEVWV  OTOIXEIWV, YIa OEPUIKEG  Kal
KataokeuaoTikéG avaAuoelg (Finite Element Analysis [FEA])

2. AvAAuon PINXavikAg PEUCTWV, yIa TN BEPUIKA avaAuon pEUCTWV
3. AOYIOUIKA avaAuoNG HEYAAWY PETATOTTIOEWY, VIO TNV avAAUOn QOPTIWY O€ PHeyAAa
QVTIKEIPEVA

4. KivnuaTtikf avdAuon, yia Tig TPOXIEG Kivhong
5. EpyaAgia KATOOKEUAOTIKAG avAAUCNG, YIO TN TTPOCOPOIWCN KATEPYATIWV

6. EpyaAeia yia autopatotroinuévn oxediaon Kal BeATIOTOTTOINGN

[ Fle Tosk Geometry Comect Medd Meh Modty Lst Deete Greup Vew Window Help —ax
= Ll D O000 +MVZ WS UIAG: E ; I

Readly - Nodw: 16506, Elemants: 11327 Prop0 LE1 Conl G Owel

Figure 27 mpooouoiwan duvduswv- avdAuon avioxns oc Aoyiouiké CAE
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3.4.3 Mnxaviki Karaokeury otov utroAoyioTty (Computer Aided
Manufacturing-CAM)

Me Baon 1n TexvoAoyia CAM, xpnoigotrolgital éva yneiakd TePIBAAAOV yia va yivel o
TTPOYPAMMATIONOG TwY OIadIKOCIWY KATOOKEUNS TOU TTPOoIidvTog. ZTnv 3D ekTUTTWON,
TPETTEl va yivel n e€aywyn Tou wneiakou povtéAou oe apyeio STL kal oTn ouvéxeia
METOATPETTETAI O€ APXEIO .gcode, OTTOU eKEi EPTTEPIEXETAI Eva EUPOG EVTOAWV YIA OAEG TIG
A€IToupyieg, TTAPAPETPOUG Kal TIG KIVAOEIS Twv TUNUATWY Tou eKTUTTWTA. OI KWOIKEG
xpnoiuotrolouvTtal Kal o€ Pnxaveég CNC. (Trimble, 2018)

Figure 28 lMepiBdAAov Aoyiouikou CAM
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3.5. MHXANIKEZ AOKIMEZ AOKIMIQN

H tpiodiaoTarn ekTumrwon £xel avadelxBei o€ Pia onuavTiKh TEXVOAOyia yia Tnv TTapaywyn
OOKIUJiwV TTOU XPENOIUOTTOIOUVTAl O MPNXAVIKEG OOKIMEG, OTTWG OOKIMES E€PEAKUTHOU,
KANWNG, KPouong Kal PIKPOOKANPOTNTAG. AUTEG Ol DOKIMEG gival ONUAVTIKEG yia TNV
afloAdynon Twv MPNXAVIKWV I8I0TATWY TwV UAIKWVY Kal n TpiodidoTarn eKTUTTWwOon
TTPOOQPEPEI HOVODIKA TTAEOVEKTAMATA OTNV OKPIRA Kal eTTavaAaupavopevn dnuioupyia
QUTWYV TWV OOKIUIWV.

3.5.1 Aokipn epeAKucOU

O1 dokiyég epeAkuopou (Tensile test) eival pia BepehNiwdng péBodog agloAdynong Tng
avTOXNAG Kal TNG €AACTIKOTNTOAG TWV UAIKWYV Kal N TPpIodIAoTaTn €KTUTTWON WTTOPEI va
TTapayel OoKipia eQEAKUCHUOU Pe atTOAUTN IACTATIKA KOl YEWUETPIKI aKpifela cUPQWVaA UE
Ta mpotuta ASTM kai I1ISO. H duvatdtnra ekTUTTwong OOKIYiwy OE OIaQOPETIKOUG
TTPOCAVATOAICHOUG Kal UAIKA ETTITPETTEI TNV avAAUCnH TNG AVTOXNG TwV UAIKWY O€
OIAPOPETIKEG TUVONKES KATATTOVNONG.

H dokiun epeAKUGUOU TPIOBIACTATA EKTUTTWHEVWY BOKIUIWY gival yia onuavTikn diadikaaia
yia TNV agloAdynon Twv PNXAvIKWV IBI0TATWY TwV UAIKWYV TTOU XPNCIKOTToIouvVTal 0ThV
TpiodIdoTaTn ekTUTTWOoN. H dokiu aut BonbBd oTtnv karavénon Tng avioxng, Tng
eAAOTIKOTNTAG KAl TNG GVOEKTIKOTNTAG TOU EKTUTTWHEVOU UAIKOU.

F
; f &IL
l lo
F

Figure 29: Aokiun epeAkuopou dokiuiou
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3.5.1.1 Baoikda oToixeia TnNG SOKINAG EQEAKUOMOU:

1.

MpogTolpacia TG dOKIUAG.

Ta dokipia dOKIUAG EKTUTTWYOVTAI CUHPWVa WE TTPOTUTTA 6TTwg To ASTM D638 Kai 1o
ISO 527, woTte va diac@aAifovTtal TUTTOTTOINKEVES DIOOTACEIG Kal OXAMA.

H kareuBuvon ekTUTTWong (dnuioupyia OTPWHATOG) TTPETTEI va AdpBAaveTal uttoywn,
KaBwg eTnpeddlel Ta aTToTEAECUATA TNG DOKIMNG.

E€omTAIGNOG BOKIPWV.

XpnolyoTrolgital pia unxavr] OoKIYAG yia Tn oTadlakr epapuoyr duvaung PExpP! va
oTTdoel To OKiUIO.

NapBdavovTal JETPACEIS WE TN XPAoN aioBnTApwv TTapaudpPwaong Kail ETTINAKUVONG
yla TNV Kataypa@r] TG dUVAPNG Kal TG TTAPAPOp@wong Tou UAIKOU.

Aladikaoia doKIUAg

To dokiulo ToTToBeTEITAl OTN UNXAVA SOKIUAG EPEAKUCHOU Kal €QappodeTal duvaun
MEXPI TN Bpauon.

Katd tn didpkeia tng dokiuAg kataypdgovTal dedopéva OTTwg n avioxn o€ Bpauon,
TO METPO EAAOTIKOTNTAG KAl N ETTIKMAKUVON OTO Onueio Bpadong.

AvdAuon dedopévv

Ta d&edopéva  xpnoidotrololvTal yia Tnv  mmapaywyr dlaypauudrtwy  1dong-
TTAPAPOPPWONG ATTO TA OTTOIA EEAYOVTAl TNUAVTIKEG PNXAVIKEG 1IDIOTNTEG.
MpayuatoTToIoUVTal CUYKPIOEIG HETAEU BOKIMIWV DIAPOPETIKWY UAIKWV 1] TTOPAUETPWV
EKTUTTWONG YIO TNV a§IoAdynon Tng amoédoong.
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3.5.1.2 AIOTEAEZMATA

Ta ammoteAéopaTa TNG SOKIKNAG EPEAKIOHOU TTEPIAAPBAVOUV BIAPOPES KPICIHEG UNXAVIKES
ID10TNTEG TWV dOKIYiWY. AUTEG oI 1810TNTEG BonBouv oTnv agloAdynon Tng ammédoong Kal
NG KATAAANAOTNTAG TWV UAIKWYV YIO CUYKEKPIMEVES eQapuoyES. NapakdTw avaAuovTal ol
KUpPIEG PETPAOEIS Kal Ta dedopéva TTou e€AyovTal atrd pia SOKIUN EQEAKIOUOU:

Figure 30 Epyaortnpiakdg e€0TTAIGLOS yia OOKIUES TE QVTOXT OE EPEAKIOUO.
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3.5.1.3 Kopieg MeTpioeig kal Aedopéva

1. Avtoxn E@eAkiouou (Tensile Strength):
AtoAutn Avtoxn (Ultimate Tensile Strength, UTS)*: H péyiotn t&on 1Tou piropei
va avTégel To Ookipio TTpiv atro Tn Bpadon. Metpdral oe MPa (megapascals) 1 psi
(pounds per square inch).

2. Opio Aiappong (Yield Strength)
H 1don otnv otroia 10 UNIKO UTTOKEITAI G€ TTAACTIKN TTapapopeworn. Mpiv atrd autd
TO onueio, N TTAPAPOPPWOT Eival EAACTIKA Kal avaoTREWIUN.

3. Métpo EAaoTikdTNTAG (Young's Modulus rj Elastic Modulus)
To PETPO TNG aKapWiag Tou UAIKoU, dnAadr, n avaloyia Taong TTPog TNV EAACTIKN
TTapapoppworn. Acixvel TTOC0o avBekTIKO gival TO UAIKO O€ EAACTIKN TTapaudp@waon.

4, Empunkuvon oto Znueio ©pauong (Elongation at Break)
To TTOCOO0TO €TMPAKUVONG TTOU U@ioTaTal TO UAIKO péXpl va otrdoel. Autd TO
MEyeBOG ekppdleTal ouvnRBWG WG TTOCOOTO TNG APXIKAG MAKOUG Tou BOKIWioU.

5. Aldypaupa Tdong-NMapapdpewaong (Stress-Strain Curve)
‘Eva ypaenua trou Ocgixvel Tn oxéon METAEU TNG eQapuolduevng TAong Kal TnG
QVTiIOTOIXNG TTAPAUOPPWONG Tou dOKIYiou. ATTO TO dIAypaPNa QUTO PTTOPOUV va
e€ayxBouv OAeg o1 TTapaTradvw PETPATEIG.

3.5.1.4 ZuptrAnpwpaTIKa Aedopéva

. Evépyeia Eéwg Opauon (Toughness)
H ouvoAIKA evépyela TTou atroppo@dTal atrd To doKiuIo JéXpl T Bpalan, cuvABwg
utroAoyiCeTal atrd TNV MQEAVEIA KATW ATTO TO dIdypauha TACNG-TTApauépewong.

° Avtoxni og Taon ©pauong (Fracture Stress)
H tdon oTtnv otroia 10 dOKipIo OTTAEL
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. Néyog Nouaodv (Poisson's Ratio)
H avaloyia Tng eyk&poiag cuppikvwong TTpog Tn SIaUAKN ETTIMAKUVCN, N oTroia
divel TTANPOYOPIES YIa TNV TTAPANSOPPWON ToU UAIKOU o€ dIAQOPES dIEUBUVOEIG.

3.5.1.5 Napadeiypara ka1 E@appuoyég

a) 2uykpioeig YAIKwvV
Ta ammoteAéopata PTTOPOUV va XPNOIKoTToINBoUV yia T oUYKPIoN dIAQOPETIKWV
UAIKWV 1 TrTapaAlaywyv Tou idlou uNikou (T1.X. PLA vs. ABS).

b) BeAtiototroinon Mapapétpwy EKTUTTLWONG
H avdAuon twv amoTteAeopdtwy Bonbd oTtov TTPoadiopioud Twv KAAUTEPWV
TTOPAMETPWY EKTUTTWONG Yia TN BeATiwon TG avrioxng kai TG ToidTNTag Twv
EKTUTTWHEVWV QVTIKEIMEVWV.

c) AloAéynon MoidtnTag
H TokTIK QOKIUA €QEAKIOPOU WTTOPEl va XpnolpotroinBei yia Tov éAeyxo Tng
ToIOTATAG TNG TTAPAYWYNGS Kal TN dIac@AAIoN TG CUVETTEIOG TWV TTPOIOVTWV.

Ta ammoteAéopaTa TG OOKIUAG EPEAKICHOU TTAPEXOUV CNHAVTIKEG TTANPOPOPIES yia TNV
Katavonon Kai Tn BeATIwon Twv UAIKWVY Kal TwV dIadIKaciwy aTnv TpIodIAoTATn EKTUTTWON,
KABIOTWVTAG TA XPHOIKA IO YIa TTANBWEA BIOUNXAVIKWY EQAPUOYWV.

3.5.1.6 MapdayovTeg TTOU £TTNPEAJOUV TA ATTOTEAEOUATA.

a. YNIKO ekTUTIWOONG
Ala@opeTikad UAIKG 0TTwg PLA, ABS, PETG Kai guvBeta UAIKG £X0UV DIOQOPETIKEG
MNXAVIKEG 1B10TNTEG.

b. MapdueTpol EKTUTTWONG
H Beppokpacia ekTUTTWONG, N TaxUTNTAO EKTUTTWONG, TO TTAXOG OTPWHATOG KOl N
TTARPWON £€X0OUV CNPAVTIKY €TTiIOPACN OTA ATTOTEAEOUATA TNG OOKIUAG.

C. Amédoon kareubuvong eKTUTTWONG
H karteuBuvon Tou oTpwHaTOg 0€ OXE€on We TN dievBuvon TnG eQapuolouevng
ouvapng utropei va petaBdAel TRV avtox Kai TNV EAACTIKOTATA TOU BOKIWioU.
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3.5.1.6 Znuacia Twv SOKIJWV.

O1 OokIyéG e@eAKUOPOU gival ONPAVTIKEG YIa TAV €TOAABEUOn TNG TTOIOTNTAG TWV
TPIOSIAOTATA EKTUTTWHEVWY AVTIKEINEVWY. AUTO gival IdlaiTepa onuavTiké éTav n ToiIoTnTa
XPNOIUOTIOIEITAI OE £QOAPUOYEG OTTOU Ol PNXAVIKEG 1010TNTEG €ival KPIOIUEG, OTTWG N
agPOdIACTNMIKI, N IATPIKA KAl N auTOKIVATORIoOUNXaVia.

Figure 31 Aokiun epeAkuoou
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3.5.2 AoKipn KApYng

O1 doKIPEG KAPWNG XPNOIUOTToIoUVTal yia TNV agloAdynon TG avtoxng o€ KAPWn Kal TNG
EUKAMWIAg Twv UAIKWYVY o€ KAPWN Kai N TpiodidoTartn eKTUTTwaon YTTopei va Trapdyel dokiuia
KAUWNG ME uwnAn akpifela, emTpETTOVTAG TN AETTTOPEPN DIEPEUVNON TNG CUNTTEPIPOPAG
TWV UAIKWV UTTO Kapwn. H eueAiia Tng TpIcd1a0TaTNG EKTUTTWONG KABIOTA €TTioNG duvartn
TN dnuIoupyia cUVOETWY BOKIMIWY UE EVIOXUOEIG 1) €10IKG OXEDIAONEVA ECWTEPIKA DOMIKG
oToixeia Tou BeATILOVOUV TIG IBIOTNTEG KAPWWNG.

O1 dokIuéG Kapwng €ival pia GAAN onuavTik péBodOG agioAdynong Twv PNXAVIKWY
I010TATWYV TWV UAIKWYV TTOU XPNOCIUOTTOIOUVTaI OTNV TPIoOIACTATN KTUTTWON. H dokiuA auth
TTAPEXEI TTANPOPOPIES OXETIKA WE TNV AVTOXN O€ KAUWN, TN SuCKaUWia Kal TV EAACTIKOTNTA
TOU UAIKOU.

n;n'llJ'll-"'

Figure 32: EEoTAIOuOCS yia OOKIUES O€ avTox KGuwng
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3.5.2.1 Baoikd oToixeia Tng SOoKIPAG KANYNS

1. Tlpoetoiyacia TG SOKIUNAG:
Ta dokipia eKTuTTWvoVTal CUPQWVA PE TTPOTUTTA OTTWG To ASTM D790 kai To ISO 178
yIQ TNV TUTTOTTOINCT TWV dIA0TACEWYV KAl TNG YEWHETPIOG.
Mpétrel va divetal TTPoooX WOTE N KATeUBuvon TNG EKTUTTWONG KAl Ol TTAPAPETPOI
EKTUTTWONG va eTTNpeddouv Ta atmoTeAéopata TG SOKIUNAG.

2.  EEomAiocudg dokiung:
Xpnolgotrolgital  unxavy KAapywng Otmou 1o OOKipIo ToTroBeTeiTaAl PETAEU OUO
OTNPIYMATWY Kal aoKeiTal dUvaun oTo KEVTPO TOU OOKIMIOU.
NAapBavovtal HETPACEIG KE TN XPAON alIoONTAPWY TTOPANOPPWONG KAl JETATOTTIONG
yla TNV Kataypa@r] TG dUVAPNG Kail TG TTAPAPOp@wong Tou UAIKOU.

3.  Aiadikaoia doKIUAG:
To dokipIo TOTTOBETEITAI GTO GTHPIYHA TNG MNXAVAG OOKIYWY Kal epapudleTal dUvaun
OTO KEVTPO TOU PEXPI VO Auyioel 1] va oTTAoEL.
Katd tn didpkela TG dOKIUAG, KaTtaypdgovTal dedopéva OTTWG N avioxi o€ Kauyn,
TO METPO KAUWNG Kal N TTApAPOP@Worn OTO onuEio Kauyng.

4.  AvdAuorn Oedopévwy:
Ta Oedopéva XpnolYOTTOIOUVTalI Yia TNV Trapaywyr  OlaypaupdTtwy  Taong-
TTOPANOPPWONG ATTO TA OTTOIA EEAYOVTAI ONUAVTIKEG UNXAVIKEG 1810TNTEG.
Fivovtal ouykpioelig PeTagu Ookipiwv atmd OIaQOPETIKA UNIKA Kol TTapaPETPOUG
EKTUTTWONG YIa TNV agloAdynon Tng arédoong.

3.5.2.2 KUpieg peTpRoeig Kal dedopéva

1. Avroxn o€ kauyn:
H péyiotn 1don mou ptropei va avTégel éva dokiuio Trpiv Auyioel i otrdoel. O povadeg
eivar oe MPa (megapascals) ] psi (AiBpeg ava TeTpaywvikn ivioa).

2. Métpo kapyng:
MéETpo TnG duoKauwiag evog UNIKOU o€ KApyn, dnAadr] o Adyog Tng Tadong TTpog TNV
TTAPANOPPWOTN OE KAUYN.
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Emprkuvon 8padong og Kapyn:

O pubuog empKuvong TTou ugioTatal €va UAIKO TTpiv atré Tnv Kauwn A tn Bpauon.
To MéyeBog autd ek@pPAleTal CuUVBWG WG TTOOOOTO TOU APXIKOU MIAKOUG TOU
doKiyiou.

KautruAn tdong-rapapép@waong:

‘Eva ypaenua 1Tou deixvel Tn oxEon WETALU Tng TAong TTou epapudletal o€ €va

OOKiuI0 KAUWNG Kal TNG avTioToixng mapapop@wong. OAeg ol Tapammdvw PETPHOEIS
MTTOPOUV va TTPOKUWOUV aT1To auTd TO ypaPnua.

3.5.2.3 ZuptrAnpwpaTika dedopéva

AvBekTIKOTNTA:

H ouvoAikn evépyeia TTou attoppo@aTal atmd éva OOKidIo PYEXPI TNV KAPWN A TNV
aoToyia. YmroAoyiletal cuvABwg atod 1o eufaddv KaTw atod 1o didypauua Tdong-
TTAPANOPPWONG.

Tdaon Bpauong:
H tdon oTtnv otroia 1o ®OKiuIo acToXEI 0€ KAUWN.

3.5.2.4 NMapdayovTeg TToU eTTNPEAJOUV TA ATTOTEAEOUATA

a.

YAIKO eKTUTTWONG:
Ala@opeTikd UANIKA 0TTwg PLA, ABS, PETG kai cuvBeTa UAIKA £X0UV DIOQOPETIKEG
MNXAVIKEG IDIOTNTEG OE KAPWY.

MapdaueTpol EKTUTTWONG:
H Beppokpacia ekTUTTWONG, N TaxUTNTa EKTUTTWONG, TO TTAXOG OTPWHATOG KOl N
TTARPWON £€XOUV CNPAVTIKY €TTiIOpACN OTA ATTOTEAEOUATA TNG OOKIUAG.

KarteuBuvon ekT0TTwong:

H katevBuvon tou oTpwpatog o€ oxéon e Tn dielBuvon Tng duvaung TTou
€QAPUOLeTal KATA TNV KAUWN MTTOPEI va HETABAAEI TNV AvTOXN KAl TNV EAACTIKOTNTA
TOU OOKIUiou.
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3.5.2.5 Znpacia Twv SOKIpWV.

O1 dokIpég KAPWNG cival TTOAU ONUOVTIKEG yIa TNV €TOAABEUCOn TNG TTOIOTNTAG TWV
TPIOOIAOTATA EKTUTTWMEVWY AVTIKEIHEVWY. AUTO 1o)UEl 1IDI1aiTEPA €AV TO QVTIKEIUEVO
XPNOIUOTIOIEITAI € EQAPUOYEG OTTOU Ol UNXAVIKEG 1ID1OTNTEG €ival ONUAVTIKEG, OTTWG OTNV
KATOOKEUN OOMIKWY OTOIXEIWY, HNXAVIKWY €CapTNUATWY KAl GAAWV  BIOPNXAVIKWV
EQAPUOYWV.

Figure 33 Kauwn
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3.5.3 Aokiun Kpouong

O1 dokIpég Kpouong €ival KPIOIKES yia TNV agloAdynon NG avTioTaong evog UAIKOU o€
Eapvikd @opTia Kal Kpouoeig Kal Ta SOKihla KpoUuong TTou TTapdyovTal he TpIocdIdoTaTn
EKTUTTWON MTTOPOUV VO TIPOCOPUOCTOUV O€ OUYKEKPIMEVEG TTpOdIaypaPég 1 va
EVOWMATWOOUV vavooUuvleTa UAIKG yia BeATiwpévn ammdédoon. H  evowpdTwon
VaVOUAIKWYV, OTTWGS VavoowHaTidIa i vavoiveg, JTTopei va BEATILOOEI TNV avToXN TwV UAIKWV
oTnVv Kpouaon Kal va dnuIoupynael TTIo avOeKTIKA dOKiIa.

H dokiur kpoluaong givail pia kpioiun diadikagcia yia TRV afloAdynon NG avtoxng Twv UAIKWV
o¢ Ca@VvIKA Kal 1oxupd @optia. H dokiur auTtr TTapEXEl TTANPOPOPIEG OXETIKA HE TNV
QVvOEKTIKOTNTA 0€ Bpauon Kal TNV IKaveTNTa aTTopPOPNoNG EVEPYEIAS TwV UAIKWY TTOU
XPNOIPOTToIoUVTal OTAV TPIOBIACTATN EKTUTTWON.

Axis of rotation
/@/ Friction pointer
Scale N Pendulum
Machine framework —Y \\
Test piece
pid
Ssupport - Striking edge
. r
A
Foundation

Figure 34: Aokiun kpouong
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3.5.3.1 Baoikd oTolixeia TnG SOKIPRG Kpouong.

1. Tlpoetoipyacia TG SOKIUNAG.
Ta dOKipIa EKTUTTWVOVTAI CUPQWVA PE TTPOTUTTA OTTWG To ASTM D256 kai to ISO 179
yla va 81ac@aAIoTOUV TUTTOTTOINUEVES BIBOTACEIG KAl OXAMA.
Mpétrel va diveTal TTPOCOX WOTE N KATEUBUVON TNG EKTUTTWONG KAl Ol TTAPAPETPOI
EKTUTTWONG va eTTNpeddouv Ta atmoTeAéopata TG SOKIUNAG.

2. E&otmAiopdg doKIung.
XpnolyoTrolgitTalr TTeVIAN | eKKPEPES Kpouong, TO OTToi0 atTeAeuBepwveTal atrd
TTpoKaBopIouéVO UWOG KAl XTUTTA TO SOKIIO.
Karaypd@etal n evépyeia TTou attoppo@dTtal atrd To OKiuIo Katd Tn Bpauon.

3.  Aiadikaoia doKIUAG:
To dokipio TotroBeTEITAOI O€E £€va BABPO KAl TO EKKPEPES APAVETAI va TTECEI EAeUBEpa
Kal va XTUTTAOEl TO OOKiIO.
Karaypd@etal n evépyeia TToU aTToppPo@ATAl aTTO TO OOKIUIO KAT& Tn OTIYHR TNG
Bpauvong.

4.  AvdAuon dedouévwy:
Ta dedopéva XpNOIUOTTOIOUVTAI YIA TNV EKTIUNON TNG AVTOXNAG O€ KPoUon Kal TNG
IKAVOTNTOG ATTOPPOPNONG EVEPYEING TOU UAIKOU.
lNvovrtar ouykpioelc PeTagU OoKIYiwy OIOQOPETIKWY UAIKWY Kal TTAPAUETPWV
EKTUTTWONG YIO TAV EKTIKNON TNG a1TOd00NG.

3.5.3.2 Baoikég pETPROEIG KOl BEDOEVAQ.

1. Evépyeia Trpdokpouong
Evépyeia tmou atroppo@dral amd éva dokipio katd 1 didpkeia Tng Bpauong.
2uvABwg petpdral og T¢aouA (J) A foot-pounds (ft-1bs).

2. Avtoxh o€ kpouon:
H evépyeia kpouong avd povada emipaveiag Tou doKIpiou. ZuvhBwg yerpdral o€ J/im?
N ft-Ibs/inz.

3.  Aldypaupa kpolong
‘Eva didypappa Tou Oeixvel TN ox€on METALU TNG EQAPUOCOUEVNG EVEPYEIAG KAl TNG
atrékpiong Tou UAIKoU. QoTo00, gival AiyoTepo auvnBiouévo atrd 0,11 OTIG SOKIUEG
£QPEAKUOOU 1 KAPYNG.
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3.5.3.3 ZUPTTANPWHATIKA dedopéval.

° Tpo1TOG OOTOXIOG:
H mrapatripnon Tou TpOTTOU aoToXiog (€U0paucTog, IEWOOTTAACTIKOG) TOU DOKIUioU
TTapEXEl TIPOCOETEG TTANPOPOPIES YIA TN CUUTTEPIPOPA TOU UAIKOU.

° AvdaAuon TnG eIQAveEIAg
O1 em@dveieg Bpavong avaAuovTal yia TNV Katavonon Tou unxaviopou Bpauong.

3.5.3.4 MNapdyovTeg TTOU ETTNPEAJOUV TA ATTOTEAECHATA.

a. YAIKA eKTUTTWONG
Ala@opeTikd UANIKG 0TTwg PLA, ABS, PETG kal cuvBeTa UAIKA £X0UV DIOQOPETIKEG
ID1I0TNTEG AVTOXNG OTNV Kpouon.

b. MapdueTPOI EKTUTTWONG
H Bepuokpacia ekTUTTWAONG, N TaxUTNTa EKTUTTWONG, TO TTAXOG OTPWHATOG Kal N
TTARPWON £€XOUV CNUAVTIKY €TTIOPACN OTA ATTOTEAEOUATA TNG OOKIUAG.

C. AtréoTaon ekTUTTWONG:
H kateuBuvon Tou OTpWHATOG o€ ox€an e TN dieuBuvaon TG dUvaUNG TTOU ACKEITAl
Katd Tnv kKpouon utTopei va MPeTaBAAEl TNV avioxn Kal TNV €AACTIKOTNTA TOU
doKiyiou.

3.5.3.5 Znuacia Twv SOKINWV.

O1 dokipég Kpouong eival TTOAU OnUAvTIKEG yia Tnv €TaAfBeucn TNG ToIOTATOG TWV
TPIOBIAOTATA EKTUTTWHEVWVY XUTEUPEVWY e€apTnudTwy. Eival 1diaitepa onuavTikr étav n
TTPOPBAETTOPEVN EQAPUOYNA EivVal PIO EQAPUOYH OTTOU Ol INXAVIKEG IBIOTNTES KAI N AVTOXT) O€
Taxeia @OPTION €ival oNUAVTIKEG, OTTWG OTNV KATAOKEUR TTPOCTATEUTIKWY £6apTNUATWY,
TTAQIGIWV CUOKEUWY KAl GAAWY BIOPNXAVIKWY EQAPHOYWV.
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3.5.4 AoKIun HIKPOOKANPOTNTAG

H Sokiun JIKpooKANPATNTAG XPNOIKOTIOIEITAl IO TNV agIoAdYynon TnG ETTIPAVEIAKNG
OKANPOTNTAG TwV UAIKWV o€ MIKpOKAipaka. H TpiodidoTarn ekTUTTwon EMITPETTEI TNV
TTapaywyr OoKIJiwy Pe eEQIPETIKA Agia kKal akpIfr ETTIQAVEIQ, N OTToIa Eival aTTapaiTnTn YIa
agIOTTIOTEG METPNOEIC TNG MIKPOOKANPOTNTAG. EmmAéov, n XpAon vavoUAIKWv oTnv
EKTUTTWOT BEATILOVEI TIG ETTIQAVEIAKES IDIOTNTEG TWV UAIKWYV, UE ATTOTEAEC A TTIO AVOEKTIKEG
KAl OKANPEG ETTIPAVEIEG.

H 1piodidoTtaTn ekTUTTWON SOKIMIWY IO PINXAVIKES BOKIUESG, OTTWG OOKIUES EPEAKUCUOU,
KAPWNG, Kpouong Kal PIKPOOKANPATNTOG, TTPOCPEPEl ONUAVTIKA TTAEOVEKTANATO OO0V
a@opd TNV akpifela, TNV TTPOCAPHOCTIKOTNTA KAl TNV EVOWMNATWAON TTPONYMEVWV UAIKWV.
H duvatotnTa dnuioupyioag cUvBeTwY SOKIYIWY PE BEATIWHEVEGS 1IBIOTATEG HECW TNG XPAONS
VaVOOUVOETWY UAIKWV avoiyel VEEG TTPOOTITIKEG yIO TAV AZIOAGYNON Kal TV avaTTuén
UAIKWYV, KaBIoTwvTag Tnv TpIcOIA0TAT EKTUTTWOT ATTAPAITATO £€PYaAEio yia Tn olyxpovn

MNXQVIKI.

€

—

Figure 35 EéommAioudg yia SoKiun HIKpOOKAnPOTNTAS
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3.5.4.1 Baolikd oToIxEia TG SOKINAG MIKPOOKANPOTNTAG.

1. Tlpoetoipgacia TG SOKIUNAG
To OOKidIO TTPOETOINACETAI PE EKTUTTWON Kal OTIABWON TNG £MIQAVEIAG WOTE va
OTTOKTAOEI MIo KaBapn Kail Agia eTiQaveia.
Mpétrel va diveTal TTPOCOX WOTE N KATEUBUVON TNG EKTUTTWONG KAl Ol TTAPAUETPOI
EKTUTTWONG va eTTNpeddouv Ta atmoTeAéopata TG SOKIUNAG.

2. E&otmAiopdg doKIung.
XpnolyoTrolgital éva HIKPOOKANPOUETPO, OTTOU £QApPOeTal Mo PIKpR dUvaun oTnv
EM@PAveIa Tou OOKIYioOU HEOW €vOG GKAPTITOU aiobnmipa (ouvABwg Kwvikou N
dIapaAvTEVIOU GKPOU).
H duvapn kai o xpbévog epapuoyAg TN duvaung gival cuvABwg TTOAU HIKPOG Kal ival
KATAAANAOG yIa TN PETPNON AETTTWV OTPWHATWY A ETTIQAVEIWV.

3. Alodikacia OOKIUNAG
0 aIoONTAPAG TIECETAI OTNV ETTIPAVEIQ TOU dOKIWIOU pe oTaBepr) dUvaun yia oTabBepd
XPOVIKO dIdoTNMA.
H etraydéuevn ecoxr PETPATAI KOl UTTOAOYICETAI N ETTIQAVEIOKA OKANPOTNTA.

4. AvdAuon dedouévwv
Ta dedopéva atrd TN HETPNON TNG E00XNS XPNOIUOTTOIOUVTAI VI TOV UTTOAOYIONS TNG
OoKANPOTNTAG PE BAon Tnv kabBopiopévn pEBodo (uéBodog Vickers, pébBodoc Knoop
K.ATT.).

3.5.4.2 Baoikég NETPROEIG KOl BEDOUEVA.

1. MikpookAnpdtnTa Vickers:
METPATAI JE TN XPHON MIAS KOPUPNG DIOUAVTIOU O€ OXAMA TTUPAMNIDAS TTOU aPrveEl
éva TeTpAywvo ammotuTmwpa. H okAnpdTtnTa utroAoyileTal atmd TNV avtoxrh Kal TV
em@aveia g xdpaéng.

2. MikpookAnpdétnta Kvourtr:
MeTpiéTal XpNOILOTTOIWVTAG HIG TTUPAISOEId aixuf diauavTiol TTou a@rvel éva
ETTINNKES iXxvog. H okAnpdtnTa utroloyietal atrd Tnv avrtoxr Kai Tn SIaNAKN
d1doTOON TOU OTTOTUTTWHATOG.
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3. KapTruAn @opTiou-PeTaTéTTIONS TG EYKOTTAG:
pa@ikr TTapdoTtaon 1Tou &eixvel TN axéon YETALU TNG e@apuolouevng dUvaung Kal
TNG €00XNG Tou a1oBNnNTAPA. ATTd auTrV ITTOPOUV va £§axBoUV TTANPOPOPIES YIa TN
OUMTTEPIPOPA TOU UAIKOU.

3.5.4.3 ZuptrAnpwHATIKA dedopéval.

° Xaptoypdenon okANpoTNTAG:
OmTkA avamapdoTacn Tng KATAVOUAS TNG OKANPOTNTAG OTNV ETIQAVEIQ TOU
OciypaTog. 2.

° Aopun Kal avaAuon TnNG eMQAVEIQG:
Mapatnpei ™ MPIKPOdOWPN Kal TNV TToIOTATA TNG ETTIPAVEIONG TOU UAIKOU O€
ouvOUQOUO UE TN MIKPOOKOTTIAL.

3.5.4.4 MapdyovTeg TTOU ETTNPEAJOUV TA ATTOTEAECHATA.

1. YAIKG eKTUTTWONG:
Ala@opeTikd UANIKG 0TTwg PLA, ABS, PETG kai cuvBeTa UAIKA £XOUV DIOQOPETIKEG
ETTIPAVEIAKES 1010TNTEG KAl OKANPEOTNTA.

2. MapdueTpol EKTUTTWONG:
H Beppokpacia ekTUTTWONG, N TaxUTNTA EKTUTTWONG, TO TTAXOG OTPWHATOG KOl N
TTARPWON £XOUV CNUAVTIKH €TTiIdpACN 0TN OKANPOTNTA TNG ETTIGAVEIAG.

3. KateuBuvon ekTummwong
H kateuBuvaon Tou OTPpWHATOG PTTOPET va AAAAEEl TNV ETTIPAVEIOKH OKANPAOTNTA KOl
TNV OUOIOYEVEIA TNG ETTIPAVEIAG TOU DEIYHATOG.
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3.5.4.5 Znuaoia Tng SOKIPAG.

O1 doKIPEG PIKPOOKANPOTNTAG €ival TTOAU OnUAVTIKES yIa TNV €TTOARBEUCN TNG TTOIOTNTAG
TWV TPIOOIAOTATA EKTUTTWHEVWY avTIKEIMEVWY. Eival idlaitepa anuavTikh étav TpoKeITal
Y10 EQAPUOYEG OTTOU N avToxA oTn ¢BoPd Kal N avToxn TNG ETTIPAVEING Eival KPIOIPES, OTTWG
OTNV KOTAOKEUNA £PYAALiWV, eEaPTNUATWY INXaVWV Kal GAAWY BIOPNXAVIKWY EQAPHOYWV.

yAngFST ( L",’?ER'S-? )

PRINCIPLE AND FORMULA OF
MICRO HARDNESS TEST

F = Load (1-1000 gf)

Indenter: Pyramid-shaped
diamond of 136° angle

\ Sample

/P%.l/ﬁ(/
h>15D = D = Diagonal of Indention

7704 70774 744

1 DU S —— -
1 Ve AN
Formula ! [ o \
/ : | |
- 2y | '
{ HV =1.854(F/D’) | Nooasis q |
/ | |
Where: | |
* HV = Vickers Hardness Number )
« F = Applied Load (kg) \
¢ D =Length of Impression Diagonal (mm) \\ ________ //

®1-877-884-8378 Q) info@qualitest-inc.com www.WorldofTest.com

Figure 36 AoKIuéS LIKPOOKANPOTNTAS. BAOIKES APXES
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4° KEQAAAIO - MOAYMEPH

4.1- Elcaywyn

Ta moAupepn gival atTd Ta TTI0 ONPAVTIKA UAIKG oTnv Kadnuepivr) wn kai Tn Blounxavia.
Ta 1ToAupepny autd arroteholvTal atrd €TTavaAaUBavOueveG Hovadeg TTou ovouddovTal
MOVOMEPH Kal UTTOPOUV Va £XOUV TTOIKIAEG BOPEG Kal 1810TNTEG. PUCIKG TTOAUPEPT OTTWG TO
KOOUTOOUK Kal TO PETAE UTTAPXOUV Kal XPNOIKOTTOIOUVTAl £DW Kal TTOAU KaIpd, aAAd n
QVATITUEN OUVOETIKWY TTOAUPEPWY OTTWG TO VAIAOV Kal TO TTOAUaIBUAévIO Tov 200 alwva
0dnynoe o€ €kpNEN TV XPACEWY KAl TWV EQAPHUOYWY TOUG.

O1 1816TNTEC TWV TTOAUPEPWIV, OTTWG N EUKAUWIa, N avBekTIKOTNTA, N XNUIKA avToxn Kal n
IKavVOTNTA METATPOTTIAG O€ OIOPOPETIKEG HOPPES, Ta KaBIoToUuv 1IDavik& yia xprion o€
TTOAAOUG TOWEIG, aTTd TNV QUTOKIVATORIOUNXAVIa KOl TNV agpodIaoTNUIKA MEXPI TNV IATPIKN
Kal Ta KOTAVOAWTIKA ayaBd. H TTpocapuooTIKOTNTA TwV TTOAUMEPWY ETTITPETTEI TNV
TPOTTOTTOINCN TWV IBIOTATWY TOUG WOTE VA QVTATTIOKPIVOVTAI 0€ CUYKEKPIUEVEG EQAPUOYEG,
YEYOVOG QVEKTINTO YIQ TNV GVATTTUEN VEWYV TEXVOAOYIWV Kal TTPpoidvTwy. H ouvexng €épeuva
Kal avATITUEN OTOV TOHEQ TWV TTOAUMEPWY £XEI OONYNOElI O€ VEEG TUVOETEIC KAl UNIKA JE
BeATIWMEVEGS ] €EEIBIKEUPEVEG 1IDIOTNTEG.

Me tnv €éAeuon TnNG TPICSIACTATNG EKTUTTWONG, TO TTOAUUEPNR €XOUV BPEl VEEC EQAPHOYEG
I010iTEPNG  onpaciag: n  duvaTtéTNTA  KOTOOKEUAG OQVTIKEIMEVWY HE TNV  TTPOO0BRKN
OTPWHATWY UAIKOU, OTTWG QapUOleTal aTnV TPIOdIAOTATN EKTUTTWOT, ETTWQEAEITAI aTTO
TNV EUKOAIQ €TTECEPYATIOG KAl TIG TTOIKIAEG IBIOTNTEG TWV TTOAUMEPWYV. TA BEPUOTTAACTIKG
TToAupepn 611G To PLA kai To ABS eival FDM TexvoAoyieg eKTUTTWONG XPNOIMOTToIoUVTal
EUPEWG, EVW O PWTOTTOAUMEPIOPEVEG PNTIVEG ival Ta KUPIa UAIKA yia Tn oTEPEOAIBoypagia
(SLA). Autf) n ouvuTtapén tng TEXVoAoyiag TpIodIAoTATNG EKTUTTWONG KAl TWY TTOAUPEPWV
@EpVEl €TTAVAOTOON OTN OUYXPOVN KATOOKEUR, ETMITPETTOVIAG TNV TAXEIQ Kal akpIfnA
onuIoupyia TTPWTOTUTTWY, AEITOUPYIKWYVY EEAPTANATWY KOl EEATOMIKEUUEVWV TTPOIOVTWV.
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4.2 loTopik Avadpopun

Ta TToAUpEPN €XOUV PAKPG I0TOpIa, ATTO TG aPXaia QUOIKA UAIKA PEXPI TIG GUYXPOVEG
OUVOETIKEG Kal £CEIDIKEUPEVES HOPPEG. O QUOIKES PNTIVEG, TO KOOUTOOUK Kal Ta BI0AOYIKA
ToAupepr, OTTWG TO WETAEI Kal N KUTTapivn, XPNOIMoTTolouvTal atmd TNV apXaiétnTa- n
avakdAuwn Kal n XpAon Twv cuvBeTIKwY TTOAUPEpWY Tov 200 aiwva AANage pIgikd Tov
TPOTTO TTAPAYWYAGS KAl XPAONG TWV UAIKWV.

H mTpwTtn yvwoThR XPprRon TTOAUPEPWY XPOVOAOYEITAI OTOUG apXaioug aiyuTITIaKoUg Kal
MECOTTOTOMIOKOUG TTOAITIOHOUG. XpNOIKOTToIoUoav PUOIKEG PNTIVES yIa TNV TapiXeEuon Kal
TNV TTPOCTACIA ATTO TEPMITEG. TO KEPi KAl TO PYENICOOKEPI XPNOILOTTOIOUVTAV ETTIONG O€
TTOAAEG APXAIEG TTPAKTIKEG VIO TN CUVTHAPNON UAIKWY KAl VIO KATAOKEUEG. AUTEG OI TTPWIKES
XPAOEIG OEiXVOUV TTWG Ta QUOIKA TTOAUPEPN NTAV oNUAvTIK& UAIKA YIa T CUVTHPENON Kal TN
onuIoupyia TTPOIOVTWV.

Tov 190 aiwva, n Biounxavikn €mavacTacn Kal ol eEeAifelc oTn Xnueia odriynoav o€
onpavTikéG KalvoTtopieg oTa ToAupepn: 70 1839, o Charles Goodyear avakdAuye Tn
oladikacia BouAkaviopou, n otroia PeATiwae TIG 1010TNTEG TOU (PUOIKOU KOOUTOOUK,
KABIOTWVTAG TO TTIO AVOEKTIKO Kal EUKAUTITO. H avakdAuyn auth cuvEéBaAe onuavTiké oTn
XPNON TOU KAOUTOOUK OTh Blounxavia, 10iwg oTnV KATOOKEUR EAACTIKWY.

2TIG apXég Tou 200U aiwva, n avarrtuén Twv TTPWTWV CUVBETIKWY TTOAUPEPWV EQEPE
gmavaoTaon otn Blounxavia eAacTikou: To 1907, o Leo Bakeland avémTuge Tov BakeAitn,
TO TTPWTO TTARPWGS CUVOETIKG TTAAOTIKO. O BaKeAITNG ATAV AVOEKTIKOG OTN BEPUATNTA Kal
Ta XNMIKA, KABIOTWVTAG TOV IDAVIKS VIO NAEKTPIKEG CUOKEUEG Kal CapTrpaTa. H epelpeon
QuUTr ONUATOBOTNOE TNV AUYH TNG ETTOXIG TWV OUVOETIKWY TTOAUPEPWYV Kal AVOIEE TO SPOUO
Y10 TTOAAEG VEEG OVAKAAUWYEIG.

21n oekaeTia Tou 1930 avamTixBnkav TTOAAG véa CuvBEeTIKA TTOAUNEPT TTou AAAagav Tov
K6ouo. To vaihov avakaAugeBnke atmmd Tov Wallace Carothers 1ng DuPont 1o 1935. To
vailov ATavV N TTPWTN OUVOETIKA iva TTOU XPNOIYOTTOINONKE EUPEWG, QAVTIKABIOTWVTAG
QUOIKEG iVEG OTTWG TO METAEI- TO TTOAUIBUAEVIO, TTOU avakaAUgOnke atrd Toug Eric Fawcett
kal Reginald Gibson 10 1933, £yive €va atro TA IO EUPEWG XPNOIUOTTOIOUUEVA TTAACTIKA
OTOV KOOMO, ME EQAPUOYEG OTN OUCKEUAOIA, TOUG OWAAVEG Kal T povwon.
Xpnolyotroinénke  €miong  yia TNV KATOOKEUr]  TTOIKIAwY — GAAwv  TTPOoIidvVTWY,
OUMTTEPIAAUBAVOUEVWY TWV CUCKEUACIWY, TWV CWAAVWY Kal TNG Hévwong.

Katd tn didpkeia Tou B' Maykoopiou MoAéuou, n ¢AtTnon yia véa UANIKA 0driynoe otnv
TEQPAITEPW AVATITUEN TWV CUVOETIKWY TToAupepwy. H padik Trapaywyr] Kai XpRon
TTAOOTIKWYV €YIVE QVAYKQIO YIO TNV KATAOKEUNR TTOAEPIKOU €EOTTAICHOU Kal TTPOUNBEIWV.
Metd Tov TTOAEPO, N TTapaywyrh TTOAUPEPWY auénBnke dpaPaTIKA, KOBWG Ta TTAACTIKA
XPNOIMOTTOINBNKAV O€ OIKIAKA €idn, TTaixVvidla, pouxa Kal GAAa KaBNPEPIVA AVTIKEIPEVA.
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H €€ENIEN TWV TTOAUPEPWV CUVEXIOTNKE PE TNV AVATTITUEN VEWV TUTTWV KAl TN BEATIWON TWV
uttapxovtwy: Tn oekaetia Tou 1950, n avamTugn Tou TTOAUTTPOTTUAEVIOU Kal TOU
moAueoTépa amd Tov Giulio Natta €ixe onuaviikG avTikKTUTTO OTIG BIOUNXAVIEG
KAwoToU@avToupyiag kKal TTAAOTIKWY- TN dekaeTia Tou 1960, To Kevlar 1ng Stephanie
Kwolek ntav Kevlar avakaAiugeénke. To Kevlar eivar éva 1o0xupd TTOAUPEPESG Kal
XPnoIuoTToIEiTal EUPEWG 0€ aAeCioPaIpa YIAEKO Kal AAAEG EQAPUOYES UWNAAG avTOXAG.

210 TEAn Tou 200U Kal OTIG apxéG Tou 210U aiwva, n éugacn 666nke oTn BeATiwon Twv
IDIOTATWV TWV TTOAUPEPWY KAl OTNV AVATITUEN VEWV UNKWVY yia €I0IKEG epapuoyég. Ta
oUVOETA UAIKG TTOU TTEPIEXOUV EVIOXUTIKEG iVEG, OTTWG iveg dvBpaka Kal yuaAioU, auédvouy
TNV avToxn Kai 1o BApog- avarTuxOnkav BiodliacTrwpeva TToAupepr, 6mmwg 10 PLA
(TTOAUYOAQKTIKO 0EU), yia va PeiwBouv ol TTEPIBAAOVTIKEG ETTITITWOEIS TWV TTAACTIKWV
ATTOBAATWV.

Me Tnv avdmTuén Tng TPIoBIACTATNG EKTUTTWONG, TA TTOAUMEPN ATTEKTNOAV VEEG EQAPHOYES
Kal onuavTikl B8éon otnv Trapaywyr: oTnv TPIoOIACTaTn EKTUTTWOTN, TA QAVTIKEIMEVA
MTTOPOUV va dnuioupynBouv pe Tn dnuioupyia oTPWHATWY UAIKOU Kal Ta TTOAUMEPN Eival
éva atrd Ta KUpia UAIKG TTou XpnoidoTroiouvTal o€ auTr] Tn diadikacia. Ta BepuoTTAACTIKG
TToAupepn, 6TTwg To PLA Kai To ABS, gival dnuo@IAn €1T€101 gival eUKOAQ OTnV £TTEEEPYQTia
Kal avaKUKAWGIPa. O QuTOTTOAUUEPIOUEVES PNTIVEG XPNOIUOTTOIOUVTAI ETTIONG EUPEWG OTN
oTepeoAiBoypagia (SLA), mmapEéxoviag uwnAd Babud akpifeiag kal AETTTOMEPEIOG OTA
EKTUTTWHEVA UAIKA.

2uvouyidovTag, N 10Topia Twv TTOAUPEPWYV Eival TTAOUCIO KAl YEUATN KAIVOTOMIEG TTOU
dlaudépewaoav TNV Kadnuepivr Cwr kai Tn Blounxavia. Amé 1a apxaia Quoikd TToAupEpn
€wG Ta oUyXpova CUVOETIKA Kal BIodiacTTwpeva UAIKG, n €CENIEN Twv TTOAUPEPWY E€ival
QOTAPATNTN, TTPOCPEPOVTAG VEEG BUVATOTNTEG KAl EQapHoyEG H TpiodidoTatn ekTUTTWON
gival povo £va TTapAadelyua ToU TTWG Ta TTOAUMEPH OUVEXICOUV va avoiyouv To OpOHo Kal
va EMITPETTOUV TN dNIoUPYia VEWY Kal KAIVOTOPWY TTPOIOVTWV.

Figure 37 moAuuepn
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4.3 MOAYMEPH

Ta TToAUpEPN €ival éva eupU QACHA UAIKWVY TToU €X0uV Yivel avattéoTTaoTo PEPOG TNG
ouyxpovng Cwng kai TnG Blopnxaviag. O 6pog "TTOAUNEPES" TTPOEPXETAI OTTO TIG EAANVIKEG
AECeIC "TTOAU" (TTOAAQ) Kal "HEPOG" (MEPOG) KAl TTEPIYPAPEI MIG dOWN) TToU aTToTEAEITAI OTTO
évav aplBuo etTravaAappavouevwy Povouepwy. Ta POvoueEPH auTd cuvdéovtal ME
OMOIOTTOAIKOUG BECUOUG YIO VA OXNUATIOOUV TTOAUPEPIKEG OAUCTDEG.

4.3.1 KATHIOPIEZ MOAYMEPQN

Ta moAupepn pmopouv va TagivounBoulv pe did@opoug TPATTOUG avAaAoya PE TN XNMIKNA
TOUg OUVOEQDN, TNV TTPOEAEUCT, TO OXNAMA Kal TIG IBIOTNTEG TOUG. O1 KUPIEG TAGIVOUROEIG TWV
TTOAUMEPWYV TTAPATIBEVTAI TTAPAKATW:

4.3.1.1 Tagivopnon pe BAaon TnV TTPoéAsuo).

e  QuoIKa TTOAUUEPN
Mpwrteiveg: ocuoTtamikd OAwv Twv Jwvtavwy opyaviouwy. lMNa Tapddeyua,
KOAAQyOvo, KepATivh, EVEUUA K.ATT.
o NoukAeikd o&éa: DNA kai RNA, utreUBuva yia Tn YEVETIKA TTANPOQopia Kal Tov
EAEYXO TWV KUTTOPIKWY OPACTNPIOTATWY
e [loAucakyapiteg: udaTAVOPAKES OTTWG TO AMUAO, N KUTTAPIVA KAl TO YAUKOYOVO.

e  JUVOETIKG TTOAUUEPN

o [IAOOTIKA: TG TTO €UPEWG XPENOIUOTTOIOUMEVA OUVOETIKA TTOAUMEPH, TTOU
XpnolgoTrolouvTal g€ PEYAAn  TTOIKIANia  TTpoidvTtwy.  lNapadeiyparta
mepIAauBdavouv 1o TTOAUaIBUAévio (PE), 1o TroAutrpottuAévio (PP), TO
TToAuoTupévio (PS) kai To xAwpiouxo TToAuBivuAio (PVC).

o JUVOETIKEG iveG: TTOAUMEPR TTOU  XPNOIMOTTOIOUVTAl VYIA TNV KOTOOKEUN
KAWOTOUQAVTOUPYIKWY TTPOIGVTWY, TT.X. VAIAOV, TTOAUECTEPAG, OKPUAIKO.

e 2uvOeTIKG eAAOTOUEPN: TTOAUPEPT ME EAAOTIKEG 1010TNTEG, OTTWG TO VEOTTPEVIO,
10 BouTadiévio-oTupévio (SBR).
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IHHOAYMEPH

Figure 38 Karnyopieg moAupuepwv

4.3.1.2 Mg Baon Tig OepHIKEG 1I010TNTEG.

° O¢epuoTTAacTIKA TTOAUMEPN:

OepUOTTAACTIKA TTOAUNEPH™™: TTOAUMEPH TTOU UTTOPOUV Va AILOOOUV Kal Va TPOTTOTToINBoUv
TTOAAEG QOPEG Xwpig XNMUIKN aAAayr). MNapadeiyuata TTepIAapBavouy 10 TTOAUAIBUAEVIO
(PE), To ToAuttpoTTuAévio (PP) kai To xAwplouxo 1ToAuBivuAio (PVC). 2.

. MoAupuepn BepuookAnpuvOpEVa TTOAUMEPH

MoAupepr) TTOU OKANPaivouv MOVING PE TNV TTPWTN Béppavon kal dev UTTopouv va
emavaAiwBouv. lMNapadeiypara TTePIAAPPAVOUV TIG ETTOLEIDIKEG, TIG MEAQUIVIKEG KAl TIG
TTOAUEOTEPIKEG PNTIVEG.

4.3.1.3 Me Baon Tn XnUIKNA o0vOeon.

o OpoTtroAupEepn:

MoAupepry TTou armoteAouvTal atrd emavoAapBavopeveg Povadeg evog POvo TUTTOU
Movouepoug. MNa TTapddelypa, TO TTOAUQIBUAEVIO aTTOTEAEITAI ATTOKAEIOTIKA ATTO aIBUAEVIO.
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° YTtrotroAupepn:

MoAupepry TTou armoteAolvTial atrd OdUo A TTEPIocoOTEPA dlagopeTiIK& povouepr). Ta
mapadelypara mepIAaupavouy.

-Tuxaia CUPTTOAUMEPN: MOVOMEPN TuXaia KaTavePNUEVa KATA PAKOG TNG aAucidag (1T.X.
oTupévio-BouTadiévio).

- EvaA\acoodpeva cupttoAupEpr]: JOVOUEPH TTOU evOAAGOOOVTal TOKTIKA KATA WAKOG TNG
aAugidac.

- ATOKTOTTOINUEVO CUUTTOAUMEPT): MOVOUEPK) OPYAVWHEVA O€ OUYKEKPIUEVN aAAnAouxia

- M1rAok oupTtroAupepn: peydAn aAAnAouxia Tou idlou povouepoug akoAouBouuevn atrd
GAAN aAAnAouyia povouepwyv (T1.X. SBS - oTupévio-BouTadIéEvio-OTUPEVIO)

- Movopuepry CUUTTOAUMEPN: TTOAUMEPT] HE TTAEUPIKEG OUADES HOVOUEPWV.

4.3.1.4 Mg Bdon TIg uNXAVIKEG 1810TNTEG.

1. MAQOTIKG:
XpnOoIYOTTOI0UVTaI EUPEWG OE€ DOMIKEG EQAPHOYEG KAl KOTAVAAWTIKG ayabd.

2. EAacToueph:
IMoAupepr) TToU €ival EAAOTIKA KAl ETTIOTPEPOUV OTO APXIKO TOUG OXAMA PETA aTTO
TEVIWHA. XPNOIYOTTOIOUVTAl OE €QAPHOYEG OTTWG TA EAACTIKA QUTOKIVATWY KAl Ol

oQPPayidEG.

3. Iveg:
MoAuuegpr) TTOU  XPNOIMOTTOIOUVTAl OTNV  KATOOKEUN KAWOTOUQAVTOUPYIKWY
TTPOIGVTWV AOYW TNG UWNAAG EQEAKUCTIKNG TOUG AVTOXNG KAl EUENIGIAG.

4.3.1.5 A6yw TWV XNUIKWV avTIOPACEWV TTOU XPNOIJOTToIoUVTal OThV
KOTAOOKEUN TOUG.

. Mpoéobeta ToAupepn:
Karaokeudlovtar pe avTidpdoeig TPOoOBNAKNG OTIC OTI0IEG TO  POVOMEPN
TTpooTiBevral TO éva PETA TO GAAO XWPIiG va TTapayovTal TTapatrpoidvTa.
Mapadeiypata TepIAaUBavouv 10 TTOAUAIBUAEVIO Kal TO TTOAUGTUPEVIO. 2.
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° MoAupepr GUPTTUKVWONG
Karaokeudlovtal e avTIOPAOEIS CUUTTUKVWONG KOTA TIG OTToieG dUO UOVOMEPN
avTIOPOUV Kal TTapdyouV TTapaTTpoiovTa OTTwG vePOd Kal ueBavoAn. Mapadeiyuata
TepIAapBAvouv ToV TTOAUECTEPA KAl TO TTOAUAidIO (VAIAOV).

H 1agivounon Twv TTOAUPEPWY TTAPEXEI MIO EUPEIQ ETTIOKOTTNON TNG TTOIKIAOKOPQIag Kail TNG
eueNiiag Toug, TTOU Ta KOBIOTA aTTapaitnTa yia TTOAAEC PBIOUNXAVIKES, IOTPIKEG KOl
KABNUEPIVEG EQAPUOYEG. ATTO KABNUEPIVA UAIKG WG eEEIBIKEUPEVA EPYOAEIQ KOI CUOKEUEG,
Ta TToAupepr dladpauatiouv onuavtikd poAo otnv €EAIEN kal TNV avamTuén Tng
TEXVOAOYIQG Kal TNG ETTIOTAMNG.

Material

Application

Process Design

Figure 39 lMoAnuuepn- oradia 1piIodIGOTATNS EKTUTTWONS
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4.3.2 1016TNTEG TTOAUPEPWV

4.3.2.1 Mnxavikég I1816TnTEG

Mnxavikég 1810TNTEG APOoPOUV TNV IKAVOTNTA VOGS TTOAUPEPOUG VA aVTEXEI DUVANEIG XWPIG
va oTréel. O1 avTtoxEg TTEPIAANPBAVOUV TNV AvTOoXK 0€ EQEAKUCHO (avToxX 0€ EQPEAKUCUO),
TNV avtoxr o€ BAiYn (avtoxn o€ CUMTTIEON) KAI TNV avToxn O KAPWN (avToxr o€ Kauyn).
MNa mapddeypa, 10 ToAuaiBuAévio uwnAng TTukvotntag (HDPE) éxel uwnAn avroxn o€
EPEAKUOUO.

. EAaoTikéTTO!

H kavotnta e€vOg TTOAUMEPOUG va ETTIOTPEQPEI OTO APXIKO TOU OXNMUA META aTro
TTOPANOPPWOT. Ta eEAaCTOUEPN, OTTWG TO KAOUTOOUK, £X0UV UWNAN EAACTIKOTNTA.

. Akapyia:

H avtiotaon evog TToAupepoUg va aAAdEel oxApa oTav aokeital duvapn. MNMoAupepr] OTTwWG
10 TTOAUKapPRovIKS (PC) gival yvwoTd yia TNV UWnAR akapyia Toug.

° 2KANpOTNTA:

AvToXn €VOG TTOAUNEPOUG OTNV ETMIQAVEIOKN TPIPM Kal To {UoiPo. To ToAuauidio (vaiAov)
£XEl uPnAn okAnpoTnTa.

° AvBekTIKOTNTA:

IKavoTnNTa £VOG TTOAUPEPOUG VO ATTOPPOPA EVEPYEID KAl VO TTAPANOPPUIVETAI XWPIG VO
otrael. O1 ToAuoupeBAveG gival TTOAUPEPT JE UWPNAT avBEKTIKOTNTA.

4.3.2.2 Oepuikég 1016TNTEG

o O¢puIkn oTABEPOTNTA:

H ikavotnTta evog TToAUPEPOUG va diatnpEi TIG IBIOTNTEG TOU O€ UYWNAEG BEPUOKPATIEG XWPIG
va Olootdral. To toAuteTpagBopoaiBulévio (PTFE), yvwoTtd kai wg TeQAdv, E£xel
eCaIpeTIKA OepuIK oTaBepOTNTA.
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° OepuIKA aywyINoTATA:

H 1kavotnTa evog TTOAUPEPOUG va PeTa@épEl BepudTnTa. Ta TTEPICTOTEPT TTOAUMEPH £XOUV
XOUNA BEPUIK ayWYINOTNTA KAl XPNOIKMOTTOIOUVTAl WG HOVWTEG.

. O¢puokpaacia uaAwdoug petdBaong (Tg):

H Bepuokpacia otnv otroia éva AUopP@O TTOAUMEPES PETATTITITEI ATTO TV AKAUTITN UAAWDN
KatdoTaon oTnv eUKAPTITN EAACTIKA KaTdoTtaon. H Tg Tou TToOAUGTUpEViou gival XaunAr] Kai
TOU TTOAUKGPROVIKOU gival uwnAn.

) 2nueio TAENG (Tm):

H Bepuokpaaia atnv otroia Alovouv Ta KpUOTAAAIKG TTOAUpEPR. IMNa TTapddelyua, To onueio
TASNG Tou TToAuaIBUAeviou uwnAr ¢ TTukvoTnTag (HDPE) eivan Trepitrou 130°C.

4.3.2.2 Xnuikég 18160TNTEG

. XnUIKA avToxn:

H avTioTaon evog moAupepoug atn XnuIkA didRpwaorn. To xAwpliouxo ToAufivuAio (PVC)
€ival avOEeKTIKO 0€ TTOANEG XNMIKEG OUTIEG.

° AlgAUTOTNTA:

IkavoTnTa £vOg TTOAUEPOUG va SioAUeTal o€ évav OIOAUTN. Ta TTEPICOOTEPA TTOAUEPN dEV
gival d1oAuTé o€ Kovoug S1aAUTEG AGyw Tou uwnAoU Poplakou Toug BAPOUGE.

° Y5popoRo/udpdpiho:

AvTidpaon Twv TToAupEpWY OTO vePS. Ta TTOAUMEPH ME WN TTONIKEG Opddeg, OTTWG TO
TToAUQIBUAEVIO, gival ouvriBwg udpOPoBa, evw Ta TTOAUMEPH HE TTOAIKEG OPABES, OTTWG TO
TTOAUOGKPUAIKO 0&U, gival udpo@IAa.

4.3.2.3 HAekTpIkéG 18160TNTES

. HAekTpIKA aywyipdétnTa:

Ta TTEPICOOTEPA TTOAUMEPN E€ival PHOVWTEG KAl £XOUV XAUNAR NAEKTPIK aywyluoTnTa.
QoT1600, OpICPEVA QYWYIUA TTOAUMEPH, OTTWG N TTOAUAVIAiVR) KAl TO TTOAUQKETUAEVIO,
XPNOIUOTTOIOUVTOI OE NAEKTPOVIKEG EQAPUOYEG.
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. AINAEKTPIKA 0TOOEPA:

H ikavétnta £vog TTOAUPEPOUG Va aTToBnKeUel NAEKTPIKN evépyela o€ NAEKTPIKO TTedio. Ta
TTOAUPEPN XPNOIYOTTOIOUVTAI CUXVA WG OINAEKTPIKA UAIKA OE TTUKVWTEG.

. EIDIKA nAekTPIKN avTioTaon:

H avtioTaon Twv TTOAUPEPWY OTO NAEKTPIKG peupa. O HOVWTIKEG IBIOTATES TWV TTOAUPEPWV
Ta KABIOTOUV KATAAANAA YIa €QAPPOYEG OTTWGS KOAWDIA KOl JOVWTIKEG TAIVIEG.

4.3.2.4 OTTIKEG 1010TNTEG

. Alagdveia:

Ala@dveia Tou TTOAUPEPOUG 600V a@opd TN dIATTEPATOTNTA TOU QWTOG. To PEBAKPUAIKO
TToAupeBUAIO (PMMA), yvwoTd wg TTAEEIYKAAG, gival éva dla@aveS TTONUMEPEG.

o AcgikTng diabAaong:

Mé&tpnon TNG IKavoATNTAG VOGS TTOAUNEPOUG VA KAUTTTEI TO QWG. MoAupEPr ue uWPnAS deikTn
OIGBAaONG XPNOIUOTIOIOUVTAI OE OTTTIKEG EQAPHUOYEG OTTWG POKOI KAl OTTTIKEG IVEG.

° 2T0BePATNTA XPWHATOG:

H 1kavotnTa evog TTOAUPEPOUG va BIATNPEI TO XPWHO TOU UTTO TNV £TTIOPAGCN TOU QWTOS Kal
GAwv TTapaydvTwy. MoAupeph 6TTwg 1O TTOAUKAPPBOVIKG €xouv uwnAf oTaBepdtnta
XPWHOTOG.

4.3.2.5 MepiIBaAAovTIKEG I010TNTEG.

. Biodlaotraoiuétnra:

H ikavotnta €vOG TTOAUPEPOUG VO ATTOIKODOMEITAI atmd  HIKPOOopyaviopous. To
TTOAUYOAaKTIKG 0EU (PLA) gival £va B10aTToIKOOOUNOIUO TTOAUPEPEG. 2.

. AvTtox oTnVv utTEPIWON aKTIVOPBOAIQ:

AvTOxX TwV TTOAUPEPWYV OTNV ATTOIKOOOUNON atrd Tnv ékBean o€ uTTEPILION aKTIVOBOAIQ.
To moAuavBpakikd kal To TToAuaIBuAévio uwnAng TTukvoTnTag (HDPE) éxouv e€aipeTikn
avToxXn oTnV UTTEPIWON akTIVOBoAia. 3.

75



° EvaioBnaoia avakukAwaong:

IKavOTNTa TWV TTOAUNEPWY VA AVOKUKAWVOVTAI Kal va ETTavaxpnoidoTrolouvTal. MoAupepn
OTTWG 10 TToOAUAIBUAEVIO (PE) kai To TToAuTttpotTuAévio (PP) gival avakukAwaiua.

O1 1016TNTEG TWV TTOAUPEPWY KaBopifouv TNV KATAAANAGTNTA TOUG VIO GUYKEKPIUEVEG
EQPAPHOYEG KOl TOUG ETTITPETTOUV VA XPENOIUOTTOIOUVTAI EUPEWG O€ BIAPOPOUG TOUEIG, aTTd
TIG KOTAOKEUEG KAl TNV AUTOKIVNTORIOUNXaVIa £wg TIG IATPIKES KAl NAEKTPOVIKEG OUCKEUEG.
Ta TmoAupepr] atroTeAOUV  avattoéoTTAcTO HEPOG TNG OUYXPOoVNG TeEXVOAoyiag Kal
Biounxaviag, KaBwg oI HPNXAVIKEG, OEPMIKEG, XNUIKEG, NAEKTPIKEG, OTITIKEG KOl
mepIBaANOVTIKEG 1810TATEC TOUG OUVOUAZovTal yia TNV TTApaywyr UAIKWY TTou

QVTOTTOKPIVOVTQI OTIG ATTAITACEIS KABE £QapuoyngG.

Ta moAupepn diaTiBevtal eTTiong o€ didgopa oxAuata. MTopouv va KAOTAOKEUAOTOUV O€
OIAPOPEG HOPYPEG, OTTWGS YUAAQ, pdPdol, iveg, KOKKOI Kal UYPEG HOoP@ES. H eueNigia auTwy
TWV HOPQWV ETTPETTEI OTA TTOAUMEPN) va XPNOIYOTToIoUVTal O €éva €upu QACUa
epapuoywv. O1 TTOAUPEPIKEG IVEG XPNOIPOTTOIOUVTAI EUPEWS OTNV KAwoToUQavToupyia yia
TNV TTapaywyr] e€vOUPATWY Kal u@acudatwy. Ta @UAAa kal o pdafdol TToAupepwv
XPNOIUOTTOIOUVTAl OTIG KATOOKEUEG, OTN OUCKeUdoia Kal O JIAQOPES BIOPNXAVIKEG
£QAPUOYEG. O1 KOKKOI TTOAUPEPWY XPNOIUOTTOIOUVTAI WG TTPWTEG UAEG yIA TN HOPPOTTOINON
Kal TNV €€WONoN TTPOIGVTWY, EVW T UYPA TTOAUMEPT] XPNOIUOTTOIOUVTAI VIO ETTIOTPWOEIG,
KOAAEG Kal TPIOBIAOTATN EKTUTTWON.
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Figure 40 AvakUkAwaon moAuuepwv
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4.4 MOAYMEPH ZTHN TPIZAIAZXTATH EKTYNQzH

H xprion ToAupepwy TNV TPIoOIGOTATN EKTUTTWON £XEI EEENIXOEI onuavTIKA Ta TEAEuTaia
XPOVIO Kal TTPoo@EépEl JOvadIKA TTAEOVEKTAUATA 0€ TTOANOUG TopEiG. Ta TToAupepn eival
10avikd yio Tnv TPIodIAoTaTn EKTUTTWON AOYW TNG €UKOAIag €TmeEepyaciag Toug, Tng
€UENIGIaG TWV IBIOTATWY TOUG KAl TNG OXE£0NG KOOTOUG-OTTOTEAEGUATIKOTNTAG.

YTapxel pia ToikIAia TexvoAoyiwy TpIodidoTatng ekTUTTwong Pe Baon ta moAupepr. Mia
amdé Tig o ouvnBiopéveg cival n Fused Deposition Modelling (FDM), &tou
BepuoTTAaOTIKG TTOAUMEPr) OTTWG PLA (TToAuyaAakTiKG o¢U) 4 ABS (akpulovitpihio-
Boutadiévio-oTupévio) Aiwvouv  Kal  €€wBolvTal pEow €vOG aKpoguaoiou yia va
oxnuatioouv éva KaAouTTl oTpwua TTpog oTpwua H FDM givalr dnuo@IAAg €TTe1dn cival
ATTA KOl OIKOVOMIKGA aTTodO0TIKH, 10AVIK YIa TNV KATOOKEUR TTPWTOTUTTWY KOl TNV
TTapaywyn MIKPAS KAiJaKag.

Mia AAAn koivh TeEXVIKN e€ival n oTepeoAiBoypagia (SLA), n otoia xpnoiyoTrolE
QPWTOTTOAUMEPIOPEVEG pNTiVES. 2TO SLA, pia TTyr A&ICEP R UTTEPILDOUG PWTOS GKANPAIVEI
ETMAEKTIKG JIa UYpN PNTIVN VIO VO OXNMATICE! TO QVTIKEIMEVO OTPWHA TTPOG OTpwHa. To SLA
TTPoo@Eépel UPNAS Babud akpifeiag kal AETTTOMEPEIAG, KABIOTWVTAG TO KATAAANAO yia
EQAPUOYEG TTOU OTTAITOUV TTOAUTTAOKO OXNMATA Kal AETTTA  XAPOKTNPIOTIKY, OTTWG
KOOMNMATA KOl 0O0VTIATPIKH.

H TexvoAoyia TTIAEKTIKAG TTUPOCUCOWHATWONG PE AéIdep (SLS) xpnoiuoTroisi AEICEp yia TN
ouvTnén B€pUOTTAACTIKWY OKOVWY, OTTWG TO VAIAov. AUuTA n YéBodOG eival 1IdavIKA yia TNV
TTapaywyr) avOeKTIKWY eEQPTNUATWY HE TTOAUTTAOKEG YEWMETPIEG KAl ECWTEPIKEG DOWEG,
OTTWG €EOPTAMATA AEPODIACTNUIKAG KOl QUTOKIVNTORIOUNXAviag- Ta UOPQOTTOINUEVA
eCaptiuaTa Tmou TrapdyovTal pe SLS eival yevikd TTIo avBekTIKA aTTd eKeiva TTou
Tapdyovtal ye FDM, kaBioTwvTag Tnv TEXVOAoyia KATAAANAN yia AsIToupyikég SOKIWES Kal
TEAIKA TTPOIGVTA.

4.5 EOAPMOIEz

H tpiodidoTtarn ekTUTTwON ME TTOAUMEPN €xel QEpel eTTavAOTAON OTNV KATOOKEUN
TTPWTOTUTTWYV KaI AEITOUPYIKWY €£LapTnUdTWyY. H duvatdtnta ypriyopng Kal OIKOVOUIKAG
OnUIoUPYIaG TTPWTOTUTTWY ETTITPETTEI OTOUG OXEBINOTEG KA TOUG NXAVIKOUG va OKIPAlouv
Kal va BeATILOVOUV Ta OXEDIA TOUG O€ TTOAU AIlyOTEPO XPOVO ATTO O,TI JE TIG TTAPAdOCIOKES
MEBGBOUG KATAOKEUNG. AUTO ETTITaXUVEI TOV KUKAO QVATITUENG TTPOIOVTWY KOl PEIWVEI TO
K6oTOG E&A.

2ToV 10TPIKG TOUEQ, N TPIOSIACTATN EKTUTTWON KE BACN Ta TTOAUMEPN XPNOIMOTTOIEITAl VIO
TNV KOTOOKEUN EEOTOMIKEUPEVWY IOTPIKWY OCUCKEUWV Kal  EUQUTEUPATWY. EIdIKa
oxedlaopéva TTOAUpEPH TTou gival Bloouufard Kal amoppo@wvTal EUKOAQ atrd TO
aQvOPWTTIVO  OWHa  XPNOIYOTTOIOUVTalI  yIa TNV TTapaywyr] €UOUTEUPATWY  TToU
EVOWMATWVOVTAI OTOV I0TO Kal ATTOPPOPUWVTAl JE TNV TTAPOdO Tou ¥Xpovou. ETTITAEoy, n
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TPIOOIAOTATN EKTUTTWON ETTITPETTEI TNV TTaApaywyr] opOOTTEDIKWY Kal OOOVTIATPIKWYV
OUOKEUWV TTPOCAPUOCHEVWY OTIG AVAYKEG HEPHOVWHEVWY A0BOEVWV.

H auTokivnToBiounxavia kail n agpodiacTnuikn Blognxavia utropouv va XPnoIJoTToIoouV
TNV TPIodIGoTATN €KTUTTWON YIa va ONPIOUPYHOOUV EEOTOMIKEUMEVEG AUCEIS via
MePOVWPEVOUG aoBeveic.

H tpiodidoTarn eKTUTTWON TTOAUPEPWY XPNOIMOTIOIEITAI yIa TNV TTAapaywyh eAa@pwyv Kal
QVOEKTIKWY €CapTNUATWY. Ta TTOAUUEPR €eVIOXUMEVA ME iveg AvOpaka Kal yuaAiou
TTAPEXOUV avwTEPN avToxr Kai peiwon tou Bdpoug, n ofroia gival amapaitntn yia TIg
EMOOCEIC KAl TNV ATTODOTIKOTATA TWV AUTOKIVATWY KAl TWV 0EPOOKAPWY. H duvardtnta
KATOOKEUNG TTOAUTTAOKWY YEWMETPIWV KAl ECWTEPIKWY OOPWV ETTITPETTEI TOV OXEDIAOUO
eCaptnudTwy TTOoU OtV Ba rTav dUVATOV VA KATACKEUAOTOUV HWE CUMPBATIKEG HEBOOOUG
KATOOKEUNG.

21NV eKTTAIdEUCN Kal TNV £pEuva, N TPICOIACTATN EKTUTTWON UE TTOAUMEPH TTAPEXEI OTOUG
QOITNTEG KOI TOUG EPEUVNTEG TA €PYOAEIa yIa TNV UAOTTOINON TWV IBEWV TOUG- N €EUKOAIa
XPAong kar n Tpoofaciuétnta TnG TPIOOIAOTATNG €EKTUTTWONG ETTITPETTEl  GTOUG
EKTTAIOEUTIKOUG VO EVOWUATWVOUV TTPAKTIKEG OpacTNPIGTNTEG OTO TTPOYPANHUA CTTOUDWY,
evBappUvovTag TNV KaIVOToWia Kal Th dnuioupyikoTnTa. MTTopEi TTiong va xpnoigoTroinOei
yla va Bondrjoel Toug eKTTAIOEUTIKOUG VA avaTITUEOUV VEEG 10€€C Kal IOEEG YIA TA OIKA TOUG
TTPOYPANMATA OTTOUDWV.

Ta ToAupEpr atroTeAolv Tn Bdon yia TTOAAEG ATt TIG ONUEPIVEG TEXVOAOYIKEG £EEAIEEIC Kal
Ba ouvexioouv va SladpapaTtiCouv onuavTikO POA0 OTnV avATITUEN VEWV UAIKWV Kal
epapuoywyv. H ouvexnc épeuva kal avatTuén oTov TOUEQ TWV TTOAUPEPWY ATTOOKOTTEI OTN
BeATiwon Twv 1IBI0TATWY TOUG, OTNV AVATITUEN VEWY CUVBECEWY KAl OTNV ETTEKTACT TWV
EQPAPHUOYWV TOUG, VW N TPIOdIACTATN EKTUTTWON €ival Eva POvVo TTaPAdEIYUa TOU TPOTTOU
ME TOV OTTOIO Ta TTOAUMEPH UTTOPOUV va XPNaoiYoTToinBoulv yia Tn dnuioupyia KAIvOTOUwWY
KAl OTTOTEAECHOTIKWY AUCEWV yia Tn Blounxavia kar tnv kadnuepivry {wr. Kabwg n
TexvoAoyia eEehiocoeTtal, Ta TToAupepr) Ba ouvexioouv avap@iBoAa va Bpiokouv VEES Kal
OUVOPTTOOTIKEG EQAPHOYEG, KOBIOTWVTAG TA TTOAUMEPN éva aTmd Ta TTOAUTIHOTEPA UAIKA

YEVIKAG XPrONgG TNG £TTOXNG HAG.
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Figure 41 lMoAuuepn os popen pellets

Figure 42 lMoAuuepn o€ popen vAuarog
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4.6 BAZIKA NOAYMEPH

YTapxel MeYAAn TTOIKINiO TTOAUPEPWY TTOU XPENOIYOTTOIOUVTAlI €UPEWSG O€E OIAPOPES
Blounxavikég Kal KATavaAwTIKEG epapuoyéS. Opiouéva atmd Ta Mo GNPAvTIKA TTOAUMEPN
TTopATiBevTal TTOPAKATW, Maldi PE HIa TTEQIYPAPH TwV KUPIWV XAPAKTAPIOTIKWY KAl
XPNOEWV TOUG:

1. MoAuaiBuAévio (PE)

To moAuaiBuAévio gival To 0 dladedopévo TTAACTIKO KAl KUKAOQOPEI O TTOANEG OPPES
ME DIQPOPETIKESG TTUKVOTNTEG Kal IOIOTNTEG:

- MoAuaiBuAévio xaunAng trukvoTtnTag (LDPE)**: edkautrTo, Sla@avég Kal avBeKTIKO oTnv
uypacia. TMMoAuaiBuAévio xaunAig TrukvotnTag (LDPE)**: eOkauTtrTo, dla@avég Kal
QVOEKTIKO OTNV uypaacia.

- MoAuaiBuAévio uwnAnig TukvoTnTag (HDPE)**: okANps Kal avBeKTIKG, XPNOIUOTTOIEITAl YIa
doxeia, CWANVEG, TTaixvidla, EEAPTANATA AUTOKIVIATWY K.ATT.

- M'pappikd TToAuaiBuAévio xapnAAig ukvotnTag (LLDPE)*™: cuvduddlel TIC 1010TNTEG TwV
LDPE kai HDPE kai XpnOIUOTTOIEITAl YIO TAIVIEG KOl COKOUAEG.

2. MoAutrpottuAévio (PP)

To TTOAUTTPOTTUAEVIO gival éva avOeKkTIKO, Aa@PU TTOAUMEPEG ME ECAIPETIKN XNMIK Kal
BepuIkA avToxr. XpnolyoTroicital aTig akOAOUBES EQUPUOYEG:

- ZuoKeuaoia: PTTOUKAAIQ, KOTTAKIO, OAKOUAEG.
- KAwoToU@avToupyika TTpoiovTa: XaAid, upaocuaTta, oxolvid.

- AutokivnTopiounyavia: EEQPTANATA AUTOKIVATWY, UTTATAPIEG.

3. MoAuBivuloxAwpidio (PVC)
To PVC cival éva eUKQUTITO TTOAUPEPEG, TO OTTOIO PTTOPET va gival AKAPTITO i JOAAKO:
- AkauTtrto PVC: xpnolyoTrolgiTal yia OWARVEG, TTAdioIO TTapabupwy, OIKOBOMIKE UAIKG.

- Akaptrto PVC: yxpnoigotroigital yia KaAwdia, cwAAVEG, TeVOUOEIS daTTEdWY, TEXVNTO
OEPHA K.ATT.
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4. MoAuoTupévio (PS).

To moAucoTupévio civar éva dlapavég, okAnpd Kal €UBpPaAUCTO TTOAUMEPEG TTOU
XPNOIUOTTOIEITAI EUPEWCS YIa

- 2uokeuaoia: kouTid CD kai DVD, diokol Tpogipwy, TTOTAPIA Yiag Xprong.

- Aloykwpévn ToAucTtepivn (EPS) yia pévwaon Kal TTpoCTATEUTIKA OUOKEUOTIQ.

5. MoAuayidio (vaiAov).

To moAuapidio, yvwoTd Kal wg vaiAov, gival éva avOekTIKO Kal avBekTikd oTnv TpIRN
TTOAUMEPEG TTOU XPNOIMOTTOIEITAI O€

- KAwoToU@avToupyikd TTPoIovTa: pouxd, KAATOV Kal updaouara.

- Mnxavikd pépn: pouAepdy, ypavadia, Bideg.

6. MoAuoupeBavn (PU).

H 1ToAuoupeBdvn cival Eva eUKAUTITO TTOAUPEPEG, TO OTTOIO UTTOPEI va gival €iTe appwdEeg
€iTE OTEPEOD:

- Appwdng TToAuoupPEBAVN: XPNOIKOTTOIEITAI 0€ OTPWHOTA, KABiouaTa KAl JOVWOEIG.

- 2teped  TTOAUOUPEBAVN:  XPNOIYOTIOIEITAI  yIa  OOAEG  TTOTTOUTOIWY, TPOXOUG,
TIPOOTATEUTIKEG ETTIQAVEIEG K.ATT.
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7. MoAuavBpakikd (PC).

To moAuavBpakiké eivalr €va dla@aveég, avOekTIKO OTn BepudTnTa KAl TNV Kpouon
TTOAUMEPEG TTOU XPNOIMOTTOIEITAI YIa

- OTrmiké UAIKG: yuaAid, eakoi, CD, DVD.

- YNIK@: OepUOKATTIA, YUOAD ao@aAEiag, OIKODOUIKA UAIKA.

H3C CHgs
" CLA
@) O
n

polycarbonate

Figure 43 PC (Polycarbonate)

8. MoAuTteTpagBopoaiBulévio (PTFE)
M'vwoTo kai wg Teflon, To PTFE eival avBekTikd oTa XNuika Kai Tn BeppdTnTa:
- Mayeipikd okeun: avTIKOANTIKEG ETTIQAVEIEG.

- Biounxavikd e€aptiuata: o@payideg, ypavadia, rapsupuouara.

9. MeBakpuAiké TToAupEBUAIO (PMMA)

To PMMA, emmiong yvwoTd wg TTAECIYKAAG, gival éva diagavég, eAa@pU TTOAUPEPEG TTou
XPNOIKOTTOIEITAI YIQ:

- OTITIKG UNIKG: oKoi, 0BOVEG, TTIVAKIOEG.

- Kripio: TTapdBupa, TTpooOWEIG KTIPIWV.

10. MoAuyaAakTikG ogUu (PLA)

To mmoAuyaAakTikd o&U (PLA) cival éva BIodIacTTWUEVO TTOAUMEPES TTOU TTAPAYETAI OTTO
QVAVEWOCIPEG TTNYES OTTWG TO KAAQUTTOKI:
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- Zuokeuaoia: KUTTEAAQ, KAAQUAKIO, CAKOUAEG.

- TpiodidoTaTtn ekTUTIWON: XPNOIMOTTOIEITAI EUPEWS WG UAIKO yia TPIoOIACTATN EKTUTTWON
AOyw NG BIodlaoTTacIPOTNTAS TOU KAl TNG EUKOAIAg Xpriong Tou.

Figure 44 PLA pellets

11. MoAueoTépag.

O 1oAueoTEPAG €ival PIO OIKOYEVEIQ TTOAUUEPWYV TTOU XPNOIKOTTOIoUVTAl OTIG OKOAOUBEG
EQPAPUOYEG:

- KAwaoTougavTtoupyikd TpoiovTa: pouxd, u@Aaouata, KOPOEAEG.

- Z0vBeTa UAIKA: evioxupéva TTACTIKG, iveG yuaAiou.

KdaBe tToAUpEPEG €xel TIG OIKEG TOU MOVADIKEG 1010TNTEG KOl XPNOEIG, KABIOTWVTOG TO
avaTTOoTTA0TO PEPOG TTOAAWY BIOUNXAVIWY KAl KABNUEPIVWV EQAPUOYWV. AIGPOPETIKEG
XNUIKEG DOUEG Kal EBODOI £TTEEEPYATIAC JTTOPOUV VA TTAPAYOUV UAIKA E €IDIKES 1IB1OTNTEG
TTOU PTTOPOUV VA IKAVOTTOINOOUV SIOQOPETIKEG ATTAITHOEIG KA OVAYKEG.
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KE®AAAIO 5° - PA12, HDPE, PETG

5.1 PA12 (TroAuapidio 12, polyamide 12)

To PA12 (troAuapidio 12, vaihov 12) eival évag TUTT0G BEPUOTTAACTIKOU TTOAUPEPOUG TTOU
QVNKEl OTNV OIKOYEVEID TWV TTOAUOUIBIWY. TvwaoTd yia TIG eEQIPETIKEG TOU 1IBIOTNTEG KOl
XPNOIUOTIOIEITAI O€  TTOIKIAEG BIOPNXAVIKEG €QapPUOYEG, ag OdoUue avaoAuTiIKG  Ta
XOPAKTNPIOTIKA, TIG 1ID16TNTES KAl TIG £QapUoyEG Tou PA12:

5.1.1 XapakTnpioTIKA Kal 1816TnTeEG Tou PA12,
1. XNUIKA dopn.

O PA12 cival ouolooTikd évag Pakpds aAucidag aAeipaTikOG YPARPIKOG TTOAUEOTEPAG.
Mapaokeuddetar e  TTOAUMEPIOUO ME  dAvolyua  OOKTUAIOU  €iTE TOU HOVOUEPOUG
AaupUAGKTAUNG €iTe dwdekaAakTaung. H doun Tou gival (-NH-(CH2)11-CO-)n.

2. XaunAf ammoppdenon uypaciag:

To PA12 atmroppo@d AiyoTtepn uypacia o€ oxEon Je AAAa TToAuauidia, yia TTapddelyua, To
PA6. 'ETtol, €ival To KATGAANAO UAIKO yIia €QAPUOYEC TTOU aTraitouv oTabepdtnta
Ol100TACEWY Kal NAEKTPIKA avTioTaon.

3. EAa@pU kal avOekTIKO:

To PA12 evwy €xel pIKpO Bapog, ptropei TapdAAnAa va givar 1diaitepa avOekTIKO O€
KPOUOEIG Kal AEIOVTIKEG evEPYEIEG, KABWG cival o€ Béon va dIATNPEAOE! TIG PNXAVIKEG TOU
I010TNTEG O€ éva eUPU PACHO BEPUOKPATIWV.

4. XNuIKA avtoxh:

To PA12 gival e§aipeTIKG avOeKTIKO 0€ KaUaiua, Addia, AITTAVTIKA KOl GTOUG TTEPICOOTEPOUG
OIOAUTEG.

5. OepUIKES 1010TNTEG:

‘Exel YYnAOG onueio THENG KAl KATAQEPVEI PTTOPET va avTELEI O UYNAEG BEPUOKPATIEG XWPIG
va XavovTtal JNXavikEéG IDIOTNTEG.

6. Eukauyia kar avtoxr o€ Bpauon:

To PA12 givai 1daviké yia eQapuOoyEG TTOU €ival aTTapaitnTn N EUKOUWIa KOBWG €XEl avToxN
o€ Bpauon akopPn Kal o€ XauNAEG BEPUOKPATIEG.
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5.1.2 E@appoyég yia to PA12.

° AutokivnToplounxavia

21NV auTtokivnTofiounxavia TToAAG €apTruaTa QUTOKIVATWY KataokeualovTal amo PAL12,
OTTWG YPOUMES KAUGiou, KAAUPUATO KaAAwdIwVY Kal EEapTANOTA CUCTAMATOS WUENG. AuTto
oupBaivel KaBwg agopd éva UNIKO OTTou €XEl HEYAAN avToxr o€ XNHIKA didBpwan Kal O€
UWnAEG BepuoKpaaieg.

° HAEKTPIKEG KAl NAEKTPOVIKEG EQAPHOYES

XpnoldoTrolgital og KAAWDdIa Kal cuVOECTHOUG £TTEIDN €XEI UYNAN avTioTaoN 0TNV Uypaacia
Kal Katd BAon nAEKTPIKN avTioTaon.

° laTpIkEG EQapoYEG.

Eivar amé ta Aiya mTou epapudlovTal o€ 10TPIKEG OUCKEUEG Kal EEQPTAMATA €TTEION €ival
BloouuBartod kar xNUIKG avOeKTIKO.

. MnxavoAoyikéG eQapUOYEG

ZUVIOTATOI VIO OCWANVEG, €CaPTANATA KAl QIATPA TTOU UTTOKEIVTAI O€ AEIQVTIKA KAl XNUIKA
pOopa.

. ExkTUTTwon 3D

ATTOTEAEI Eva ATTO TA TTIO KOIVA UAIKA YIA TPIOOIACTATN EKTUTTWON, KABWG €ival EUKOAO oTnV
emmegepyaoia Tou, €xel uPnAR avioxn Kal oTaBepdTnTa OTa EKTUTTWHEVA  OOKiMIa.
Xpnoiyotroigital o dladikaaieg Tou BaaifovTtal o€ SLS yia Tnv TTapaywyr TTPWTOTUTTWYV
Kal TEAIKWYV eEaPTNUATWY.

(a) i (“) (b) 0
\(_/N\/\/\/\/\/\//C\\/ \(/\V\/\/\/\/\/\/(‘\\l/
Il H Il H
0 : 0, g
: 0
H Il H I
/'\\(‘/\/\/\/\/\/\N/(\ \(‘/\\/\/\/\/\/\/(\N/
N H I H
0
a-crystal form

(©) O 122pm
s, 146 pm \39' 121
68°4° N
66°
574N !
153pm -7 133 pm 151 pm
61.5
104 pm H

Figure 45 Aoun PA12
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5.1.3 MNAgovekTAaTa Tou PA12 otV 1p100100TATH EKTUTTWOT).

> 2100epOTNTA DIOOTACEWYV

‘Exel xaunAd Ociktn mTapapodpewaong 6cov agopd Ta eKTUTTWHEVA doKipia, Adyw Tng
UWnAng avtoxng Tou o€ Uypaaia.

> YwnAn avtoxn Kai eueNigia

Ta QvTIKEIJEVO TTOU EKTUTTWVOVTAI XOPAKTNPICOVTAI VIO TNV EUKOUWIA KAl avBEKTIKOTNTA
TOUG, KaI Ta KABIOTA KATAAANAQ yia TTpdTUTTA KAl EEQPTAMATA.

> EUkoAn emre€epyaaia

To PA12 éxel Tnv euehiia ere€epyaoiag kal utropei va Trapdéel dokipia peyaAng akpifeiag
Kal AETTTOPEPEING.

> KaAn moiétnTa TTIQAVEING

Ta TeAIKG dokipia amd PAL12, TTapoucidalovTal PE €CAIPETIK TTOIOTNTA ETTIPAVEIOG KAl
MTTOPOUV Va XPNOIUOTToINBoUV XWpig TEAIKN eTTeéepyaaia.

To PA12 civar éva TTOAUTIHO TTOAUMEPEG IKOVO va avTatreEéABel oe éva eupl QACHQ
EQAPUOYWV AOYW TWV ECAIPETIKWY PNXAVIKWY, BEPUIKWV KAl XNMIKWVY IBIOTATWY TOU. Z€
TTOAEG Biounxavieg eivar TTpOTUTTO AOyw TNG €ueNigiag Tou, evwy o1 duvatdTNTEG
TPIOBIACTATNG EKTUTTWONG TO KABIOTOUV ONUAVTIKO EPYAAELIO yIa TNV KATOOKEUN QKPIBWV
KAl QVOEKTIKWY TTPOTUTTWV.
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5.2 HDPE (mroAuaiBuAévio uwnAng TrukvoTtntag, high
density polyethylene)

To moAuaiBuAévio upnAig TTukvoTnTag (HDPE) gival éva atrd Ta 110 onUavTIKA Kal EUpEWG
XPNOIYOTTOIOUUEVA  TTOAUMEPH. XapakTnpeifetal atmd Tnv uwnAni TTUKvOTATA KAl TNV
KPUOTAAAIKR OOUN TOU, £XEI EEAIPETIKEG PNXAVIKES KAl XNUIKES 1ID10TNTEG AG dOUNE AVOAUTIKA
TIG 1010TNTEG, TA XOPAKTNPIOTIKA KAl TIG EpapuoyéG Tou HDPE.

5.2.1 XapaktnpioTikd Kai I1816tnTeg Tou HDPE.

1. XNWIKAR doun

To HDPE atroteAcital amd emavalaupavoueveg Hovadeg ailBuleviou (-CH2-CH2-) kai
XOopakTnpigeTal ammd PoKPIEG YPOAUMIKEG aAuaideg pe Aiveg A kaBdAou diakAadwoelg. AuTh
N OoMN TTAPEXEN UPNAN TTUKVOTNTA KAl KPUGTAAAIKOTNTA.

2. YWwnAf TTUKVOTATA KAl GKANPOTNTO
Ta €idn HDPE éxouv uwnAdTEPN TTUKVOTATA KOl CKANPOTNTA 0€ oUYKpIon We To LDPE.
3. Mnxavikr) avtoxn

To HDPE €xel uynAr avToxr o€ epeAKUOUO KAl aVTOX O€ KPOUOEIG. UTTOPEI VA OUVICTATAI
yIQ UTTEUBUVEG EQAPUOYES NXAVIKNG.

4, XaunAA ammoppdenon vypaaciag

MpakTIKa dev déxeTal vepd, To HDPE atmmoppo@d TToAU pikpr] TToodTNTA UYpaciag, YEyovog
TTOU TO KABIoTA KATAAANAN AUon étav epydleoTe o€ uypd TTEPIBAAAOVTO.

5. XnUIKA avToxn

Avtéxel oTta TTeEPIoCOTEPA 0&Ea, BACEIG KAl XNUIKOUG DIOAUTEG. AVTEXEI OTA TTEPIOCOTEPD
XNHIKA Kai dIOAUTEG.

6. OepPUIKEG 1010TNTEG

To onueio TENg Tou HDPE civai repitrou 130°C. XapakTnpIoTIKO TOU €ival n uwnAni avioxn
o€ XOaunAég Bepuokpaaieg, evw o€ TTOAU UWNAEG pTTopel va XAoel TIGC INXAVIKEG Tou
1I016TNTEG.
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7. EUkoAn eme€epyaaia

To HDPE utropei va utrooTei emme€epyacia pe dIAQopoug TpOTToug, OTTwG XUTEUON ME
£€yxuon, €€wonon Kai eueuonon, yia TNV TTapaywyn evog eupEog ACUATOG TTPOIOVTWV.

Figure 46 Kékor HDPE
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5.2.2 E@apuoyég Tou HDPE

. 2uUoKeuaoia

XPNOIYOTTOIEITalI EUPEWG OTNV KATAOKEUN OoxEiwv Kal @iaAwy, 0TTwg doxeia yAAAKTOG,
doxeia oautToudv Kal Katrakia @ioAwv, To HDPE cival ac@alég oe emagn pe Tpo@Iuq,
KABIOTWVTAG TO 10AVIKG YIO TN CUOKEUACIA TPOQIWY KOl TTOTWV.

° ZWANVWOEIG Kal CUCTHAKATA TTapoxAS vepou

To HDPE xpnolyoTrolgiTal yia CWANVWOEIG 0 OUCTAUATA UdPEUONG, ATTOXETEUONG Kl
TTOPOXNG agpiou Adyw TNG €CAIPETIKAG AVTOXAG Tou OTn dIABpwon Kal Tn XNMIKA
emmegepyaoia- ol cwAiveg HDPE €ival eUKQUTITOI KOl QVTEXOUV O€ UYWNAEG TTIECEIG.

. Kartaokeuég

XPNOILOTIOIEITAI YIA OIKOOOUIKA UAIKG OTTWG TTAACTIKG @UAAQ, datTeda Kal povwoels. Eival
KATAAANAO €TTIONG YIA TNV KOTAOKEUA UTTOYEIWV KAl UTTORPUXIWY UTTOSOUWV.

. MEWTEXVIKEG EQAPUOYEG

XpNOoIYoTTIoIEITal O€ OUOTHPATA GPdEUCNG KAl ATTOOTPAYYIONG AOYw TNG AVTOXNG TOU OTNV
uypaacia Kal Ta XNUIKA, KaBwg ol cwAnveg kal Ta egaptriuarta amd HDPE eival avBekTIka
Kal IKavA va avTEEOUV OTO XPOVO.

. MpoidvTa yia KAaTavaAwTEG

MoAAG TTaixvidla, KAdOI aTToOPPIMMATWY, epyalcia Kal AAAa €idn oikiaknig xpriong. Eivai
KATAAANAO UAIKO KaTaokeung Adyw TNG avBEKTIKOTNTAG Kal TNG ACPAAEIAG TOU €vavTl TNG
ETTAQPNG PE TPOPIKA Kal TTaIdIG.

° ExkTutTTwon 3D

Av kai dev gival TOoo dladedopévo 600 AAAa TToAupepr, To HDPE xpnoigotrolgital €TTiong
otnv  TPICOIGOTATN  EKTUTTWON Vyia T Onuioupyia avBeKTIKWY €apTUATWY  Kal
TTPWTOTUTTWV.
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5.2.3 MAgovekTApaTta Tou HDPE oTnv Tp100140TATN EKTUTTWOT).

> YynAn avtoxn Kai eueNigia

Ta avTikeigyeva TTou exkTutTwvovTal he HDPE eival avBekTIKG Kal eUKAUTITA, 10AVIKA yia
AEITOUPYIKE TTPWTOTUTTA KAl TENIKA TTPOIOVTA.

> XaunAf ammoppdenon uypaaciag

MpoBa&AAouv uWnAr avBekTIKOTNTA GTNV Uypaaia. ‘Exouv Tnv duvardtnta va diatnpouv TIg
OIa0TACEIG TOUG, XWPIG va TTAPAPOP@UVOVTal O UypO TTEPIBAAAOVY.

> KaAn xnuIKA avtoxn

Ta ekTuTTwpéva KoppdTia amd HDPE cival avBekTIKG OTIG XNMIKEG ouaieg Kal KATAAANAQ
yia BIOUNXAVIKES EQAPMOYEG.

> Oikovopikd UAIKS

BaoikO TTAEOVEKTNMA TOU QTTOTEAEI TO XAPNAO KOOTOG ayopds TOU WG TTPWTN UAN. To
KaBIOTA Y10 OIKOVOWIKN ETTIAOYT VIO DIAQPOPES EQAPUOYES TPIODIAOTATNG EKTUTTWONG.

O ouvduaopog avtoxng, ecueNigiag kal XnuikhAg avtoxng tou HDPE 10 KaBiotd éva
eCAIPETIKA TTOAUTIMO UAIKG. O1 TTOIKIAEG epappoyEéG Tou o€ Bidgopoug KAGdouG, atmod Tnv
auToKIVNTORIONNXAvia Kal TIG KATOOKEUEG MEXPI TN YeEwpyia kal Tnv kadnuepivr) {wn,
TMoTOTToI0UV T ONPacia Kal TNV gueAigia Tou. H xprion Tou o€ TpIoSIACTATOUG EKTUTTWTEG
TTPOCPEPEl TTPOCOETEG dUVATOTNTEG KAl OPEAN, KABIOTWVTAG TO OTTAPAITATO UAIKG OTn
ouyxpovn TexvoAoyia kai Blounxavia.
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chermical structure
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Figure 47 Xnuikn kai yopiakn dounp HDPE
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5.3. PETG (YAuk6An TroAuaiBuAeviou Tepe@OAAIKOU,
polyethylene terephthalate glycol)

To PETG (polyethylene terephthalate glycol) eivalr éva BepuoTmAacTIKG TTOAUPEPES TTOU
TTOPACKEUAZeTAI Pe TNV TTPOCBNKN YAUKOANG oto PET (polyethylene terephthalate). Autn
n Tpotrotroinon €xel BeATiwoel TIG 1810TNTEG Tou PETG Kal To €X€l KATAOTAOE! éva TTOAU
ONUOPIAEG UAIKG yia pia TTOIKIAIG €Qapuoywy, CUPTTEPIAAUBavouéVNG TNG TPIoOIGCTATNG
EKTUTTWONG.

Figure 48 Kokkor PETG

5.3.1 XapakTtnpioTIKA Kal 1816TnTeG Tou PETG.

1. XNWIkAR doun

To PETG civail éva cupuTroAupepéG TTou TTEpIAaUBAvEl povopepr) aiBuleviou, Toup@BaAikoU
0&£€0¢ Kal YAUKOANG. H TTpooBrikn YAUKOANG OTO TTOAUMEPEG PEIWVEI TNV KPUCTOAAIKOTNTA
KAl qugavel TNV avToxr o€ kpouon.

2. YynAn diagdveia

To PETG civai dlagaveég Kal yuaAioTepd, YEYovOg TToU To KaBIOTA 18aVIKO YIa EQAPUOYEG
OTTOU ATTAITEITAI AXPWHIA.

3. Mnxavikr] avtoxn

KUp10 TTAEOVEKTNUO ATTOTEAEI N AVTOXK TOU O€ EPEAKUCHO o€ Bpauan, Bewpeital amd Ta
MO agIOTMOoTa UAIKE 000V a@opd TIG INXAVIKEG ID1IOTNTEG KAl TRV AVOEKTIKOTNTA.
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4, Akapyia kal EAaoTIKOTNTA

MepIicobTEPO EUKAUTITO CUYKPITIKG PE TO AKPUAIKO A To ABS. Qg ek ToUuToU, €ival 18avikd
yla EQappoyEG OTToU atrapaitnTn gival N eueAigia kail N avOekTIKOTNTA.

5. XnMIKA avToxn

To PETG cival apkeTd avBekTIKO O€ XNMIKEG OUTIEG, CUUTTEPIAANBAVOUEVWV TWV OEEWV Kal
TwV Baoewv. Eival €TTiong avBeKTIKO 0TOUG TTEPICOOTEPOUG DIGAUTEG.

6. OepUIKEG 1D1OTNTEG

To PETG éxel onueio TAENG trepitrou 260°C Trpdyua TTou utrodnAwvel uwnAn BepuUIKn
avTOXH, KOl auTO TO KABIOTA IKAVO VO aVTEXEI OE éva eUpU QAT BEPPOKPATIWY XWPIG va
OlakuBeUovTal Ol INXAVIKES TOU 1010TNTEG.

7. Auvatdétnta eTeCEpyaaiag.

To PETG trapouaciaetal wg Eva eUEAIKTO UAIKO w¢ TTPOG TIG XPAOEIG TOU YIG TNV KATAOKEUN
TTAQOTIKWY TTPOIOVTWY KABWG JTTopEl €UKOAA va UTTOOTEl £Tegepyaaia pe dIAQopous
TPOTTOUG, OTTWG N XUTEUON WE €yXuon Kal n XUteuon Pe ewonon.

5.3.2 Epappoyég PETG.

. 2UoKeuaoia

AOGyw TnNG OTITIKAG Tou KaBapdTNTAG Kal avioxng, To PETG xpnoipoTtroigital eupéwg otnv
KATaoKeun diapavwy QIaAwv, O0XEiwV Kal KATTAKIWY.

. loTPIKEG OUOKEUEG.

NAéyw NG BloouuBaTdTNTAG KAl TNG XNMIKAG TOU AVTOXNG, XPNOIUOTIOIEITAI O 10TPIKEG
OUOKEUEG Kal 6pyava. Eival etmiong KatdAANAo yia atrooTeipwon Pe aTo Kal akTivoBoAia.

. Emypagég dlagripiong Kal oruavon

Néyw tng dilagdveiag Kal TG avtoxng Tou, 1o PETG XpnoidoTrolgital 0TV KATOOKEUN
SIAPNMICTIKWY TTIVOKIOWY, 080ovwv Kal AAAWYV dIa@avwyv TTPOIOVTWV.

. E@apuoyég otn petarroinon.

AOyw TnG PNXavikAG TOu QvTOXNG Kal TnG €ukoAiag emegepyaoiag Tou, 10 PETG
XpnoiyoTroigital o€ dIAPopa KATAOKEUAOTIKA UAIKG, OTTWG TTAVEA KAl TTPOCTATEUTIKA
KaAUppara.
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° KartavaAwTikd mrpoiévta

MoAAG Traixvidla, epyaAeia, oiKIoKA Kol GAAa  TTpoidvTa  KaBnuePIVIG  XPAONG
kataokeualovTal amd PETG, Adyw TNG ao@AAEIag Kal TG avBekTIKOTATAS TOu.

. ExkTutTwon 3D

To PETG AOGyw Tou yeyovoTog OTI TTapoucidlel TTOAU KOAEG WNXAVIKEG Kal BEPUIKEG
I010TNTEG, TO KABIOTA éva aTTd TA TTIO dNUOPIAR UAIKA yia TpIodIdoTaTtn eKTUTTWON.

5.3.3 MAgovekTApaTa Tou PETG oTnV TpI100IACTATH EKTUTTWOT).

> YwnAn avtoxn Kai eueNigia

Ta ekTuTtwWévVa dokipia atmd PETG tmmapouciddouv uwnAn avBekTIKOTNTA KAl EUKAPWid,
TIPAYHA TTOU TA KABIOTA TTANPWG AEITOUPYIKA VIO OTTOIOdNTTOTE XPRON.

> KaAn mpdopuon oTpwHATOG

Katd Ttnv ekTOTTWON TO OTPWHATA €XOUV ECAIPETIKN) TTPOCQUON METAEU TOug, £TOI
MEIwvovTal oI TTIBavoeTNTEG Bpauong Tou BOKIKIOU Kal BEATILOVETAI N CUVOAIKY) TOU avToXHA.

> XaunAA ammoppdenon vypaaciog

Ta eKTUTTWHEVA QVTIKEIMEVO €XOuv MEYAAN avToxf OTnv uypagia Kal PTTopouv va
dIaTNPOUV TIG BIAOTACEIG TOUG.

> AvTOXI 0€ XNUIKEG OUTiEG

Ta tuttwpéva pépn PETG eivar avBOekTIKG OTIG XNMIKEG oucieg Kal KAtGAAnAa yia
Biounxavikég EQapuUOoyYEG.

> O1KovouIKO UAIKO

2uyvd XpnolPoTrolgiTal aTnv TPIodIACTATN EKTUTTWON KABWG TTEPQ ATTO TIG EEQIPETIKEG TOU
I016TNTEG, ATTOTEAEI KaI £va OXETIKA @ONVO UAIKO WG TTPWTN UAN.
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To PETG c¢ival éva 181aitepa TTOAUTIUO TTOAUMEPEG PE EUPU PACHA EQAPUOYWV AdYW TwvV
ECAIPETIKWV PNXAVIKWY, BEPUIKWY Kal XNHIKWYV 1I8I0TATWY Tou. Ol TTOIKIAEG EQAPUOYEG TOU
o¢ TTOAOUG TOMEIG, aTTd TNV 1ATPIKI KOl TIG KOTAOKEUEG €wg TNV KaBnuepivr Cwn,
TMOTOTTOI0UV TN CNUACia Kal TV gueAigia Tou. H xprion Tou oTnv TPICOIACTATN EKTUTTWON
TTPOCPEPElI TTPOCOETEG dUVATOTNTEG Kal OPEAN, KABIOTWVTAG TO aTTAPAITATO UAIKG OTn
ouyxpovn TexvoAoyia kai Blounxavia.
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Figure 49 Xnuikn doun PETG
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KED®AAAIO 6° - NANOYAIKA,
NANOZYNOETA YAIKA

6.1 EIZArQrH

2TOV KOOWO TNG ETTIOTAUNG KAl TNG TEXVOAOYIAG, N avaliTnon UNKWY JE aQVWTEPEG IOIOTNTEG
Kal AeIToupyikOTNTA €XEI 0ONYAOEI OTAV AVATITUEN KAIVOTOUWY KAGdWV. ‘Evag atrd Toug TTio
OUVAPTTOOTIKOUG Kal TTOAG UTTOOXOMEVOUG TOMEIS €ival Ta vavoUAIKG Kal Ta vavooUuveeTa
UAMKA. Ta vavoUAikd o€ péyeBog VavOUETpoU TTAPouUcIalouv  véeg 1ID1IOTNTEG KOl
OUUTTEPIPOPEG TTOU OEV TTAPATNPOUVTAI OTA MAKPOUAIKA. AUTEG OI HOVADIKEG 1010TNTEG
atrodidovtal o€ KBavTIKG @aivopeva Kal o€ UPNAEG avaloyieg €TTIPAVEIOS TTPOG OYKO,
EMTPETTOVTAG TN Onuioupyia UNIKWV  PE  BEATIWHPEVN PNXAVIK avToXh, NAEKTPIKN
AyWYINOTNTA, XNUIKA dpaoTnpIidéTnTa Kal BlocupaTtdTnTa.

O1 €&ehiteig otnv TexvoAoyia Twv VAVOUAMKWY KAl OTIG UEBODOUG KATAOKEURG €XOUV
odnynoel oTnv avatTugn vavooUuvBeTwy UAIKWY. Ta vavoouvBeTa UAIKA EVOWHATWYOUV
vavoowaTidlia g€ pia PATpa GAAwvV UAIKWV yia Tn dnuioupyia oUvOETWY dOPWYV UE
eCAIPETIKEG 1I010TNTEG. AUTEC OI GUVOETEG DOUEG TTIPOOPEPOUV BEATIWOEIG O€ £va eupl Ao
EQAPUOYWY, aTTd TNV AEPOBIACTNMIKY KAl TNV AUTOKIVATORIOPNXavia éwg TNV IATPIKY Kal
TNV NAEKTPOVIKH.

H eicaywyl autou Tou Ke@aAaiou Trepiypd@el TIG BAOIKEG apXEG Kal 1810TNTEG TWV
vavoUAIKWV, avoAUEl ToV TPOTTO TTOPAYWYNG TOUG Kal TIG 1810TNTEG TTOU Ta KABIOTOUV
IO10iTEPA. 2T OUVEXEIa DIEPEUVA TNV avATITUEN Kal TRV €QAPUOYT TwV VavooUveeTwv
UAIKWYV, €0TIACOVTAG OE KAIVOTOUIEG TTOU £XOUV OAAGEEI TOV TPOTTO HE TOV OTTOIO T UAIKA
QVTIMETWTTICOVTAI Kal XPNOIJoTTolouvTal oTn ouyxpovn TeXvoloyia. Me Tnv €KPNKTIKN
QvATITUEN TNG VAVOTEXVOAOYIOG, 0 KOOGS TwV VAVOUAIKWY KAl TWV VAVOOUVBETWY UAIKWV
ouveyilel va Jag eKTTAOOEL.
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6.2 IZTOPIKH ANAAPOMH

H avdamrtuén twv vavoUAIKwy Kal Twv vavooUvleTwy UAIKwvV gival évag Touéag Babia
pICWHPEVOG OTNV I0TOPIO TNG ETTIOTHAKNG KaI TNG TEXVOAOYIAG, TTOU XPOVOAoyEiTal atrd TIG
apxég Tou 200U aiwva. H 10éa Twv UANIKWV vavokAipakag PtTopei va avaxBei oe éva
meipapa 1ou dig€yaye o Richard Feynman 10 1959. Z1nv opiAia Ttou, o Feynman
TPoéBAeYe piIa €TavAOTAON OTN VOVOTEXVOAOYIA Kal TTEPIEypaYE TTWG Ta UANIKA Ba
MTTOPOUCOV VO KATAOKEUAOTOUV Kal va eAeyxBouv o€ aTouikG Kal popiako emimedo. H
TTPORAewn auTh £€8eo€ Ta BepéNIa yIa TIG HETETTEITA £EEAICEIC OTNV KATAVONON KAl TN XPRON
TWV VAVOUAIKWV.

21N dekaeTia Tou 1980, o1 epeuvnTéG avakdAuwav dUo aTrd Ta TTIO ONUAVTIKA VAVOUAIKE:
TOUG VavOOWANVEG AvBpaka Kal Ta QOUAEPEVIA, TTOU avakaAUugenkav atré Tov Sumio lijima
10 1991, cival KUAIVOPIKEG DOUEG AVBPAKA HPE ECAIPETIKA PNXAVIKI) AVTOXH KAl NAEKTPIKN
aywyiuotnta To 1985, o Robert Carl, Harold Kroot kai o Richard Smalley avakdAugav 1a
QOUAEpEVIa, oPalpIKES DOUEG AvBpaka TTou AvolEav véeg duvaTOTNTEG OTN XNUEIQ Kal TNV
EMOTAPN Twv UNKWV. O avakaAuyelg autég odiynoav oe €va KUua €peuvag Kal
EQAPHUOYWY, CUMBANOVTAG OTNV AVATITUEN TG CUYXPOVNG VAVOTEXVOAOYIAG.

Tig TeAeuTaieg SeKAETIEG, N vavoTexVoAoyia £xel onueiwoel paydaia TTPOodo Kal £XOuv
avattuxBei didgopa vavoUAIK& Kkal vavoouvBeta UAIKG. Or péBodor ouvBeong kai
eTTECEPYaAaiag, OTTwWG N XNUIKA evamoBeon atuwyv (CVD) kal n pnxavikr dAeon, €xouv
eCeNiXBei onuUavTIKG, EMTPETTOVIAG TNV TTAPAYWYI VAVOUAIKWVY O€ BIOUNXAVIKA KAiJaka.
TauTtdxpova, TTPONYUEVESG AVAAUTIKEG TEXVIKEG OTTWG N NAEKTPOVIKI UIKPOOKOTTIO OCAPWONG
(SEM) kai n pikpookoTria atouikAg duvapng (AFM) €xouv BeATilooel Tnv Katavonon Twv
IBI0TATWYV TwV VaVOUAIKWV. O1 €€eNigeIC QUTEG ExOUV 0ONYOEl O€ TIPAKTIKEG EQAPUOYEG OF
TOMEIC OTTWG N 1ATPIKA, N EVEPYEIQ, N NAEKTPOVIKN KAl n TTEPIBAAAOVTIKA TEXVOAOYyia,
atrodeIkvuovTag OTI N vavoTexvoloyia dev gival ovo Eva BewpnTikd 1Tedio €psuvag, aAAd
KAl Jia KIvnTApIa dUvapn yia mn BIOKNXAVIKr) KAIVOTOMIA Kal TNV KOIVWVIKI TTp6000.

Atom Molecule Virus Bacteria Cell Period Tennis ball
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Figure 50 NavoiAikd
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6.3 BAZIKEZ APXEZ

O1 BepeMidEIGAPXEG TNG VAVOTEXVOAOYIAG Kal TWV VAVOUAIKWY €ival CNPOVTIKES yIa TNV
Katavonon Twv JOVOBIKWY IDIOTATWY Kal TNG CUUTTEPIPOPAS AUTWV TwWV UAIKWYV. O1 apxEg
QUTEG ETTIKEVTPWYOVTAI OTNV KATAVONON TNG ATOMIKAG KAl JOPIAKAG SOMNG TwV UAIKWYV, TwV
MEBOdWY OoUVOEONG KAIETTECEPYATIOG Kal TNG €TMdOPAONGTNG KAIUAKAG VOVOUETPWY OTIG
QUOIKEG Kl XNUIKEG 1B10TNTEG TWV UAIKWV.

1. KBavTtikapaivéueva

21N vavokAipaka, Ta UAIKG TTapoucidfouv 1I016TNTEG TTou €ival TTOAU JIAQOPETIKEG aTTO
eKeive GTTOU TTapATNPOUVTAl O HEYAAUTEPEG KAIMOKEG. AUTO o@eileTal Oek BavTiKA
@aivoueva, Ta otroia yivovtal Kupiapxa Kabw ¢ol d1aoTdoelg Tou UAIKOU TTAnoidlouv TO
MAKOG KUPOTOG €vOG nAekTpoviou. MNa TTapddeiyya, n KBAvTik cUANWn eTnpeddel Tig
NAEKTPOVIKEG IDIOTNTES TWV UAIKWY, 0dNYyWVTaS 0€ auénuévn aywylhoTnTa KAl JOovadIKES
OTITIKEG 1ID1OTNTEG. TETOIOK BAVTIKA Qalvopeva uTTopouv va aglotroinBoulv yia tn dnuioupyia
VEWV OUCKEUWV Kal £QAapPoywv, OTTwG Ta KBAvTIKA onueia Kal ol vavoowAnRveg avBpaka.

2. YynAdg Adyog emmi@dveiag Tpog dyko

‘Eva amd 1a onuavtikOTEPa XAPAKTNPIOTIKA TwV VAVOUAIKWY €ival 0 uwnAdg Adyog
em@aveiag Tpog Oyko. Kabwg peiwvovtal ol diaocTAoelg Tou UAIKOU, augdveTal 0 AOyog
ETMPAVEIAG TTPOG OYKO. Q¢ aTTOTEAEOUA, TO VAVOUAIKA £X0UV PEYAAUTEPN ETTIQAVEIA YIA VA
aAAnAemidpdoouv pe To TTEPIBAAAOV, YEYOVOG TTOU BEATIWVEI TIG XNHIKEG KAl KATAAUTIKEG
TOUg 1810TNTEG. H apxr auTh €ival atrapaitnTn yia TNV avartuén KataAutwy, aiodntripwy
KAl CUCTANATWY aTTOBRKEUONG EVEPYEIQG.

3. >xedl00u6G Kal ouvOeon

H olvBeon kai 0 oxedIOOPOG Twv VAVOUAIKWY attaitei eEEIBIKEUPEVEG PHEBODOUG Kal
TEXVIKEG. AUO KUPIEG TTPOOEYYIOEIS €ival N atrd KATW TTPOG TA TTAVW Kal N a1rd TAvw TTPOG
Ta KATW. ZTNV TTPOCEyyion "ommd KATW TTPOg Ta TTAvw", Ta vavoowuatidia ouvTiBevtal
XNMIKG atrd dToua ) uépia, T.x. ME XNMIKA evatroBeon atpwy (CVD) ) og udaTikd didAupa.
2Tnv Tpooéyyion "atrd TAvw TTPOG Ta KATW", HEYAAEG BOPEG vavoKAiJaKkag ugioTavTal
MNXavikn emeepyacia, OTTwe pe vavoAiBoypagia [ unxavikd @peldpiopa. AuTEG ol
TEXVIKEG ETTITPETTOUV TNV TTAPAYWYH VAVOUAIKWYV PE ETTAKPIBWGS EAEyXOUEVN HOPPOAOYia,
MEYEBOG Kal dopr).
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4. XapakTnpIouog Kal avaiuon

H kartavonon kai n agioAéynon twv 1I010TATWY Twv VAVOUAIKWY OTTAITEl TTPONYMEVES
TEXVIKEG XAPAKTAPIOPOU KAl avaAuong. H nAeKTpovikr HIKpooKkoTria odpwong (SEM), n
MIKpooKoTTia aTOMIKAG duvaung (AFM) kal n @acpatookoTria Raman cival epikég atrd Tig
TEXVIKEG TTOU XPNOIMOTTOIOUVTAI VIO TNV ATTEIKOVION KAl TNV av&AuCn TwV VAVOUAIKWY O€
aTopIKG  eTTiTTeEdO. O1 TEXVIKEG QUTEG ETITPETTOUV TNV  TTAPATAPNON OOMIKWY  Kal
MOP@OAOYIKWY XAPAKTNPIOTIKWY KABWG Kal TNV KOTAVONoN TwWV QUOIKWY Kal XNUIKWV
I010TATWYV TWV VAVOUAIKWV.

5. BioouuBartotnTa kal ac@dAcia.

H BioouuBardmnTa Kal n ac@AAEla Twy VAVOUAIKWY €ival €TTIONG ONUAVTIKEG apXEG TToU
TpETTEl va AauBdvovTal uTTown Katd TNy avamTuén Kal TNV e@apuoyr Toug. Ta vavoUAiKa
g€xouv Tn duvatotnTa va aAANAEIdpoUV e PBioAoyiK& CUCTHPATA PE TPOTTOUG TToU Ogv
TTOPATNPEOUVTAI O€ PHEYOAUTEPES KAIMAKEG, YEYOVOG TTOU aTTOTEAET eukalpia kal TTpOKAnGn.
H katravénon twv BioAoyikwy emOpAcewyv Kal n dlac@AAion TG ao@AAEiag Twv
VaVvOUAIKWYV gival CWTIKAG onuaciag yia TNV €MITUXA EVOWPATWON TwWV VOVOUAIKWY O€
BioiaTpIKES Kal AAAEG euaioBNTEG EQAPPOYEG.

O1 BaoIKEG apyéG TwV VAVOUAIKWY KAl TwV VOVOOUVOETWY UANIKWYV aTToTEAOUV €vav TpOTTo
TIPOCEYYIONG TNG €PEUVAG KOl TNG AVATITUENG O auTdv TOV KAIVOTOPO Topéa. Me Tnv
KATavonon auTwy TwV apxXWwyV, MTTOPOUNE VA AEIOTTOINCOOUUE TIG JOVADIKEG 1010TNTEG TWV
vaVvOUAIKWYV yia Tn dnuioupyia VEWV Kal BEATIWUEVWY TEXVOAOYIWY, 0dNYyWVTAG OE Evav
KOOMO aTEAEIWTWY OUVATOTATWY KAl EQAPPOYWV.
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6.4 IAIOTHTEZ

O1 18160TNTEC TWV VAVOUAIKWVY KAl TWV VAVOoUVOETWY UAIKWY Sla@EéPouv onuUavTika atrd
EKEIVEG TWV POKPOUAIKWY AOYW TNG KUPIOPXIag TwV VAVOKAIJAKAG KAl TWV KBAVTIKWY
@aivopévwy. O1 1810TNTEG auTEG KaBoPifouv TN CUPTTEPIPOPA Kal Tn AEITOUPYIKOTNTA TWV
VaVOUAIKWYVY o€ dIAQOopES eQapuoyEG. AKOAOUBOUV ol KUPIEG IBIOTNTEG TTOU XOPAKTNEICouv
Ta VAVOUAIKA Kal TO vavooUvOeTa UAIKG:

6.4.1 Mnxavikég 1010TNTEG.

° AvToxn kai okAnpoTnTa

Ta vavoUNKA eival ouxvd o avBekTIKA Kal OKANPOTEPA aTrd Ta PAKPOUAIKG. Ta
Tapdadelyua, ol vavoowAnveg AavBpaka €xouv TTOAU uWwnAr] avioxf OTOV E€QEAKUGUO,
YEYOVOG TTOU TOUG KaBIOTA 18avIKOUG yIa TNV evioxuon oUVOETWY UAIKWV.

. EAaoTIKOTATO

O1 pIkpéG dIAOTACEIC TWV VAVOOWHATIOIWY  £XOUV WG ATTOTEAEOUA  PeyaAUTEPN
eAAOTIKOTATA KAl EUKapyia. H 1816TnTa auTh €ival IBIAITEPA ONUAVTIKI O€ EQAPPOYES OTTOU
aTraiTeital eueAgia, OTTWG OTNV KATAOKEUT EUKAPTITWY NAEKTPOVIKWV.

6.4.2 OepMIKEG I01OTNTEG.

. O¢epuIKA aywynuoTnTa

Ta vavoUAIk& JTTopoUV VA TTOPOUCIACOUV  €EQIPETIKN BepUIK  aywyludtnta. la
TTapAdelyuad, ol vavoowAnveg dvBpaka £Xouv TTOAU UWNAA BEpUIKA aywyiudTNTa, YEYOVOS
TTOU TOUG KaBIoTd KatdAAnAoug yia Bepuikh diaxeipion.

o O¢epuIkn 0TABEPOTNTA

MoAAG vavoUAIKG TTapapévouv oTaBepd o€ uwnAég Bepuokpaaies. H 1816TNTa auth €ivai
aTTapPaiTNTN YIO €QAapPOYEG O€ TTEPIBAAAOVTA UWNAWY BEPUOKPATIWVY.
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6.4.3 HAeKTPIKEG 1810TNTEG.

H nAekTpIKA aywyipdtnTa TWV VavoUAIKWY, OTTWG Ol VAVOOWAARVESG AvBpaka Kal To
ypa@évio, utTopei va eival TToAU uwnAr. Ta UNIKG auTd €ival KatdAAnAa yia tnv
avaTTuén aywyldwy  SIaoUVOECEWY KAl NAEKTPOVIKWY OCUCKEUWYV UWNAAG
amoédoong.

MoAAG vavoUAIKG PJTTOpOoUV va AEITOUPYNOOUV WG NUIAYWYOI Kal N NAEKTPIKI TOUG
aywyIuoTnTa PTTopei va eAeyxBei pe vromépiopa 3 GAAeg ueBodoug. Autd eival
IDl0iTEPA oNPAvVTIKG  yia TNV - avaATITUgn TNG  VAVONAEKTPOVIKAG KAl TWV
VAVOOUOKEUWV.

6.4.4 OTITIKEG 1010TNTEG.

PwTOVIKN aTTOKPIOoN

Ta vavoUAIKG uTTopouv va TTapouaidlouv HOVADIKES OTTTIKEG 101OTNTES TTOU €TTNPEACOUV TN
QWTOVIKI] TOUG aTmTOKpIon, OTWG N KBavtikp cUANYn. Ta kKBavTikd onueia, yia
TTOPAdEIYUA, JTTOPOUV VA EKTTEUTTOUV WG OE CUYKEKPIYEVA PIKN KUPOTOG avaAoyad PE TO
MEYEBOG TOUG.

Emoaveia

Opiopéva vavoUAIKE, OTTWG TO ypo@évio, cival €CalPeTIKA diagavr Kal Ptropouv va
XpPNoipoTtroinBolv o€ eQappoyEG OTTWG 000VESG a@rG Kal dlapavr NAeKTPOdIa.

6.4.5 XnUIKEG 1810TNTEG.

KataAuTik dpacTikOTATO

Ta vavoUAIKG £xouv uywnAr avaloyia emmi@AveIag TTPOG OYKO, Yeyovog TTou Ta KaBIoTd
XNUIKA evepyd Kal ApIOTOug KaTaAUTEG. Ta vavoowpartidlia HPeETAAwY, OTTwG Ta
VOVOOWMOTIOIO AEUKOXPUOOU, XPNOIKUOTTOIOUVTAl EUPEWG VIO KATAAUTIKEG QVTIOPAOEIG.
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° XnUIK oTaBepdTNTO

MoAAG vavoUAIKG €xouv BEATIWUEVN XNMIKA OTABEPATNTA Kal avTExouv oTn dIdRpwaon Kai
TIG XNMIKEG €TTIOECEIS. AUTA N 1IBIOTATA €ival GNPAVTIKE yIa TNV avaTrTuén UAIKWVY PHaKpAg
dIapKeING wNG.

6.4.6 BIOAOYIKEG I010TNTEG.

° Mepikd vavouAikd, OTwg Ta vavoowpaTidla diogeidiou Tou TITAViOU, €ival
BloouuBatd kal uTTopoUv va XPNoIKoTTOINBoUV YIa IATPIKEG EQAPUOYEG, OTTWG N
aTTEIKOVION Kal N oToXeupévn docoAoyia.

° AvTIHIKPOBIOKES 1810TNTEG

Opiopéva vavoUAIkd, OTTwG Ta vavoowuaTidla apyUpou, €XOuV avTIUIKPORIOKES 1010TNTEG
Kal XPNOILOTTOIOUVTaI O€ ETTIPAVEIEG KAl UAIKA yIa TNV TTPOANWN TNG MIKPORIAKNG OAUVONG.

6.4.7 MaKpOeTTIOPAOCEIS.

. 2UMTTEPIPOPA OTN PON TOU AP Kal TWV UYpPWwV

Ta vavoUANIKa €xouv BIaQOPETIKA ETTIOpACH OTN POM TOU a£pa Kal TwV Uypwv atrd O,TI Ta
MaKPOUAIKA, AOyw TOu PIKPOTEPOU WEYEBOUG Kal TG MEYAAUTEPNG ETTIPAVEIAG TOUG. AUTO
EXEl MEYAAN onuocia o€ eQAPPOYES OTTWG Ta QIATPA KAl O1 BIOIATPIKEG CUOKEUEG.

. Emaveiaki Taon

H peydAn em@dveia Twv vavoUAIKWy odnyei o€ auénon Tng mQaveIOKAS TAONG, N otroia
€TTNEEALEI TNV TTPOCPUON KAl TN CUPTTEPIPOPA TOUG O€ UYPO TTEPIBAAAOVY.

AuTEG 01 1810TNTEG KaBIoTOUV Ta VAVOUAIKA Kal T vavooUuveeTa UAIKA TTOAU TTOAUTIUG O€
éva eupu @Acpa epapuoywy. H duvatdtnta eAéyXou Kal TPOTTOTIOINONG QUTWV TWV
IBIOTATWY PEOW TNG OUVOEONG Kal TnG emmeepyaaiag avoiyel véoug dpOPoUg yia Tnv
QvATITUEN KAIVOTOPWY TEXVOAOYIWV O¢ OIAPOPOUG TOMEIC TNG Blounxaviag kal Tng
ETMOTAPNG.
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6.5 EQAPMOIEZ — KAINOTOMIA

Ta vavoUAIK& Kal Ta vavoouveleTa UANIKA €xouv OnuIoupynoel Pia o€ipd KAIvOTOPWY
EQAPHUOYWV YIA TIG HOVADIKEG TOUG IBIOTNTEG, TTAPEXOVTAG AUCEIG O0€ DIAPOPOUG TOUEIG TNG
TexvoAoyiag Kai TnG Biounxaviag. Edw Tapoucidloupe HEPIKES ATTO TIG TTIO EVTUTTWOIAKEG
KQIVOTOMIEG TTOU €XOUV TTPOKUWEI ATTO TNV £PEUVA KAl TNV AvATITUEN TWY VAVOUAIKWV:

6.5.1 laTpIkn Kai BloTexvoAoyia.

. NavoiaTpIKr Kal VaVOQOPEIG PAPHAKWV:

Ta vavoUAIKG XPENOIYOTTOIOUVTal YIA TAV QAVvATITUEN VAvoQopEwv TTOU PTTOPOUV VO
TTapadwoouv GAPUAKA aTTEUBEIag oTa KAPKIVIKA KUTTOPA, WEIWVOVTAG TIC TTAPEVEPYEIEG
KAl evioXUovTag Tn BepatreuTikr] atroTeAeOPaTIKOTNTA. Ta AImdiIkK& vavoowuaTidia Kal ol
TTOAUpEPEIG VaVOOOUEG ival TTapadEiyuaTa TETOIWY QOPEWV TTOU XPNOIUOTTOIoUVTal YId
OTOXEUMEVN QapUaKoBepaTTeia.

° NavodiayvwoTIKA epyaAcia:;

NavoUAIKG OTTwG KPAVTIKEG KOUKKIOEG Kal vavOOWwAvVeS avBpaka XpnoIKOoTTolouvTal yia
TNV QVATTTUEN €CAIPETIKA €UQIOBNTWY QICBNTAPWYV YIa TNV EYKAIPN QVIXVEUCT 00BEVEIWV.
O1 aiI0ONTAPES QUTOI UTTOPOUV VA AVIXVEUOUV PIOBEIKTEG OE TTOAU XAUNAEG OUYKEVTPWOEIG,
EMTPETTOVTAG TNV £yKaipn didyvwan Kal TV TTapakoAouBnon Tng BepaTreiag.

6.5.2 Evépysia.

° H xprion vavoUAIkKwv, OTTwG ol KPAVTIKEG TEAEIEG Kal TO ypa@évio, UTTOPEI va
BeATIwWoEl TNV ATTOdOTIKOTNTA KAl VO JEIWOEI TO KOOTOG KATOOKEUAG. Ta UAIKG auTd
ETMTPETTOUV TN OnuIoupyia €UKAPTITWY, NUISIOEAVWY NAIOKWY KUWPEAWY TTOU
MTTOPOUV VO EVOWMNATWOO0UV O€ KTipIa KAl pOpNTEG CUOKEUEG.

. NavokaTaAUTES yIa KUWEAEG KAUTilou

O1 vavokaTaAUuTeg atTd AeUKOXPUCO Kal GAAQ HETAAAO XpPnoIJoTToIoUvVTal yia T BeATiwon
NG amddoong kai TNG didpkeIag {wng Twv KUWEAWY Kauaipou. O KUWEAEG Kauaiuou givail
10 aTTOOOTIKEG KA QIAIKEG TTPOG TO TTEPIBAAAOV, TTAPEXOVTAG KABAPR EVEPYEIX VIO OXI AT
KAl oTOBEPEG EQAPUOYEG.

103



6.5.3 HAekTpOVIKA KaI UTTOAOYIOTEG.

. "pa@évio, vavonAeKTPOVIKH Kal TpavEioTop

NavoUAIKa OTTwG TO Ypa@Evio Kal O vavoowArveg dvBpaka XpnoidoTroiouvTal yia Tnv
avamTuén Tpaviiotop Kal GAAWV NAEKTPOVIKWY €EapTnUATWY. AUTA Ta vavoUAIKA
TIPOOCQEPOUV UWNASTEPEG TAXUTNTEG KAl XAUNASTEPN KOTAVAAWON EevéEpyelag atrd Ta
oupBatikd uAikd TTupiTiou, avoiyovtag To OpOMO yia aTTOOOTIKOTEPES KAl MIKPOTEPES
NAEKTPOVIKEG OUOKEUEG.

. EUKQUTITa NAEKTPOVIKA

Ta eUkapTTa vavoUAIKG, OTTwWG TA AyWwyINa VOVO®IAY Kal oI PETAMIKEG iveg o€
VOVOKAIMOKQ, €TMTPETTOUV TNV avamTuén €UKAPTITWY KAl TEVIWOIYWY NAEKTPOVIKWY
ouokeuwyv. OI GUOKEUEG QUTEG ITTOPOUV Va EVOWNATWBoUV o€ pouxa Kal GAAa KaBnuepiva
QVTIKEIJEVA, TTPOCPEPOVTAG VEEG dUVATOTNTEG YIA TNV TEXVOAOYia TTOU QOPIETAI KAl TO
AladikTuO TWV TTPAYHATWY (loT).

6.5.4 MepiBaAAovTiKA TEXVOAOYia.

. Navo@iAtpa yia Tov KaBapioud Tou vepou

NavoUAIKG OTTwg vavoOwAnveg AvOpaka Kal VAVOIVEG XPNOIMOTTOIOUVTAl YIO Tnv
TTapaywyr QIATpWY TToU AaTToOaKPEUVOUY BAkTAPIA, 100G Kal TOgiveg attd To vepd. Ta @iATpa
QUTA €ival TTIo aTTOTEAECUATIKA Kal avOeKTIKA a1Td Ta CUMUPBATIKA QIATPO Kal TTAPEXOUV HIG
AUon yia Tnv TpdoBacn o€ KaBapd vePO OTIG AVATITUCOOUEVEG TTEPIOXEG.

. NavokaTaAUTeG yia Tn Yeiwaon TNG puTTavong

O1 vavokaTtaAUTeG XPNOIPOTTOIOUVTAlI O€ CUCTAUOTA KABApIoPOU KAuoaepiwv yia Tn
dIGoTTa0N TV PUTTWV KAl TN JEIWON TWV EKTTOUTTWYV OTTO BIOPNXAVIKEG EYKOATOOTACEIG KOl
oxAuara. Or KataAUTEG QUTOI €ival TTI0O OTTOTEAECPATIKOI Kal €X0uv PeEyaAUTEPN OIAPKEIX
wng, oupBaAlovTag €101 OTN PEiWON TNG ATUOOPAIPIKAG PUTTAVONG.
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Figure 51 Egpappuoyés NavoUAikwv kar NavooUvOeTwv UAIKWV

Biochar

O1 KaIvoTOuEG €QAPPOYEG VAVOUAIKWY KAl VAVOOUVBETWY UAIKWV KOTAOEIKVUOUV TIG
ouvaTtoTNTES KAl TO OUVAUIKO TTOU TTPOCQEPE! N vavoTexvoAoyia. KaBwg n épeguva Kai n
avamTuén oTov TOPED auTO cuveyxiCeTal, JTTOPOUNE va TTEPIMEVOUUE va OOUME GKOMN TTIO
EVTUTTWOIAKEG EQAPHOYEG TToU Ba BeATIwoouv Thv TToIOTATA {WAG Kal Ba AVTILETWTTIOOUV
TIG MEYAAEG TTPOKANCEIG TNG OUYXPOVNG KOIVWVIaG.

Ta vavoUAIKa ptropouv va oxediaoToUv Kal va TPOTTOTToINBoUv O€ POPIOKO ETTITTEDO,
EMTPETTOVTAG TNV OKPIPI TTPOCAPHOYR TWV IBIOTHTWY TOUG 0€ OUYKEKPIPEVES EQAPUOYEG.
AuTn n duvatdTNTa eAEyxou TTapExeEl TEPAOTIO UENIGia OTnV avAaTTTUEN VEWY TEXVOAOYIWV
Kal TTpoidévTwy. Ta vavoouveeTa UAIKG, Ta oTroia ouvdoudlouv vavoowuaTidla e AANEG
UNIKEG PNTPEG, ETTW@EAOUVTAl ATTO TIG BEATIWUEVEG 1810TNTEG TWV VOVOOWMPOTISIWY, EVW
TTAPAAANAQ XPNOIKOTTOIOUV TIG 1I8I0TNTEG TNG KATPAG YIA VA dnUIOUPYrioouV éva UAIKO e
1I016TNTEG BEATIOTOTTOINUEVEG VIO PIO CUYKEKPIPEVN EQAPUOYA.AUTEG 01 1810TNTEG KABIOTOUV
Ta vavoUAIKG Kal Ta vavooUuveeTa TTOAUTING o€ TTOAAOUG TOWEIG, atTd TNV 10TPIKA Kal TV
NAEKTPOVIKA PEXPI TNV EVEPYEIA KAI TIG TTEPIBAANOVTIKESG TEXVOAOYIEG.
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6.6 O=EIAIOY TOY ANTYMONIOY (ATO)

To 0&eidlo Tou avTigoviou gival éva UANIKO e eupU @AOUA XPAOEWY, TTOU TTNPEACEI TV
Kabnuepiv pag Cwrh e TPOTTOUG TTou Oev eival TTAvTa TTpoPaveic. To 0&eidlo Tou
QVTIMOVIOU avakaAU@enKe yia TTpwTn Qopd oTnv apxaldTnTa Kal XPNOIMOTIoIEiTal o€
OIAQOPEG HOPYEG KAl £QAPUOYEG €DW Kal XINIAdEG Xpdvia. ZAuepd, TOo 0geidlo Tou
QVTIMOVIOU TTAPAUEVEL €va onNUAvVTIKO UAIKO 0€ TTOANEG Blounxavieg Adyw Twv HOVAdIKWVY
XNHIKWY KAl QUOIKWY IBI0THTWYV TOU.

O1 oUyXpPOVEG EQAPUOYES TOU 0EEIBIOU TOU QVTIPOVIOU €XOUV ETTEKTABEI Kal TTEPIAaBAvouV
TN Blopnxavia TTAACTIKWY, TV TTAPAYWYH KOOUTOOUK Kal TNV KATAOKEUN YuaAiou, &TTou
XPNOIUOTTOIEITAI KUPIWG WG EMPRPaAdUVTIKG QAGYaG. MapdAAnAa, N XxnuIKr Tou aTaBepdTnTa
Kal N IKavoTNTA TOU va aAANAETTIOPA e GAAEC Ouaieg TO KOBIGTOUV TTOAUTIHO O€ EQAPHOYEG
KATOAUTWV Kal Xpwudtwy. ETTITTAé0V, 01 JOVADIKEG OTITIKEG KAl NAEKTPIKES 1B1OTNTEG TOU
avoiyouv vEoug dPOUOUG YIa TNV TEXVOAOYIO NUIAYWYWVY Kal alodnTripwy.

To Ke@AAaio auTd TTEPIYPAPEI TN OUVOEDT, TIG IBIOTNTES KA TIG EPAPUOYEG TOU 0geIdiou Tou
avTigoviou. ATTO TIG TTaPadOCIAKES XPNOEIS TOU OTNV apxaia AiyuTrTo oTa KAAAUVTIKA Kal
TA QAPHOKEUTIKA TTPOIOVTA €WG TIG OUYXPOVEG KAIVOTOWIEG OTNV NAEKTPOVIKA KAl TA
oUvOeTa UNIKA, TO 0OEEidIO TOU avTigoviou ouveyilel va atTrodeIkvUEl TN ONPacia Tou WG UAIKO
ME PEYAAN TTOIKIAIQ EQAPUOYWV.

6.6.1 AOMH

To 0&cidlo Tou avTigoviou gival pia Evwaorn TTou TTEPIEXEI avTIMOVIO Kal oEuyovo. To o&eidio
TOU avTigoviou gp@avidetal og dIAQOPES POPPES, UE TTIO OUVNOICUEVEG TO TPIOEEIDIO TOU
avTipoviou (Sb203) kal 1o TevToeidio Tou avTigoviou (Sb205). H doury Toug e€apTdTal
atro TOV ApIOUS TwY ATOUWY 0§UYOVOU TTOU CUVOEOVTAI E TO AVTIKOVIO.

> Tpio&eidio Tou avTtipoviou (Sb203)

To 1p1o&eidio Tou avTiyoviou (Sb203) gival To TTI0 KoIVO 0&EidIO TOU avTigoviou. YTTApXouv
000 KPUOTAANIKEG HOPPEG AUTOU TOU OEEIBIOU:

1. H mo koivy yopery, n otroia €xel KUBIKA KPUOTAAAIKA dopry. Ta dtoua Tou avTipoviou
BpiokovTal o€ TeTpaedpikA BEan Kal TTepIBAAAOVTAl aTTO 0EUYOVO.

2. OpBopouBikA popen (BalevTitng): H popen auth cival otravidtepn Kai £xel opBopouPIKn
oopn.
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> MevToéeidio Tou avtipgoviou (Sb205)

To Teviogeidio Tou avtigyoviou (Sb205) civar AiydTeEpo Kolvd ammd TO TPIOEEIDIO Tou
QVTIMOVIOU Kal €XEl TTIO TTOAUTTAOKN KPUGOTOAAIKA dopr. To trevroeidlo Tou avTigoviou
(Sb205) cival AiyoTepo Kolvé atrd To TPIOEEIDIO TOU avTIJoviou Kal £XEl TTIO TTOAUTTAOKN
KPUOTAAAIKA Sopr). Z€ auTh Tn Jop®r, KABe ATOPO avTipgoviou ouvOEeTal PE TTEVTE ATOUA
o&uyovou oe axeddv okTaedpikn diATagn.

> XapaKTNPIOTIKA KAl EQAPHUOYEG

To TpIo&eidlo TOU QVTIHOVIOU XPNOIUOTTOIEITAI KUPIWG WG eTMIRPAdUVTIKO @Adyag o€
TTAQOTIKA KOl KAWOTOU@AVTOUPYIKA TTPOIOVTA.

To 1revTogeidlo Tou avTipoviou XpNOIUOTTOIEITAl 0€ KEPAMIKA Kal YUOA Kal WS KATAAUTNG YIa
OIAQOPES XNMIKES AVTIOPATEIG.

2UVOTITIKA, n doun Tou o&€1diou Tou avTiyoviou e¢apTaTal atTd TNV KPUGTAAAIKY TOU HOP®N
Kal TOV apIiBuéd Twv atopwv 0guyovou TToU CUVOEOVTAI UE TO AVTIKOVIO.

Nee F

Figure 52 Oéceidio Tou Avruuoviou Aoun
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Figure 53 O&cidio Tou Avrupoviou o€ pop@n ZKoévng

6.6.2- IAIOTHTEXZ

To o&eidlo Tou avTigoviou £xel HOVADIKEG PUOIKES Kal XNUIKES 1I810TNTEC TTOU TO KABIOTOUV
TTOAUTIMO YIO TTOAEG BIOUNXAVIKEG KOl TEXVIKEG EQAPMOYEG. AKOAOUBE ETTIOKOTINGN TwWV
KUpPIWV IBI0TATWY TOU OEEIBiou TOU avTIhoviou:

X QuoikES 1010TNTEG.

1. KpuoTaAAikr) doun

To Tpio&eidlo TOU avTigoviou €xel OUO KUPIEG KPUOTAAANIKEG HOPQEG: opBopouBikn
(kevooTIBiTnG) kai KUuBIKA (BaAepiavitng). H opBopoufikry popen €ivar otabepry o€
Beppokpaoia  dwpartiou, evw n  KUBIKH Pop®r  oTaBepoTroiEiTal OE  UWPNAOTEPEG
BepUOKPOTIEG.

- Sb,0s5: T0 TTEVTOLEIBIO TOU avTipoviou £xel TTIO TTOAUTTAOKN doun Kal EapTaTal aTrd TIg
ouvOnkeg oUvBeoNnG Kal BEPUIKAG ETTEEEPYATIAG.

2. Xpwa Kal eJeavion.
- To TpI0&€idIo Tou avTigoviou gival ouvRBwg Eva Aeukd i AXPWHO KPUCTAAAIKO OTEPEOD.

- To TrevToéeidio Tou avTigoviou ival KiTpIvo f YKPI.
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3. To onpeio TAENG Kal To onueio Bpacuou

- Sb,0;: T0 onueio TAENG eival TTepiTTou 656 °C Kal To onueio Bpacuou cival TTepitrou 1425
°C.

- Sb,05: 10 onueio TAENG Tou TTevTogeldiou Tou avTipoviou eival Trepitou 380 °C kai
atroouvTiBeTal TTpIv atrd TNV £EAXVWON.

4, MukvoTnTa.
- Sb,03: n TTUKVATNTA €ival TTepiTTou 5,2 g/cm3.

- Sbh,05: £xel TTUKVOTNTA TTEPiTTOU 3,78 g/cm?,

X XNMIKES 1016TNTEG.

1. XnNUIKA oTaBepdTNTA.

To o&eidio Tou avTipoviou gival yevikd oTabepd oTov agpa, aAAG pTTopei va avTidpdoel he
Io0XUp& oEéa kal BAcelg.

2. AIGAUTOTNTA.

- Sb,03: EAa@pwig 810AUTO 0TO vEPS, AAAG SIOAUTO O€ I0XUPA 0&EQ, OTTWG TO UBPOXAWPIKO
Kal 17O Bg1kd ogu.

- Sh,05: TTOAU eAa@pd dIaAuTO aTO VEPD, AAAG BIGAUTO G€ I0XUPA AAKOAIKG diaAuuaTa.

3. O¢teidwaon

- To 1pioeidlo Tou avTigoviou o&eIdwveTal 0€ TTEVTOEEIDIO TOU QVTIHOVIOU UTTO I0XUPEG
0&EIBWTIKEG OUVONKEG.

- To Trevtoéeidlo Tou avTipyoviou uTTopEi va avayBei oe TpIogeidio Tou avtiyoviou utrd
QVAYWYIKEG OUVONKEG.
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R HAEKTPIKEG Kal OTTTIKEG I1D1OTNTEG.

X HAekTPIKA aywyIuéTnTa :

Ta ogeidla Tou avTiyoviou dev aywylidoTToIoUV TTOAU TOV NAEKTPIOUS OTN QUOIKA TOUg
katdotaon. QoT1éoo, PTTOPOUV VA eVOWMPOTWOOUV o€ UAIKA yia va PeATIwWoouv Tnv
AYWYILOTATA TOUG KAl UTTOPOUV VA AEITOUPYHOOUV WG NUIAYWYOI O€ OPICUEVEG EQAPHUOYEG.

X OTITIKEG 1010TNTEG.

To Sb,03; XpNOIYOTTOIEITAlI GTNV KATAOKEUN YUAAIOU AOYyw TNG IKavATNTAG TOU VO BEATILOVEI
TN dlopavela Kal TNV avBekTIKGTNTA Tou yuaAioU. ‘Exel etTiong xapnAo deiktn didBAaong Kkai
uWnAn IkavétnTa oKEDAONG TOU PITOG.

X O€epMIKES 1010TNTEG.

1. O¢epuIkR oTABEPATNTA:

Kal Ta 800 oggidla avTigoviou cival Beppik& otaBepd, aAAd TO0 Sb,O3 peTaTpéTTeTAl O€
Sb,0,,5 6Tav BepuaiveTal o€ uYPnAEG BepPokpaaieg TTapouaia o§uydvou.

2. OepuIKA aywyINoTATA:

To ofeidlo Tou avTigoviou €£xel XaunAn Bepuik aywyiudtnTa Kal €ivalr XPAoINO W
eMPRPaduVTIKO PAGYAG.
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<> E1diIkéEg 1010TNTEG.

1. EmBpaduvon Adyac:

To o&eidlo Tou avTigoviou £€xel XapnAnR Beppikn aywyiudtnta Kal €ivalr XpAoIHo wg
EMPRPAdUVTIKO PAGYAG:

To 0&€idIo Tou AVTIHOVIOU XPNOIYOTTOIEITAI EUPEWG WG ETTIBPABUVTIKG PASGYAG OE TTAACTIKA
KOl KAOUTOOUK. Apa OuvepyloTIKG We aAoyovwpéva emBpaduvTikd @Adyag yia Tnv
avaoToAA TNG eEATTAWGONG TNG TTUPKAYIAG.

2. KataAuTIKEG 1010TNTEG.

To Sb,0; kai T0 Sh,05 XpNOIMOTTOIoUVTAl WG KATAAUTEG YIA TTOIKIAEG XNMIKES avTIOPACEIG,
OUMTTEPIAAUBAVOUEVNG TNG TTAPAYWYNAS TTOAUPEPWY KAl TNG METATPOTTAG OAKOOAWV O€
OADEUBEG KOl KETOVEG.

X BioouuBatotnTta kal ac@daAcia.

1. To&ikéTnTa.

To o&eidio Tou avTiyoviou gival TOEIKG o€ TTEPITTITWON EI0TTVONG ] KATATTOONG KAl TTPETTEI va
Xelpidetan ye Tpoooxn. ‘Exouv avagepBbei emMTITWOEIG OTAV UyEia, OTTwG €PeBIOCPOS Tou
OEPUATOG KAl TWV PATIWV. 2.

2. 2upBaréTtnTa

Av kai dev gival BlodIoOTTWPEVO, TO 0&EIBIO TOU AVTIMOVIOU UTTOPEI va XpNoIKoTToINGEl O€
IOTPIKEG €QAPHUOYEG UE KOTAAANAN emegepyania kalr oto TePIBAAAOV xpriong. Atd Tn
BepUIKA Kal XNUIKA OTaBePOTNTA €WG TIG €IOIKEG NAEKTPIKEG Kal OTITIKEG 1010TNTEG, Ol
MOVOOBIKEG IDIOTATEG TOU OEEIBIOU TOU QVTIMOVIOU TO KABIGTOUV GNUAVTIKO UAIKO 0€ TTOAAOUG
Biounxavikoug Topeic. H eueAifia Tou Kal N TTOIKIAIQ TwWV €QApPUOYywWY Tou degixvouv OT
KaTEXEl onuavTiKA B€on 0Tn oUyxpovn TEXVOAoyia Kail Blopnyavia.
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6.6.3 E®PAPMOIEZ

To 0&cidlo Tou avTigoviou €xel eupU QACHA EQPAPHOYWY O€ OIAPOPOUSG TOMEIC TNG
Biounxaviag kai TG TeXxvVoAoyiag Adyw Twv HOVABIKWY XNHIKWY KAl QUCIKWYV IOIOTATWY TOU.
Opliopéveg atro TIG KUPIEG EQAPHOYEG TTAPATIBEVTAI TTAPAKATW:

> EmBpaduvtikd pAdyac.

Mia atré TIG onUAvTIKOTEPES XPNOEIG TOU 0EEIBIOU TOU AVTILOVIOU gival w¢ eTTIBPABUVTIKG
@AOyag. To o&gidio Tou avTtigoviou, 0tav cuvdudleTal Pe aloyovwuéva emIRPAduUVTIKA
QAOyag, oxnuartifel evwaoelg aloyoavTiyoviou, ol oTToieg eutrodifouv Tnv €CATTAWGCN TNG
QewTIAG. H 1816TNTa autr] KABIOTA TO 0&ELidIO TOU avTIoviou XPAOCIUO OTIG akOAouBeg
EQPAPUOYEG:

o MAaoTIKG:

Xpnoigotrolgital o€ diId@opa TTAACTIKA OTTWG TO TTOAUAIBUAEVIO KOl TO TTOAUTTPOTTUAEVIO KAl
og TpoidvTa TTou atraitouv emPpdduvan TG QAdyag, OTTwG KaAwdIa, NAEKTPIKA
€EOPTAMATA KOl OUOKEUEG.

o KAwoToU@avToupyikd TTpoiévTa

Evowpatwvovtal o€ u@AcpaTta yia TNV TTapaywyr TTUPAVIOXWY TTPOCTATEUTIKWY
eVOUNATWY, TATTETOAPIWY KAl KOUPTIVWV.

e KaouTtoouk:

XpnoldoTToIEiTal 0€ TTPOIGVTA ATTO KAOUTOOUK OTTWG EAACTIKG KAl TTATAKIO AUTOKIVATWY YId
TN BeATiwon TG TTUpavTICTOONG.
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> ["'UaAi Kal KEPAUIKA.

To o&eidlo Tou avTipoviou XPNOIKOTTIOIEITAI GTNV KATAOKEU YUAAIOU KAl KEPAMIKWY YIG TN
BeAtiwon Twv 1810TATWY TOUG:

o IMoAU diagavég YUaA:

XpnolyoTrolgiTal oTnV KoTaokeun €10IKkoU yuaAlioU yia @Qakoug Kal oBoveg AOyw Tng
IKaVOTNTAG TOU VA augavel Tn dla@Aaveia Kal va helwvel Tn dIdBAaon.

o Kepauikd TpoiovTa

MpooTiBeTal oe KEPAMIKG UAIKA YIa va augnoel Tn BEPUIKT TOUG avToXH Kal TN HNXAVIKA TOUG
oTaBePATNTA.

> Hulaywyoi Kai NAEKTPOVIKA

O1 xpAoeig Tou ogeidiou TOUu avTigoviou OTIG BIOPNXAVIEG NAEKTPOVIKWYV KAl NMIAYWYWV
mepIAapBavouv

o 2UOKEUEG NUIAYWYWV:

To o&eidio Tou avTigoviou ouvdudleTal he AAAG UAIKG yia TNV TTapaywyh NUIGYywywy, Ol
oTroiol epapuolovtal o€ dIAPOPESG NAEKTPOVIKEG OUOKEUEG, OTTwg LED kail aioBntrpeg.

o OePUIKOI EKTUTTWTEG

XpnoiyoTroleital wg TTPOCOETO 0 BEPUOYPAPIKO XOPTi yia TNV €ViIOXUOn TwV BEPUIKWY
avTIdpdoewyv Kai TN BEATIWON TNG TTOIOTNTAG TNG EKTUTTWONG.
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> KataAuTIKEC EpapUOVEC.

To o&eidio Tou avTiyoviou €xel KATAAUTIKEG IO10TNTES Kai €ival XpHOIKo o€ BIAPOPES XNHIKES
OlEPYOOiEG:

o Mapaywyn TTOAUPEPWV

XpNOoIPOTToIEITal WG KATAAUTNG OTNV TTAPAYWYr TTOAUPEPWYV, OTTWGS TO TTOAU(TEPEPOAAIKO
alBuAévio) (PET), 1O oTtoio XpnOIMOTIOIEITAI EUPEWG OTNV Kataokeur @iaAwv PET kai
OUVOETIKWYV IVWV.

o AvTidpdaoeig ogeidwang:

Apa w¢ KaTaAUuTng oe didgopeg avTidpdoelc o&eidwong oTn xNMIKA Blounxavia,
oupBaAAovTag oTn ouvBeon evwoewv UPnARg adiag.

> Bapéc kKal XpwoTIKEC oUaieC

To o€eidio Tou avTIPoviou XPNOIKOTToIEITal WG TTPWTN UAN YIa BA@EC Kal XPWOTIKEG OUGIEG:
o Bagég uwnAig atrédoong

XpNOoIPOTToIEITal OTNV TTAPAYyWYR XPWOTIKWY OUCIWV yia BagéEég TTou atmmairolv uywnAn
oTaBepATNTA KAl AVTOXH OTIG KAIPIKEG GUVBNKES KOl OTN QWTIA.

o Kepauikad xpwuara

MpooTiBeTal 0€ KEPAUIKA XpWHATA yia Tn BeEATiwoN TNG OTABEPAOTNTAG TOU XPWHATOG KAl
TNG avToXNG 0€ UWNAEG BEPUOKPATIEG.

> POPUAKEUTIKEC EQAPUOVYEC.

2& MIKPOTEPN KAIOKA, TO O&EidIO TOU AVTIJOVIOU £XEI ETTIONG EQAPUOYEG OTH PAPHOKEUTIKA
Blounxavia:

o Evwoeig avTipoviou

XpnoigotroloUvTal oTn Bgpatreia TApaCITIKWY ACIHWEEWY OTTWG N Aciopaviaon, aAAd n
Xpron Toug gival TTEPIoPIoPEVN AOYW TOEIKOTNTOG.
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To o&eidio Tou avTigoviou £xel eUpU GACUA EQAPUOYWY, KABIOTWVTAG TO £va ATTO TA TTIO
TOAUTIMO Kal €UEANIKTa UAIKG Tng oulyxpovng Blounxaviag. O1 povadikég Tou 1816TNTEG
EMTPETTOUV Tr XPrON TOU O€ KPIOIMEG TEXVOAOYIEG Kal TTPOIOVTA, UTTOYPAUMIfovTag Tn
onpagcia Tou yia T BeAtiwaon Tng amédoong Kal TNG acPAAciag o€ dIAPOPES BIOUNXAVIEG.

Figure 54 Avripovitng Sb203

6.6.4 MAEONEKTHMATA

To 0&eidio Tou avTipgoviou, Kupiwg To TPI0EEIdIO Tou avTiyoviou (Sb203) kai To TrevToéeidio
Tou avTigyoviou (Sb205), éxel TTOANG TTAEoveEKTAUATO TTOU TO KaBIOTOUV XPACIMO OF
O1d@opeg  Plrounxavikég  e@appoyég.  AkoAouBouv  opiopéva  amd  Ta KupidTEPA
TTAEOVEKTHUATA AUTWYV TWV UAIKWV:

< Tpio&egidio Tou avTiyoviou (Sb203).

1. EmpBpaduvTiké eAdyag:

XpnoldoTTolEiTal EUPEWG WG eTTIBPABUVTIKO AGYAS O& TTAAOTIKA, UQACHATA, NAEKTPOVIKA
Kal QOMIKA UANIKA. MEIWVEI TNV EUPAEKTOTNTA TWV UAIKWV QUTWYV KAl BEATIWVEI TNV 0OQAAEIR
TOUG.

2. 2100epOTNTA.

To 1pI10€eidio Tou avTipoviou gival xnuikG oTaBepd kal dev avTidpd eUKOAQ e AAAEG OUTIEG,
KaBIoTWVTAG TO KATAAANAO yia pakpoxpodvia XpAHon o€ SIAPoPES EPAPHOYEG.
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3. Emeaveia

Xpnoiyotrolgital yia Tn BeAtiwon Tng dla@Aveiag Kal TNG XPWHOTIKAS KaBapdTnTag Tou
YUQAIOU Kal TwV KEPAMIKWY Kal yIa TNV alénon TG MNXAVIKAS TOUG avToxng.

4, KartaAuaoelg.

NeiToupyei wg KataAlTng oe dId@opeg XNMIKEG avTIOPACEIS KAl TTPOAYEl TN UETATPOTIN
GAAWV ousIWV.

< MNevroéeidio Tou avriyoviou (Sb205)

1. KartdAuon

To TTevTogeidlo TOU QVTIUOVIOU XPENOIYOTTOIEITAl OUXVA WG KATOAUTNG OE  XNMIKEG
avTidpdozelg, 1Idiwg o¢ diepyaaoieg ofeidwaong. 2.

2. HAeKTPOVIKEG 1010TNTES

AOGYW TwV NAEKTPOVIKWY KAl NUIGYWYIKWYV ISI0TATWY Tou, TO TTeEVTOELEidIO TOU avTioviou
XPNOIUOTTOIEITAI VIO EIDIKEG EQAPPOYEG TE NAEKTPOVIKEG OCUOKEUEC.

3. 2100epOTNTA 0€ UPNAEG BEPUOKPATIES

NGyw TNG uWNANG BepUIKAS Tou 0TABEPATNTAG, UTTOPEI VA XPNOIUOTTOINDEI O EQaPUOYEG
TTOU aTTaITOUV avToXN O€ UWNAEG BEPUOKPATIEG.

> "eVIKA TTAEOVEKTH AT,

1. XnUIKA oTaBepdTNTA

To oteidlo Tou avTigoviou gival XnUIKG oTaBepd kal dev avTidpd eUKOAa pe AAAEG ouaieg,
KaBIoTWVTAG TO avOekTIKG 0€ éva eupU GACHA OUVONKWV.

2. IMoAUTTAEUPEG EQAPUOYEG:

AOYW TwV TTOIKIAWY QUOIKWY Kal XNMIKWV IBI0TATWY TOU, XPNOIUOTIOIEITalI g€ €va eupu
QAo HA BIOPNXAVIWY, CUPTTEPIAAUBAVOUEVWY TWV TTAACTIKWY, TWV KAWCTOUQAVTOUPYIKWY
TTPOIOVTWY, TWV NAEKTPOVIKWYV, TWV KEPAMIKWY KAl TNG KATAAUONG.

3. Eyyeviig avtoxn

To o&eidlo Tou avTipoviou gival eEaIPeTIKG avBEKTIKO oTnv 0&eidwaon Kal TNV udpOAuacn Kai
MTTOPEl va avTégel oe OKANPEG TTEPIBAANOVTIKEG OUVOAKEG.
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AuTA Ta TTAEOVEKTANOTA KOBIOTOUV TO OEEIdIO TOU AVTILOVIOU TTOAUTIMO UAIKO O€ TTOAAEG
Blounxavikég Kal ETTIOTNUOVIKEG EQAPHOYEG.
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MEPOZ 2° - MEIPAMATIKO

KED®AAAIO 7° -YAIKA NMEIPAMATOZ

O1Tw¢ TTpoava@éPONKE, Ta UAIKA TTOU XPNOIKOTTOIRBNKAVY yia TNV EKTTOVNON TNG £pYATiag,
Xwpiovtar oe O6uo karnyopiec. Ta TmoAuuepry, PETG, HDPE, PA12, o&tou
xpnoigotmomnkav wg Baon, kar To vavouAikéd OEeidio Tou Avrupoviou (Antimony Tin
Oxide-ATO).

7.1 ZUYKEVTPWOEIG UAIKWYV

To TTPWTO GTABIO TOU TTEIPANUATOG, APOPA TIG TTPOCMIEEIC TwV UAIKWYV. APXIKA yia OAEG TIG
OOKIUEG, €YIVE N XPAON TOU EKAOTOTE KOBAPOU TTOAUPEPOUG, WG OOKIUIO, KOl 0T CUVEXEIX
£yIvav ol TIPOCHIEEIG, OTTWG PaivovTal OTOV TTAPAKATW TTIVAKA.

PETG PURE ATO
98% 2%
96% 4%
94% 6%
92% 8%
90% 10%

Mivakag¢ 1 2uykevrpwoeic ATO kai PETG

HDPE PURE ATO
98% 2%
96% 4%
94% 6%
92% 8%
90% 10%

Mivakag¢ 2 2uykevrpwaoeic ATO kar HDPE
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PA12 PURE ATO

98% 2%
96% 4%
94% 6%
92% 8%
90% 10%

Mivakag 3 Zuykevrpwoeic ATO kar PA12

Figure 55 Juykevipwaoeig uAikwv PETG kar ATO

7.2 ANAMI=H YAIKQN

MeTd TIG TTPOOHIEEIG TWV UAIKWV OTIG AVAAOYEG TTEPIEKTIKOTNTEG, AKOAOUBEI N TTapaywyn
TWV VNUATWY atro Ta véa TTAEOV UAIKA.

Ma apxn €yIve n TTapaywyr VAUOTOG atté Ta Kabapd TToAupepr, 6TTou BpiokovTal €iTe O€
popenR opaipidiwy (pellets), 6TTwg 1o PETG kai To PA12 gite o€ pop@r) okdvng, OTTwG 10
HDPE.
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TNV OUVEXEIQ, HETPABNKAV O CUYKEVTPWOEIG TWV UAIKWV aVAAOYa UE TIG TTEPIEKTIKOTNTEG
TTOU avTIoTOIXOUV O€ KABe TIPOOMIEN, TOTTOBETHBNKaV Of¢ €18IKO KAiBavo, yia Tnv
KATATTOAEUNON TNG UYPACiag Kal UOTEPO OUOYEVOTTOINBNKAY YE avadeuon.

H idia diadikaoia akoAouBeiTal Kal OTIG TPEIG TTEPITITWOEIG UAIKWV.

7.2.1 NAPAITQrH NHMATQN

H diadikaoia Tng £€wBNONG TOu VAUATOG, aTTOTEAE £va aTTd TOUG TTUAWVEG TOU TTEIPANATOG,
KaBwg oT1o oTAdIo auTd arraiteital 1Id1aiTepn TTpoooxn o€ 6Aa Ta BAuATa, PE OKOTTO TNV
TTapaywyn VAHATOG CWOTHG SIATOUNG.

7.2.1.1 KAiBavog §npng atrooteipwong — Memmert UV

Metd Tnv avapeign Twv UANIKWV, aTTaIteital n TommoBETnon Toug o€ KAiBavo &npng
atrooteipwong. O kAiBavog ¢nprg armooteipwong Memmert UV, xpnoiyotroiei ¢npn
BepudTNTA KOl UTTEPIWAN AKTIVOBOAIQ yIa TNV aTTooTEipwon epyaAgiwy Kal UNIKWYV. Ta UANIK&
dlatnpnénkav oe Bepuokpacia 50°C, e£ao@AAIOVTAG TNV KATACTPOYI HIKPOOPYAVICHWY
Kal otropiwy, pe dladikaoieg atmmooTeipwaong TTou dilapkouv atrd 30 AeTITA WG PEPIKES
wpes. H UV Adutra evioyuel Tnv atroAUPaveoTn, TTPOCOEPOVTAG ETTITTAEOV BAKTNPIOKTOVO
opdaon. O kAiBavog cival oxedlaouévog yia akpiB éAeyxo TnG Beppokpaciag Kai
OMOIGUOP®PN KATAVOMN TNG BepPOTNTAG, VW TTEPIAANPBAVEI PNXAVIOPOUG ao@aAgiag Kal
TNIOTOTTOINOEIG CUPQWVA PE BIEBVA TTPOTUTTA.

Figure 56 TommoBérnon uAikwy o€ kAiBavo
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7.2.1.2 Mnxdavnua e§wnong viparog 3D EVO COMPOSER 450

To punxavnua e€wbnong vrpartog 3D EVO COMPOSER 450 €ival pia rponypévn OUCKeUn
TTOU TTapdyel vApaTa yia 3D ekTutTwon atd didgopa UAIKA, CUUTTEPIAANBAVOUEVWY TWV
oUvOeTWYV UAIKWY. AlaBETel akpifr] éAeyxo Beppokpaaciag Kai TaxUuTnTag, EMTPETTOVTAG TNV
TTapaywyr UWPnARG TToIdTNTOG KAl OUVEKTIKOTNTAG VANATWY. Mapdyel vApaTa diapéTpou
1,65mm swg 1,75mm kai d1a8éTel 4 {uwveg Béppavong, He MEYIOTN Bepuokpaaoia 450°C.
Baoikd xapaktnpioTIKO Tou gival n Asitoupyia DemoVision, é1Tou PeTpdTal O TTPAYHATIKO
XPOVOo n SIAUETPOG TOU VANATOG.

Figure 57 Aiadikaoia eéwbnong vruarog orov 3D EVO COMPOSER 450

MeTd Tnv €€WBNON Twv vNUATWY, €Keiva TOTTOBETOUVTAI {avd o€ KAiBavo.
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Figure 58 Tomo6érnan kapouAiwyv ae kAiBavo

122



2ToV TTaPOKATW TTivaKa TTapoucidlovTal ol TTapAuETPOol £€WONONG yia Ta UAIKA.

PA12 Vs ATO

1: 225°C
TEMP. 2: 235°C
3:235°C
4: 240°C
PULLER SPEED 1724
RPM 5

Mivakag 4 lNapauerpor e€wbnong yia PA12 kai ATO

HDPE Vs ATO

1:195°C

TEMP. 2: 205°C

3: 205°C

4:190°C
PULLER SPEED 1145
RPM 3,5

lMivakag 5 Mapduerpor eéwbnong vruarog yia HDPE kar ATO

123



PETG Vs ATO

1: 212°C
2: 216°C
TEMP. 3:216°C
4: 220°C
PULLER SPEED 1724
RPM 5

lMivakag 6 lNapauerpor e€wbnong viuarog yia PETG kar ATO

H diadikaoia ocuvexideTal, TOTTOBETWVTAG TA VAPOTA, TUAIYUEVA O KapoUAIQ, yia Efpavon
(80°C vyia 24 wpeg), KABWGS OTNV TTEPITITWON TTOU €UEVAV OTO €EWTEPIKO TTEPIBAAAOY,
uTTdpxel TBavoTNTa UYPACiag Toug, TTPAYHA TTou dnuioupyei TTpoBARuaTa oTNV EKTUTTWON
TwV OOKIYiwV apyoTepa.
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KE®AAAIO 8° - TPIZAIAXTATH EKTYNQZH
AOKIMIQN

210 KEQAAaIo auTd, yivetal n avaAluon Tng dladikaoiag TPIodIAoTATNG EKTUTTWONG TWV
OOKIMIWY TwV vavooUveeTwyv UNIKwy. Me Tnv péBodo FFF, Ba trapaxBouv dokiuia avtoxng

yI0 TNV HEAETN TOUG O€ EQPEAKUOUO, KAUW, KPOUOH KAl JIKPOOKANPATNTA

Tensile specimen: ASTM D638 Standard, Type V

N0 - - -
vl '
TThickness 3.2mm .

65 mm
Flexural specimen ASTM D790 Standard

I

*Thlckness 3.2mm

10 mm

12.7 mm

64 mm
Charpy Notched specimen: ASTM D6110 Standard

LN

*Thmkness 5.0mm

12.7 mm

122 mm

Figure 59 Aiaordoeis dokiuiwv e Baon ta diebv TPoTUTTA
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8.1 EZEONAIZMOZ

MNa TNV ekTUTTWON TWV OOKIYIWY, XPNOIKMOTTOINBNKE 0 TPIoOIACTATOG EKTUTTWTAG Intamsys
Funmat HT, évag €CeIOIKEUUEVOG EKTUTTWTHG, OXEOIOOPEVOG VIO EKTUTTWOEIG UWNANG
Bepuokpaciag kal oe eCeIdIKEUPEVA UAIKA. ATtToTeAcital atmmd KAEIoTO OAAauo  Kai
Bepuaivouevn emedveia ektumwong (bed) kai TNV Ke@aAr, 6trou uTTopei va @Bdoel £wg
kai 450°C.

INTAMSYS

Figure 60 Tpiodiaorarog ekturrwing INTAMSYS

2TOV TTAPOKATW TTiVOKA TTAPOUCIAlovTal Ol TTAPAUETPOI EKTUTTWONG, avAAoyd Ta UAIKG.

PA12 VALUE

Nozzle temp. 270°C
Printing orientation #45Deg
Layer thickness 0.2mm
Bed temp. 80°C
Infill density 100%
Top layers 2
Bottom layers 2

livakag 7 lMNapduerpor ekTuTwong dokiuiwyv PA12 - ATO
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PETG VALUE

Nozzle temp. 250°C
Printing orientation #45Deg
Layer thickness 0.2mm
Bed temp. 80°C
Infill density 100%
Top layers 2
Bottom layers 2

lMivakag 8 lNapauerpor ekTuTwong dokiyiwv PETG - ATO

HDPE VALUE

Nozzle temp. 265°C
Printing orientation #45Deg
Layer thickness 0.2mm
Bed temp. 95°C
Infill density 100%
Top layers 2
Bottom layers 2

Mivakag 9 lNapauerpor ekTuTwons dokiuiwv HDPE - ATO
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8.2 EKTYMNQZEIZ AOKIMIQN

H diadikagia Tng TpI00IA0TATNG EKTUTTWONG TWV SOKIMIWY, TTAPAEVEL N idIa Kal yIa TIG TPEIG
TIPOCMIEEIS TWV UAIKWV.

Mpwrta yivetalr n TpoBEpuavaon Tou printer, N TOTTOBETNON TOU KAPOUAIOU HE TO EKAOTOTE
VMO Kail n €AoY Tou KaTdAANAoU KWAIKA yia TNV EKTUTTWON.

Mapakdtw TTapoucIACoVTal KATTOIO ATTO TA EKTUTTWHEVA BOKIIO EQEAKUCUOU, KAUWNG Kal
Kpouong.

Figure 61 EkTUmrwaon Aokiuiwv epeAKUGLOU

Figure 62 Aokiuia epeAkuouot PETG — ATO 6% KAI 2%
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Figure 63 Aokiuia kpouong PA12 — ATO 2%

Figure 64 Aokiuia kauyng PA12 — ATO 2%
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KE®AAAIO 9° - MEIPAMATA MHXANIKQN
IAIOTHTQN

270 OTAdI0 TV TTEIPANATWY YIA PUNXAVIKES 1810TNTEG Ta DOKiUIa UTTOKEIVTAI O€ OladIKaaia
OOoKIUAG 6oov apopd TIG IBIOTNTEG KAl TNV AVTOXI TOU O €PEAKUCUO KAPWN Kpouon Kal
MIKPOOKANPATNTO.

9.1 AOKIMEZ E®EAKYZMOY

MNa TNV SoKIuN €PeEAKUCUOU, Xpnaoidotroindnke 1o Imada MX2, cUuewva pe 1o diEBVA
TPOTUTTO ASTM D638-02a, pe Taxutnta epeAKucou 10mm/min, 50mm/min, 200mm/min,
200mm/min ka1 300mm/min ka1 Beppokpacia dwuartiou.

Figure 65 Imada MX2
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H diadikacia autr], agopd Tov TTPocdIoPIoHUO TWV IDIOTATWY EPEAKUCHUOU TWV TTOAUUEPWY,
MEOow oTaBepwV DOKIYWY UTTO CUYKEKPIUEVEG OUVBNKES BepuoKpaaiag, Kal uypaciag Kal
TayxuTnTag dokiung. H pébodog autr, Bewpeital KATAAANAN yia UAIKG JE TTAX0G €wg Kal 14
XINOOTd, KaBwg o€ peyaAlTepa Ociyparta, TPETTEl va UTTORANBOUV O€  PNXAVIKN
emegepyaaia.

MNa v emmiteuén TnG OOKIYAG, €ival atTapaitnTo OAa Ta deiyuaTta va €xouv To idlIo TTAXO0G,
OIAPOPETIKA UTTAPXEI N TTIBAVOTNTA ETTNPEACUOU TNG avaAoyiag TNG ETIPAVEIAS TTPOG OYKO,
TTPAYMa TTOU 00nyEi o€ e0QaAPéva aTToTEAEGUATA.

Figure 66 Aokiun epeAkuouoU, os Bspuokpacia dwuartiou
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9.2 AOKIMEZ KAMWHZx

MNa TNV dokIuA KAuwng, Xpnoiuotroindnke To Amada MX2, cuugwva ue 1o d1EBvVH TTPOTUTTO
ASTM D790-10, ue taxutnTta e@eAkucpoU 10mm/min, kol Bepuokpacia dwuartiou.

H diadikaoia auth, a@opd Tov TTPoodIopIoud TWV IBI0TATWY KAPNWNGS TwV TTOAUMEPWY,
MéOw OTABEPWVY BOKINWY UTTO CUYKEKPINEVEG CUVBONKEG BepuoKpaciag, Kal TaxuTnTog
ooKIunG. H péBodog autr, dev Bewpeital KATAAANAN yia TTou dev BpadovTtal i TTou dev
£XOUV OWOTH EEWTEPIKA ETTIQAVEIQ.

H dladikaoia TTpayuatoTroleital Je Ta doKiula va £xouv Joper opbBoywviwy paRowyv, o€
éva oloTnua eOpTWONG TPIWV Onueiwy, 6tou Ta dokKiuia c@apudlovial o€ pid
uTTOOTNPEICOMEVN BOKO.

Figure 67 Aokiun kGuyng oto Amada MX2
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9.3 AOKIMEZ KPOYZHz

Na tnv doKIuA Kpouaong, xpnoluoTroiénke To Terco MT220 Charpy, cUu@wva e 10 d1EBvN
mpoTUTTo ASTM D6110-04, pe TaxUtnTa €PEAKUCGUOU 10mm/min, Kai Bgpuokpacia
dwpariou.

H diadikaoia auth, agopd Tov TTPocdIopIoUO TWV IDIOTATWY KPOUONG TWV 0dOVTWTWV
OEIYMATWY TTOAUMEPWY, MEOW OTOBEPWYV OOKIMWY UTTO OUYKEKPIUEVEG KOl OTABEPEQ
ouvOnKeg Beppokpaaciag, Kal TaxuTnTag dOKIUAG.

H diadikaoia mrpayuartotrolgital ye 1o dOKipIa va €xouv pia @pelapiouévn €YKOTTH , WE
OKOTTO TNV CUYKEVTPWON TAONG € £va eUBPAUCTO KATAYUA.

Ta amroteAéopaTa TNG, TTPOCBIOPICOUV TNV AVTIOTAOTN TOu SOKIWioU oTnv Bpaucn Adyw
KQUTITIKAG KPouong, PE BAon TNV evépPyela TTOU OTTOPPOPATAl avd povada TTAAToug
Ociyparog .

Figure 68 Aokiun kpouons HDPE-ATO 4% oro 1o Terco MT220 Charpy
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9.4 AOKIMEZ MIKPOZKAHPOTHTAZ

MNa v doKIu MIKPOOKANPOTNTAG, Xpenoidotroiiénke T1o Innova Test 300 Vickers,
oupewva pe 1o d1EBvA TTpoTuTTo ASTM E384-17, 610U TTPOCdIopifeTal N OKANPOTNTA
MIKpoeVOAVNONG TWV UAIKWYV Kal TwV HIKpoeooxAoewv pe ecoxég Knoop kai Vickers, e
dokipaaoTikég duvauelg (amd 9,8* 102 éwg 9,8N). Emiong, yivetal avaAdon yia o@aApaTa
TTOU €TTNPEACOUV TO OTTOTEAEOHA OCOV  aQopd TNV  avatrapaywynuotnta, Tnv
emavaAnynuéTtNTa, TNV OKPIREIa KaI TRV TTPOKATAANWYN.

Figure 69 Mnxdvnua Innova Test 300 Vickers
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KE®AAAIO 10°- AIOTEAEZMATA

Mapakdtw, yivetal n avAdAucon Twv OTTOTEAEOUATWY OXETIKA MPE TIGC OOKIYEG TTOU
Tpoava@épdnkav, ota Tpia TToAupep (PETG, PA12, HDPE) UAIKG Pe TNV TTPOCONAKN
O¢e1diou Tou avTigoviou o€ TTEPIEKTIKOTNTES 2%,4%,6%,8%,10%.

10.1 PETG-ATO

10.1.1 E®EAKYZMOZ PETG-ATO

2TOV TTOPAKATW TTiVOKA, TTapouciddovTal o akpIBEG TIMES TNG OOKIWAG, 0t OAEG TIG
TTEPIEKTIKOTNTEG.

Ultimate Strength
PETG vs ATO AVG [MPa] | STDEV [MPa] | Change
PETG Pure 39,92 3,19 0,0%
PETG vs ATO 2% 43,52 2,46 9,0%
PETG vs ATO 4% 46,54 4,23 16,6%
PETG vs ATO 6% 48,32 2,67 21,0%
PETG vs ATO 8% 43,83 2,19 9,8%
PETG vs ATO 10% 41,55 3,57 4,1%

Maparnpeital, TTwg 10 KABapd PETG eival 39,92 MPa, pe Tuttikr) ammokAion 3,19 MPa.

Augavovtag 1o ATO oT0 4%, n avrox augavetal Trepaitépw ota 46,54 MPa, TTou €ival
16,6% uwnAoTepn ammd 10 KaBapd PETG. Auth n auénon &cixvel 611 To ATO augdvel
onuavTika Tnv 10U Tou PETG.

Ortav n mrepiekTikoTNTa 0 ATO €ival 6%, n TEAIKA avToxh @Tdvel o€ péyiotn Tiun 48,32
MPa, pia aignon 21%. Auto deixvel OTI TO CUYKEKPIPEVO TTEPIEXOMEVO Eival TO BEATIOTO yia
TNV augnon Tng avtoxng Tou UAIKOU.

Auté atrodeikvieTal 6tav augavovtag 1o ATO 010 8%, n avtoxr peiwveral ota 43,83 MPa,
peTaBoAn 9,8% oe olykpion pe 10 kaBapd PETG. Mia peiwon deixvel 611 10 TpdoBeTO
apxiCel va £xel apvnTiKO AVTIKTUTTO TTEPA aTTO £va OUYKEKPIMEVO OPIO CUYKEVTPWONG.

Kar’eméktaon oto PETG pe 10% ATO, n avioxn ueliwveTal Trepairépw ota 41,55 MPa,
TT0U €ival HOAIG 4,1% au&non o€ oxéon pe To kaBapd PETG. AuTto deixvel 0TI n utTEPBOAIKN
TpocBrkn ATO Ba peioel TNV ATTOTEAECUATIKOTNTA EVIOXUONG KAl UTTOPEI va PEICEI TRV
a1rédoon Tou UAIKOU.
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PETG Pure
PETG vs ATO
2%
PETG vs ATO
4%
PETG vs ATO
6%
PETG vs ATO
8%
PETG vs ATO
10%

Aidypaupa 1 Ultimate Strength - Tension — PETG vs ATO

Elastic Modulus
PETG vs ATO AVG [MPa] | STDEV [MPa] | Change
PETG Pure 214,54 17,38 0,0%
PETG vs ATO 2% 223,87 29,62 4,3%
PETG vs ATO 4% 229,50 6,25 7,0%
PETG vs ATO 6% 247,83 9,28 15,5%
PETG vs ATO 8% 238,60 4,17 11,2%
PETG vs ATO 10% 226,32 19,58 5,5%

To apxikéd pérpo eAaaTikéTNTAG ToU KaBapou PETG eival 214,54 MPa, pe TUTrikr atrokAion
17,38 MPa.

H mpooBnkn ATO 2%, augdvel 1o PETPO €AAOTIKOTNTAG KATA 4,3%, OUYKPITIKA PE TO
KaBapo, TTpdyua TToU onuaivel TTwg augdveral EAaQPWG N duoKapyia Tou UAIKOU.

Metd Tnv TTPooBNKn 4% ATO, 0 ouvTeAEOTAG EAAOTIKOTATAG QUENBNKE TTEPAITEPW OTA
229,50 MPa, pia augnon 7%. Autd deixvel 611 N eAAOTIKOTNTA cuveXidel va BeATILvETaI
Kabwg TrpooTiBevTal TrepiocdTepa ATO.

Otav n TrepiekTikdéTATA 06 ATO eival 6%, 0 OuvTeEAEOTAG €AACTIKOTNTOG QTAVEI OTNV
uwnASTepn TIPN Twv 247,83 MPa, pia augnon 15,5%. Auth n Tiur deixvel 0TI N TTPooOnKn
auTAG TNG ouykévTpwong ATO peyioTtoTroigi Tnv akauyia Tou PETG.

0 OUVTEAEOTNG €AOOTIKOTNTAG MEIVETAI eAa@pwg oTa 238,60 MPa, tTou civar 11,2%
upnAdTepog ammd autdv Tou KaBapou PETG. Auth n peiwon Oeixvel o011 n
amroreAeopaTikdTnTa ToUu ATO apyicel va peivetal TepIoadTepo atrd 6%.

Me tnv adg¢non g mepiekTikdTNTaG 0 ATO 010 10%, O CUVTEAEOTAG EAACTIKOTNTOG
MEIWVETAI TTEpaITEPW OTa 226,32 MPa, TToU €ival yoévo pia avénon 5,5% o€ oxéon pe 10
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KaBapd PETG. Autd utmrodnAwvel 6T n uttepPoAikr TTpooBnikn ATO utopei va eival
EMCAMIA VIO TNV AKOUWia TOu UAIKOU

300
250
200
150
100
50
0

PETG Pure
PETG vs ATO
2%
PETG vs ATO
4%
PETG vs ATO
6%
PETG vs ATO
8%
PETG vs ATO
10%

Aigypauua 2 Elastic Modulus - Tension - PETG vs ATO

Toughnes
AVG STDEV
PETG vs ATO [M)/m3] [M)/m3] Change
PETG Pure 6,06 0,41 0,0%
PETG vs ATO 2% 6,37 0,54 5,0%
PETG vs ATO 4% 6,73 0,53 10,9%
PETG vs ATO 6% 6,97 0,72 14,9%
PETG vs ATO 8% 6,82 0,71 12,5%
PETG vs ATO o
10% 6,64 0,23 9,5%

H apxiki avBekTIkOTNTa Tou KaBapou PETG cival 6,06 MJ/m3, pe tutikr amékAion 0,41
MJ/m3.

H 11pooBnikn ATO katd 2%, uttodelkvUEl Jia hIKp augnon kKaté 5% oTtnv avBekTIkéTNTA
Tou PETG.

Augavovtag Tnv mepiekTiIkOTATA 0 ATO 010 4%, n avBekTikdTNTA QTAVEI TO 6,73 MJ/M3,
pe BeAtiwon 10,9%. Auti n TR deixvel 6T n TTPooBnkn authg TNG ouykévipwong ATO
ouveyiZel va BEATILOVEI ONPAVTIKA TRV AvOEKTIKOTNTA.

Me v TTpo0oBnikn 6% ATO, n avroxn €prace oTn PEYIOTN TIMA Twv 6,97 MJ/m3,
onueiwvovTtag augnon 14,9%. Autd uttodnAwvel OTI QUTH N CUYKEKPIPMEVN OUYKEVTPWON
ATO peyioToTroiei TNV avBekTIKOTNTA TOoU PETG.

H avrtoxn peiwbnke ehagpd ota 6,82 MJ/m3, até¢non 12,5% o€ cuykpion pe 1o KaBapo
PETG. Av kai e¢akoAouBei va gival TTavw atrd Ta apXIKA ETTITTEDA, N TITWON UTTOBNAWVEI
ot n atmroteAeaparikdtnTa ToU ATO 0TN BeATIWON TNG AVOEKTIKOTNTAG QPXIdEl VO PEIWVETAI.
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TENOG, N avBeKTIKOTATA pElwveTal oTa 6,64 MJ/m?3, ue aunon 9,5% o€ oxéon pe 1o KaBapod
PETG, otn mpooBikn 10% ATO. Av kai n peiwon eakoAouBei va gival yeyaAutepn atmo
TO KaBapO, PaiveTal TTwG N UTTEPPOAIKN cuykEvTpwaon ATO, £xel apvnTikr avTidpaon.

10

8

6

4

2

0
(@] (@] (@] o
= = = =

A

PETG Pure
PETG vs ATO
2%

4%
6%
8%
10%

PETG vs

PETG vs A
PETG vs A
PETG vs A

Aidypappua 3 Toughness - Tension - PETG vs ATO
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10.1.2 KAMWH PETG - ATO

O1 doKIPEG IO KAPWN €XOouV TTAPOMOIa BOUNA HE TIG DOKIPEG TOU EQEAKUCHOU. ZUPQWVA UE
TO0 dldypappa 4 n BEATIOTN TTPOOUIEN 60OV agopd TIG OOKIYEG KAPWNG eival TO 6%
QVTIOTOIXA KAl VIO TO PMETPO EAAOTIKOTNTAG, XWPIG OUWGS VA UTTAPXOUV UEYAAEG DIAPOPES
OTIG TIUEG aTTO TO KaBapPO petg.

PETG vs ATO AVG [MPa] STDEV [MPa] | Change
PETG Pure 81,47 7,82 0,0%
PETG vs ATO 2% 88,40 9,00 8,5%
PETG vs ATO 4% 89,74 8,07 10,1%
PETG vs ATO 6% 93,23 9,93 14,4%
PETG vs ATO 8% 88,97 5,54 9,2%

PETG vs ATO

10% 84,73 8,78 4,0%

H mpooBnkn ATO oto PETG yevikd augdvel Tn péon avroxn (MPa) oe olykpion Pe 1O
KaBapod UAIKO.

MNa mapaderyua, otav n epliekTiIkOTNTA 0 ATO gival 2%, n avtoxA PTTopei va augnBei katd
8,5%, ka1 6tav n epiekTikOTNTA 0€ ATO €ival 4%, n avroxn putropei va augnBei katd 10,1%.

Otav n epiekTkOTNTA 0 ATO cival 6%, n avToxr augdveral TTEPICCOTEPO, PTAVOVTAG TA
93,23 MPa, TT0U €ival 14,4% uwnAoTepa attéd 10 KaBapd PETG.

e emiteda 8% kai 10%, n avioxn apxi¢el va peiwveral aAAG e§akoAouBei va givai
uwnAoTePN a1t To KaBapd PETG. Zuykekpiuéva, OTav N TTEPIEKTIKOTNTA €ival 8%, n avtoxn
TEQPTEI 0TO 9,2% O€ OXE0N YE TNV APXIKA augnaon, evw otav n ePIEKTIKOTNTA gival 10%, n
augnon tepiopietal 010 4,0%.

AuTO pTTopei va utrodeIkvUEl OTI o€ UPNASGTEPN TTEPIEKTIKOTNTA o€ ATO, TO TTPOCBETO YiveTal
AiyoTepo ouuBatd pe 1o PETG 1) apxicel va €xel DUOUEVEIG ETITITWOEIG,
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Elastic Modulus
PETG vs ATO AVG [MPa] | STDEV [MPa] | Change
PETG Pure 2043,58 134,01 0,0%
PETG vs ATO 2% 2134,69 140,16 4,5%
PETG vs ATO 4% 2241,73 125,25 9,7%
PETG vs ATO 6% 2355,06 106,37 15,2%
PETG vs ATO 8% 2132,68 141,37 4,4%
PETG vs ATO 10% | 2054,78 103,48 0,5%

To apxIkO HETPO eAAOTIKOTATAG TOou KaBapou PETG civar 2043,58 MPa, pe TUTTIKN
atrokAhion 134,01 MPa.

Me Tnv TpooOnkn 2% ATO augdvetal, TO PETPO €AaOTIKOTNTAG OTa 2134,69 MPa,
onueiwvovTag augnon 4,5%. Autri n augnon deixvel pia pikpr BeAtiwon otn duokauwia
Tou PETG pe Tnv TpooBrkn Tou TTpOGOETOU.

Metd Tnv TTpooBnkn 4% ATO, o cuvTeAEOTAG EAAOTIKOTNTAG aUENONKe oTa 2241,73 MPa,
Mia auénon 9,7%. Auth n TIPR uttodnAwvel onPavTiky BeATiwon oTnv akapyia Tou PETG
o€ PETpIEG ouykevTpwoelg ATO.

Ortav mpooTedei 6% ATO, 0 oUVTEAEOTAG EAGOTIKOTNTAG QTAVEI OTNV UYWNASTEPN TIKA TWV
2355,06 MPa, pe au¢non 15,2%. Autd uttodeikvuel 0TI auTh n 101K ouykévipwon ATO
MeyioToTTOIEl TNV aKauwia Tou PETG.

H avtoxn peiwbnke ehappd ota 2132,68 MPa, mou Atav 4,4% uywnAdTepn atmod 1o KaBapo
PETG. MNapd tn peiwon atmd 1o upnAdTtepo onueio, N ouykévipwon ATO 8% e§akoAouBei
va TTapéXEl KOAUTEPN akapWia atrd 1o kaBapd PETG, av Kal Ye TTepIopicuévn augnon.

Metd Tnv TpooBnkn 10% ATO, 0 ouvteAeOTAG €AAOTIKOTNTAG WEIWONKE eAappd OTa
2054,78 MPa, 1Tou fTav yovo uia augnon 0,5% o€ ouykpion pe 1o kaBapo PETG. Auth n
Meiwon uttodnAwvel 611 o uwnAOTEPeG ouykevipwoelg ATO utopei va  €xouv
TTEPIOPIOUEVEG ] OKOUA KAl apVNTIKEG ETTITITWOEIS OTNV OKAPYIa TOU UAIKOU.
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10.1.3 kpouon PETG-ATO

H 1pooBAkn o&ecidiou Tou avTigoviou @aiveTal va £xel eAa@pid emmidpacn oTtnv
OUYKEKPIYEVN 1816TNTA, KABWG N TTPOCUIEN ME TN MEYOAUTEPN AVTOX O€ Kpouaon gival To
8% Ywpig OuwWG va £xel ueydAn dilag@opd aTrd 10 KaBapd TTOAUMEPH.

Impact Strength
PETG vs ATO AVG STDEV [kJ/m2] | Change
[k)/m2]

PETG Pure 6,96 0,09 0,0%
PETG vs ATO 2% 7,39 0,49 6,2%
PETG vs ATO 4% 7,68 0,66 10,4%
PETG vs ATO 6% 7,97 0,71 14,5%
PETG vs ATO 8% 8,27 0,86 18,8%

PETG vs ATO 10% 8,06 0,72 15,8%

H avBekTIKOTNTA O€ KPOUan Tou kabapou eival 6,96 kJ/m?, pe Tutnikr ammokAion 0,09 kd/m>.

21NV TTPo0oBNKN 2% @aivetal TTwg N MIKPR TToooTnTa ATO BEATIWVEI TNV IKAVOTNTA TOU
PETG va avtéxel o€ kpouoeig Katd 6,2%.

MeTd Tnv TTPooBnkn 4% ATO, n avtioTaon kpouong @Tavel Ta 7,68 kd/m?, onPeIwvovTag
augnon 10,4%. AutA n augnon Bcixvel 611 To ATO ouveyiel va evioxUel TNV avTiotaon
Kpouong Tou PETG.

Ortav mpooTebei 6% ATO, n avriotaon Kkpouong @Tavel 0To uPnAdTEPO £TTiTTEdO OTA 7,97
kd/m?, onueiwvovtag auénon 14,5%. Autd utmmodnAwvel OTI QuT] N OUYKEKPIPEVN
ouykévtpwaon ATO peyioToTtrolei TV avtoxn o€ kpouan Tou PETG.

H avtiotaon kpouong @tavel Ta 8,27 kd/m?, Trou eival 18,8% uywnAdtepn atd 10 KaBapo
PETG. Autf n augnon dcixvel 611 n ouykévipwon 8% ATO peyioToTrolEl TNV avTioTaon
Kpouong.

Me tnv mpooBnikn 10% ATO, n avtoxr Kpouong peiwbnke eAappd ota 8,06 kd/m?, augnon
15,8% o€ ouykpion pe 10 kaBapd PETG. Av kal n avTtioTaon TTapapével TTavw amo Tnv
apxIKA TIPA, N EAa@Pa peiwan uttodnAwvel 611 o1 UTTEPBOAIKEG ouykevTpwoelg ATO ptTopEi
VQ NV €ival TO00 aTToTEAECUATIKEG OGO Ol XAPNAGTEPEG OUYKEVTPWOEIG.
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10.1.4 jikpdokAnpéTnTa PETG-ATO

21N SOKIUN PIKPO okANPOTATAG N TTPOoHIEN 10% @aiveTal va €xel BeATiLwoel TRV 1B16TNTA
ToUu KaBapou PETG katd ykoA 2,8HV.

Hardness Strength
PETG vs ATO AVG [HV] | STDEV [HV] | Change
PETG Pure 11,17 0,81 0,0%
PETG vs ATO 2% 11,77 0,91 5,4%
PETG vs ATO 4% 12,36 1,04 10,6%
PETG vs ATO 6% 13,32 0,95 19,3%
PETG vs ATO 8% 13,54 1,03 21,3%
PETG vs ATO 10% 13,97 1,01 25,1%

H apxikr} okAnpotnTta Tou kabapou PETG civail 11,17 HV (Vickers Hardness), pe TUTTKn
atrokAion 0,81 HV.

H mpooBnkn 2% ATO augnoe tn okAnpdtnTa ota 11,77 HV, uwia avgnon 5,4%. Auti n
augnon ocixvel o1l pia pikp TToootnTa ATO BeAtiwovel Tnv IkavotnTa Tou PETG va
QVTIOTEKETAI TNV TTAPAPOPPWOT).

Metd Tnv TTpooBrikn 4% ATO, n okAnpotnTa @tavel Ta 12,36 HV, aug¢non 10,6%. Auti n
TIuA dgixvel 6T To ATO ouveyiCel va BeATiwovel TR okAnpoTnTa Tou PETG.

To uywnAoTepo emmimedo OKANPOTNTAG TTapatnEAOnke We Tnv TpooBrikn 6% ATO,
@Tavovtag Ta 13,32 HV, augnon 19,3%. AuTA n TP Ocixvel 6Tl aQuTA N CUYKEKPIYEVN
ouykévtpwaon ATO peyioTtoTtrolei Tn okAnpoTnTa Ttou PETG.

H okAnpotnTa auédavetal mepaitépw ota 13,54 HV, 1Tou gival 21,3% uwnAoTepn ammd 1o
kaBapo PETG. Av kai n okAnpotnTa ouveyiel va augdveral, 1o 8% ATO eival Kovta oTn
MEYIOTN augnon.

Metd v 1mpooBnkn 10% ATO, n okAnpétnta @tavel ta 13,97 HV, tou eivai 25,1%
uwnAoTepn atmmd 1o KaBapd PETG. Auth n miuR &eixvel T peyaAuTepn avénon tng
OKANPOTNTAG, av Kal n auénon eivalr Mo apynl o€ OUYKPION MHE TNV TTPONYOUUEVN
OUYKEVTPWON.
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10.2 PA12-ATO

10.2.1 eppeAKUOp6g PA12-ATO

OTNV TTEPITITWON Kal TG OOKIUNAG EPEAKUCOU Tou PA12, @aivetal TTwg N mpooBdrikn ATO
EXEI AUEAOEI paveEPE TNV AVTOXH OXEDOV KaTd 4 MPa, oTnv TTpocpeign 4%, evw TTapdAAnAa
TTOAU KOVTA O€ auTo gival Kai To 6%.

Ultimate Strength

PA12 vs ATO AVG [MPa] | STDEV [MPa] | Change
PA12 Pure 34,38 1,62 0,0%
PA12 vs ATO 2% 36,97 1,71 7,5%
PA12 vs ATO 4% 41,02 3,04 19,3%
PA12 vs ATO 6% 39,77 2,48 15,7%
PA12 vs ATO 8% 37,28 1,30 8,4%

To kaBapod PAL12, £xel TeAik avtoxn 34,38 MPa, ue Tutmkh ammoékAion 1,62 MPa.

H 11pooBnikn 2% ATO @épvel TNV attdAuTn avToxr ota 36,97 MPa, pia augnon 7,5%. Auti
n au¢non utrodnAwvel BeATiwon TNG 1I0xU0G Tou PA12 pe Tnv TTPocOAKN MIKPAG TTO0OTNTAG
ATO.

Me mpooBnkn 4% ATO, n teAikf avtox ¢Tavel Ta 41,02 MPa, pia au¢non 19,3%. Auti n
augnan deixvel 61T n TpooBdrikn ATO au&dvel onuavTika TNV TEAIKr avtoxr Tou PA12.

H TeAikn avtoxf peiwbnke ehappd ota 39,77 MPa otav TpooTébnke 6% ATO, To otroio
nrav 15,7% uvwnAdtepo atrd 1o KaBapd PA12. Av kai n TEAIKA avToxr gival upnAoTepn atrd
TO apxIké eTiTTredo, N AUgnOoN cival JIKPATEPN 0€ oUYKpPIon PE TN ouykévipwon ATO 4%.

Otav mpocBétete 8% ATO, n TeAik avroxn ¢tavel Ta 37,28 MPa, mou cival 8,4%
uwnAoTepn ammd v kabapy PA12. Autr) n peiwon oe oxéon pe Tn ouykévipwaon 4%
uttodNAWVEl 0TI N TTPOCONKN UWPNASTEPWY CUYKEVTPWOEWV ATO €xel TTEPIOPIOUEVN BETIKN
eTTiIdOpaCn oTNV TEAIKA avToxn.
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MaA oTIg iDIEG TTPOCHIEEIS gival pavepr N auénon Tou PETPOU EAAOTIKOTATAG BEATILOVOVTAG
€101 TIG AvTOXEG TOu PA12.

Elastic Modulus
PA12 vs ATO AVG [MPa] STDEV [MPa] Change
PA12 Pure 114,78 5,20 0,0%
PA12 vs ATO 2% 119,02 6,86 3,7%
PA12 vs ATO 4% 134,63 4,21 17,3%
PA12 vs ATO 6% 136,49 10,21 18,9%
PA12 vs ATO 8% 125,13 6,28 9,0%

O apxikég eAaaTIKOG WOdIoG Tou KaBapou PA12 cival 114,78 MPa, pe TUTTIKI] atTOKAIon
5,20 MPa

H 1mpooBrikn 2% ATO augdvel Tov EAAoTIKO podio ota 119,02 MPa, onpeiwvovTtag auénon
3,7%. Auti n aug¢non ocixvel pia eAa@pd evioxuon Tng IKAvOTNTAG TOu UAIKOU va
QVTIOTEKETAI OE TTAPANOPPUICEIS ME TNV TTPOCOAKN pIag piIkpng TToooéTnTag ATO.

Me 4% ATO, o eAaoTikdg podiog eTavel Ta 134,63 MPa, pe auénon 17,3%. Autr) n augnon
uttodnAwvel onuavTikh BeAtiwon otn okAnpdotnTa Tou PA12 pe Tnv rpooBrikn ATO.

O eAaoTIKOG PodIog augavetal Trepaitépw ota 136,49 MPa pe 6% ATO, onueiwvovTag
augnon 18,9%. AuTA n CUYKEVTPWON QAIVETAI VO TTIPOOQPEPEI TN HEYAAUTEPN BEATIWON OTNV
eAaoTikéTNTA TOU PA12.

Me 8% ATO, o €AaOTIKOG POdIOG pelwveTal eEAappws ota 125,13 MPa, onueiwvovtag
auénon 9,0% o€ oxéon pe 10 KaBapd PA12. MNapd TV eAa@pd peiwan, N TINA TTOPAUEVEI
uwnASTEPN aTTO TNV APXIKH.
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Toughnes
PA12 vs ATO AVG [MJ/m3] STDEV [MJ/m3] Change
PA12 Pure 22,03 1,44 0,0%
PA12 vs ATO 2% 22,66 2,11 2,9%
PA12 vs ATO 4% 25,63 1,94 16,3%
PA12 vs ATO 6% 26,06 1,49 18,3%
PA12 vs ATO 8% 23,50 2,22 6,7%

To kaBapd PA12 £xel avrox Opauong 22,03 MJ/m3, pe Tutrikr atrékAion 1,44 MJ/m3.

H mmpooBnikn 2% ATO augnoe Tnv avBekTIKOTNTO Bpauong o€ 22,66 MJ/m?3, dnAadr) katd
2,9%. Autf n pIKpA augnon &cixvel 6T pia pikpr TToooTnTa ATO auédvel eAa@pwg TV
avToxn Tou PA12.

Me 4% ATO, n avBekTIKOTNTA 0€ Bpaucon £épBace Ta 25,63 MJ/m?, aug¢non 16,3%. Auti n
onpavTikn aug¢non uttodnAwvel 611 pia peoaia roootnTa ATO BeATIWVE TRV IKAVOTNTA TOU
PA12 va atroppo@d evépyela TTpiv atréd T Bpadan.

H mmpooBnkn 6% ATO augnoe mrepaitépw TNV avOekTikOTNTA o€ Bpavon oe 26,06 MJ/m?3,
auénon 18,3%. AuTr) N oUYKEVTPWON QUEAVEI TTEPIOCCOTEPO TNV avToxr Tou PA12.

Otav mpoaoTiBetal 8% ATO, n avBekTikdTNTA 0 Bpavon peiwveTal eEAappws oe 23,50
MJ/m3, abénon 6,7% og ouykpion Pe 1o kKaBapd PA12. H avroxn rapauével upnAdTepn
a1Td TO APXIKO ETTITTE®O, AAAG N auénon ival IKPOTEPN O€ OUYKPION HPE TIG CUYKEVTPWOEIG
ATO 4% kai 6%.

30

25
20
15
10

0

Aigypaupa 10 Toughness - Tension — PA12 vs ATO

(6]

PA12 Pure
PA12 vs ATO
2%
PA12 vs ATO
4%
PA12 vs ATO
6%
PA12 vs ATO
8%

149



10.2.2 kGpyn PA12-ATO

OTO TTAPAKATW SIAYpAPUa gival @avepr N augnon os avtoxn kauywng. To PA12 PURE, éxel
N MIKPATEPN AVTOXH VW HE TNV TTPo0BAKN ATO auldveTal CUVEXWG XWPIG va TTEQPTEI KATW
aTro TNV TIYA.

Ultimate Strength

PA12 vs ATO AVG [MPa] | STDEV [MPa] | Change
PA12 Pure 45,68 3,13 0,0%
PA12 vs ATO 2% 47,01 2,01 2,9%
PA12 vs ATO 4% 53,95 2,93 18,1%
PA12 vs ATO 6% 54,18 1,99 18,6%
PA12 vs ATO 8% 50,20 2,80 9,9%

To kaBapd PA112 £xel avtoxn o€ Kauyn 45,68 MPa,ue Tutrikr) ammokhion 3,13 MPa.

AuT n JIKPR auénon &eixvel 0TI N TTPOCBAKN MIKPNG TToodTNTag ATO auédvel EAa@pwg TNV
avtoxn Tou PA12.

Me tnv TpooBrikn4d% ATO, n TeAIkn avtoxn £épBaoe Ta 53,95 MPa, auénon 18,1%. Auti n
onpavTik auénon utrodnAwvel OTI pia yecaia moootnTa ATO aufdvel onuavtika Tnv
avToxn Tou PA12.

H teAikr) avroxfitou PA12 pe 6% ATO augnbnke ehagpwg ota 54,18 MPa, augnon 18,6%.
AUTH N CUYKEVTPWON AVTITTPOCWTTEUEI TN JEYOAUTEPN AUENON TNG AvToXHG o€ Bpalcon Tou
PA12.

Otav 1TpooTéOnke 8% ATO, n TeNIKA avroxn deiwdnke edagpwg ota 50,20 MPa,
avTITTpoowTrelovTag auénon 9,9% oe ouykpion pe 10 KaBapd PA12. Mapd tn HIKpeN
MEiwaoN, N TEAIKA avToxr TTapauével upnAdTepn atTd TNV apXIKN TIFA Tou kabapou PA12.

150



60
50

40
30
20
10

Aidypaupa 11 Ultimate Strength - Flexural — PA12 vs ATO

0

%8
OlV SA ¢Tvd

%9
OlV SA ¢Tvd

%V
OlV SA ¢Tvd

%C
OlV sA¢Tvd

?iNnd ¢Tvd

151



Ouoiwg 1oxUEel Kal yia To JETPO EAAOTIKOTATAG

Elastic Modulus
PA12 vs ATO AVG [MPa] | STDEV [MPa] | Change
PA12 Pure 930,05 58,86 0,0%
PA12 vs ATO 2% 997,71 90,94 7,3%
PA12 vs ATO4% | 1099,70 44,92 18,2%
PA12vs ATO6% | 1064,54 40,03 14,5%
PA12 vs ATO 8% 959,60 93,49 3,2%
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10.2.3 kpouon PA12 - ATO

OTNV TTEPITITWON TNG KPoUoNG dev UTTAPYXOUV PEYAAES aAAayEG atTd To KaBapd PA12. Ol
TIMEG augavovTal OUAAd, PE TRV TTPOCUIEN TwV 8%, YE £XEI HEYAAUTEPN TIUN.

Impact Strength
PA12 vs ATO AVG STDEV [kJ/m2] | Change
[ki/m2]

PA12 Pure 11,51 0,56 0,0%
PA12 vs ATO 2% 12,07 0,81 4,9%
PA12 vs ATO 4% 12,72 1,14 10,5%
PA12 vs ATO 6% 12,98 1,26 12,8%
PA12 vs ATO 8% 13,36 1,00 16,1%
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10.2.4 pikpO6oKAnpoTRTA PA12-ATO

oUP@WVA PE TO TTAPAKATW BIAYPANKA, N augnon TNG MIKPOOKANPATNTAG gival avdAoyn e
TNV aUgNon TNG TTEPIEKTIKOTNTAG TOU 0&EIDIOU TOU AVTIUOViou.

Hardness Strength
PA12 vs ATO AVG [HV] | STDEV [HV] | Change
PA12 Pure 11,09 0,89 0,0%
PA12 vs ATO 2% 11,21 0,44 1,1%
PA12 vs ATO 4% 11,97 0,58 8,0%
PA12 vs ATO 6% 12,42 0,85 12,0%
PA12 vs ATO 8% 12,53 1,19 13,0%
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10.3 HDPE - ATO

10.3.1 eppeAkuop6g HDPE-ATO

oTnv TEPITTTwon Tou HDPE, n TTpooBrkn o&eidiou Tou avTigyoviou @aiveTal va eival
BonénTikA KaBw¢ otnv TTPOCoUIEN Twv 6%, N avrtoxr o€ KABOAIKIONO AugdveTal KaTd
3,67MPa. QoT1600, KABWG autdveTal N TTEPIEKTIKOTNTA Tou ATO, n avioxr 0€ €QEAKUCTHO
TEIVEI va ETTIOTPEPEI TNV APXIKN TIUN Tou kaBapou HDPE.

Ultimate Strength
HDPE vs ATO AVG [MPa] | STDEV [MPa] | Change
HDPE Pure 17,58 0,57 0,0%
HDPE vs ATO 2% 18,74 0,81 6,6%
HDPE vs ATO 4% 19,70 1,18 12,1%
HDPE vs ATO 6% 21,25 1,82 20,9%
HDPE vs ATO 8% 20,15 1,26 14,7%
HDPE vs ATO 10% 18,09 0,78 2,9%

H avtoxn o€ epeAkuouod Tou HDPE eivar 17,58 MPa, ue Tutmkr amrokAion 0,57 MPa.

H mpoobnikn 2% ATO augnoe Tnv TeEAIKN avtoxn katd 6,6% o€ 18,74 MPa. H aug¢non autn
UTTOdNAWVEI Pia JIKPA augnon Tng avTtoxng Tou HDPE.

Otav mpooTédnke 4% ATO, n TeAIKR avtoxn €épTace Ta 19,70 MPa, dnAadr auénon 12,1%.
AuTn n onuavTikh augnon uttodnAwvel o1 N uéTpia ATO audvel Tnv avroxr Tou HDPE.

H teAikny avtoyr Tou HDPE pe 6% ATO é@tace 1a 21,25 MPa, aig¢non 20,9%. Ze autr T
ouyKEVTpwaon, n TeAIKA avtoxr Tou HDPE augnbnke TepioodTepo.

Me 8% ATO, n TeNIK avToxn peiwbnke eha@pwg ota 20,15 MPa kai augnénke katd 14,7%
o€ ouykpion pe 1o kaBapd HDPE. Mapd tn pikp peiwon, n TEAIK avTox TTOPAPEVE
uwnAGTEPN atrd TNV apxIkn T Tou kabapou HDPE.

Me mnv mpooBnkn 10% ATO, n TeAikf avtoxn Meiwdnke ota 18,09 MPa, onueiwvovTtag
auvénon katd 2,9% o€ ouykpion pe 10 KaBapd HDPE. H teAikf avioxh trapauével
uwnAGTEPN aTTO TNV APXIKA TIWA, AAAG N augnon cival JIKpOTEPN aTTo O,T1 VIA XARNAOTEPES
ouykevTpwoelig ATO.
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Mapdpoia dopr) akoAouBeiTal Kal yia To PJETPO EAAOTIKOTNTAG PE POVN dlagopd OTI auTtod
yivetal otnv TTpoopign Tou 8%.

Elastic Modulus
HDPE vs ATO AVG [MPa] | STDEV [MPa] | Change
HDPE Pure 72,38 5,70 0,0%
HDPE vs ATO 2% 75,90 5,56 4,9%
HDPE vs ATO 4% 82,22 6,58 13,6%
HDPE vs ATO 6% 85,41 8,06 18,0%
HDPE vs ATO 8% 85,89 3,40 18,7%
HDPE vs ATO 10% 79,28 2,48 9,5%
100
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Toughnes

AVG STDEV
HDPE vs AT Change
vs ATO [MJ/m3] [MJ/m3] g
HDPE Pure 11,16 0,77 0,0%
HDPE vs ATO 2% 11,76 0,80 5,3%
HDPE vs ATO 4% 12,78 1,13 14,5%
HDPE vs ATO 6% 13,38 0,45 19,9%
HDPE vs ATO 8% 12,53 0,49 12,2%
HDPE vs ATO
4 o,
10% 12,09 0,9 8,3%
16
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g (@] o (@] (@) (@)
2 & = = = 2
[a [a 1% [= [ [
T [a) o I o o
T T T T I

Aigypauua 17 Toughness - Tension — HDPE vs ATO
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10.3.2 kGuywn HDPE - ATO

21N SOKIPN KAPWNG o1 TTPOCHIEEIS 6% Kal 8% @aiveTal va £XOUV TTEPICCOTEPN AVTOXH ATTO
OT11 T0 KaBapd HDPE,

To idl0 10XUEl Kal yIa TO JETPO EAACTIKOTATAG.

Ultimate Strength
HDPE vs ATO [Q\;Ga] STDEV [MPa] | Change
HDPE Pure 16,87 1,08 0,0%
HDPE vs ATO 2% 17,38 0,73 3,0%
HDPE vs ATO 4% 18,96 0,97 12,4%
HDPE vs ATO 6% 19,78 1,04 17,2%
HDPE vs ATO 8% 19,91 1,13 18,0%
HDPE vs ATO 10% 18,72 0,70 10,9%
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Elastic Modulus

HDPE vs ATO AVG [MPa] | STDEV [MPa] | Change
HDPE Pure 586,02 31,72 0,0%
HDPE vs ATO 2% 619,96 50,44 5,8%
HDPE vs ATO 4% 678,20 37,89 15,7%
HDPE vs ATO 6% 690,64 21,31 17,9%
HDPE vs ATO 8% 689,33 40,39 17,6%
HDPE vs ATO 10% 614,53 23,70 4,9%
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10.3.3 kpouon HDPE-ATO

TNV TTEPITITWOTN AUTH, UTTAPXEl KIa OPOAR augnon €wg Kal To 8%, agou PETA QaiveTal va
MEIWVETAI OXETIKA YPIyopa.

Impact Strength
HDPE vs ATO AVG STDEV [kJ/m2] | Change
[kJ/m2]

HDPE Pure 9,92 0,75 0,0%
HDPE vs ATO 2% 10,12 0,45 2,0%
HDPE vs ATO 4% 10,85 0,47 9,4%
HDPE vs ATO 6% 11,22 0,61 13,1%
HDPE vs ATO 8% 11,84 1,08 19,4%

HDPE vs ATO 10% 11,38 0,75 14,7%

H kaBapn avraxn o€ kpouon givar 9,92 kd/m?, ue Tummikr ammékAion 0,75 kd/m?2.

H mpooBnikn 2% ATO auénoe Tnv avtoxr o€ kpouon katd 2,0% o€ 10,12 kd/m?. Auth n
MIKpR auénon Ocixvel OT pia piIkp TToodtnTa ATO BeATILWOVEl EAAQPWG TV aVTOXH O€
Kpouon Tou HDPE.

H avtoxn o€ kpouorn Tou HDPE pe 4% ATO é9pBaoe 1a 10,85 kd/m?, augnon 9,4%. AuTi n
onpavTiki augnon utrodnAwvel o1 N PETpIa ATO BeATiwvel TNV avToxh o€ Kpouaorn Tou
HDPE.

H avtoxn o€ kpouon tou HDPE pe 6% ATO £¢Baoe 1a 11,22 kd/m?, augnon 13,1%. Autn
N GUYKEVTPWOT) QUuEAvel TTEPICCOTEPO TNV avToxn o€ Kpouon Tou HDPE.

H avtoxn o€ kpouon tou HDPE pe 8% ATO £@Baoce ta 11,84 kd/m?, auénon 19,4% o€
ouykpion Je 10 KaBapd HDPE. Auti n cuykévipwon €xel TRV uynAdtepn avénon Tng
avToxXNG o€ Kpouaon.

Me tnv 1pooBnikn 10% ATO, n avtoxr o€ Kpouon PeIwdnke eAappwg ota 11,38 kd/m? kai
augnenke katd 14,7% oe ouykpion We 10 kKaBapd HDPE.
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10.3.4 pikp6okAnpoéTRTA HDPE-ATO

oUPewva Pe To diIdypauua, n TpooBdnkn o&eidiou Tou avTipyoviou oto HDPE, @aivetal va
EXEl EAAPPIG £TTIOPOC OAAG OUAAG QUEAVOMEVN.

Hardness Strength
HDPE vs ATO AVG [HV] | STDEV [HV] | Change
HDPE Pure 9,09 0,85 0,0%
HDPE vs ATO 2% 9,37 0,51 3,0%
HDPE vs ATO 4% 9,96 0,48 9,6%
HDPE vs ATO 6% 10,17 0,66 11,8%
HDPE vs ATO 8% 10,40 0,83 14,4%
HDPE vs ATO 10% 10,65 0,34 17,2%
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KE®AAAIO 11° — ZYMNEPAZMATA

MNa 10 TTEipapa TTOU TTPAYUATOTIOINONKE YyIA TN MEAETN TWV WNXAVIKWY ISIOTATWY TWV
UAIKWV TTou €TTIAEXONKaV yia Tn d1aTpiBn Kal TIG avTOXEG TOUG, Ta EUpHHATa BpEBnKav TTOAU
KAAQ. Q¢ ek TOUTOU, YIO VA KATAVOROOUUE ETTAPKWG TN JeBodoAoyia Kal Ta atroTeEAéoUOTA
NG €peuvag, €ival amTapaitnTo va 60000V AETTTOUEPEIES YIA TIG HEBGOOUG Kal Ta UAIKA TToU
XPNOIYOTTOIOUVTAI, KOBWG Kal TIG CUVBNKEG KAl TO ATTOTEAECUOTA TWV TTEIPAPATWY. AUTH
gival pia TTOAU TTPOKTIKI MEAETN, KOBWG Ol PNXAVIKEG IDIOTNTEG TWV TTOAUUEPWY UAIKWV
TTPETTEN va gival TTOAU KAAEG yia va aQvTOTTOKPIVOVTAI OTIG VEEG ATTAITACEIG OTNV AVATITUEN
Blounxavikwy TTPOoIGVTWYV Kal TEXVOAOYIWV.

2€ auTA TNV €pyaacia, Ta utrod £peuva UAIKG TTPooPifovTal yIa KATAOKEUAOTIKOUG OKOTTOUG,
OUYKEKPIUEVA YIA XPHON O€ KOTAOKEUEG OTTOU aTTAITOUVTAI KAAUTEPEG UNXAVIKEG 1010TNTEG:
uWnASTEPN avVTOXI O€ EQPEAKUCHO Kal KAuwn. H diadikaoia eTTIAOYAS TWV CUYKEKPIYEVWYV
TTOAUPEPWYV BaCioTNKE O€ KPITAPIO TTOU a@opoUV TN BIOKNXAVIKH TOUG £QApPMOYr, TV
€UKOAIa TTpOoBaong Kal TN duvatoTnTa BEATIWONG HECW TTPOCHICEWV.

Ta moAupep uttd dokiun gival PETG, HDPE kai PA12. Evw 10 PETG €ival egaipeTiké
eukauTrTo Kal dlapavég, To HDPE civar okAnpd kal €xel uwnAn xnuikg avroxr. Ao Tnv
GAAN TTAeupd, 10 PA12 xapakTtnpidetal atrd eEQIPETIKEG PNXAVIKEG KAl XNMIKEG 1010TNTEG
BpiokovTag €101 e@apuoyég oe dlapopeg TeEXvoloyieg. To oeidio Tou avTipyoviou (ATO)
EVOWMATWONKE o€ autd Ta TTOAUMEPN, KOBWC éxel avagepBei o611 aufdvel TN PNxavikn
avtoxn, TN OepuIKA oTABEPATNTA KAl TIG TTPOOTATEUTIKEG 1I10TNTEG TWV UAIKWV ATt Tnv
uTTEPIWAN akTivoBoAia. AAa TpdoBeTa TTou Ba uttopoudcay va £Xouv XpNnolhoTToindei oTtnv
TPOTTOTTOINGN TWV TTOAUPEPWYV TTEPIAaPBAvouv To ogidlo Tou TiITaviou f 1o oeidlo Tou
WeudapyUpou. PITTopouV €TTIoNG va BEATILWOOUV TIG IBIOTNTEG TOU UAIKOU TTPOUOPPUWHATOG.

O1 punxavikég 18160TNTEG aglohoyndnkav PEow BOKIPWY EQEAKUCHOU, KANWNG, KpoUuong Kal
MIKpOOKANPESOTNTOG. Ta TTEIpAUATA TTPAYHATOTTOINBNKAY aKOAOUBWVTAG HIa dladikaoia
BrApa Tpog PAMA yia Tn OTOBEPOTTOINON Twv CUVONKWYV, PE 1BIAITEPN TTPOCOXN OTNV
OKPIBEIO TWV PETPHOEWYV. ZTIG OOKIUEG EQEAKUCHOU, TA KAAUTEPQ ATTOTEAEOPOTA £DEICAV TO
PETG-ATO, evw n xaunAdTepn avtoxr oe epeAkucuo Ppédnke oto HDPE. H avToxn o¢
eQPEAKUOUO eival pia atmd TIG POCIKEG PNXAVIKEG 1ID1IOTNTEG Kal TTaifel CWTIKO POAO,
EMTPETTOVTAG TN XPNON TIOAUPEPWY OE TTEPIOXEG €QAPHOYAG OTTOU UTTOKEIVTOI OF
OIaPOPETIKOUG TUTTOUG KaTaTrévnong. Ta aroteAéopata £€deiav 011 1o TTpdoBeto ATO
evioyUel dpapatik@ TNV IKAvVOTNTA £QPeAKUCUOU Tou PETG tTévw atrd Ta UTTOAOITTA UAIKA,
KABIOTWVTAG TO TTOAU OKANPO.

Mapdpoia atroteAéopaTa TTapatnendnkav ce TeipduaTa Kauyng, 6émou 1o PETG €6¢iée
TNV uwnAdTepn avtoxr kai To HDPE tn xaunAdtepn avtoxr. H avrtoxr) o€ kauwn eivai
e€ioou onuavTikr, €18IKA O EQAPPOYES TTOU ATTAITOUV TO UAIKO VA AVTEXEI TNV KATATTOVNON
Xwpig va Tapapopewvetal. H tmpoobrikn ATO @davnke va evioxUel Tn OUVOAIKN
otaBepdtnTa Tou PETG oTnv Auyiopévn KatdoTaon, KaBioTwvTag To TO UAIKO WE TnV
KaAUTEPN aTTOS00N OE QUTO TO CUYKEKPIUEVO TTEipapa. AvTiBeTa, o€ SOKINES KpOUONG TTOU
MEAETOUV TNV avToxr €vog UAIKOU o€ &a@VIKEG KPOUOEIG, TO TTOAUAIBUAEVIO UWnAng
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TukvoTNTOaG (HDPE) £8¢€1EE TNV UWNnAGTEPN QVTIOTACN, €VW N TTOAUAIBUAEVOTEPEPOAAIKN
yAuk6An (PETG) 1n xaunAdtepn. Ta Treipduara  Kpouong Ttoviocav TG 1816TNTEG
QVOEKTIKOTNTAG TOU TTOAUPEPOUG UTTO aKPAieg CUVOAKEG, UE TO ATTOTEAETHATA VO DEIXVOUV
o1 To HDPE ptropei va xeipioTei Eagvikéd @opTia KaAUTepa atrd GAAQ UAIKA.

Ooov agopd TN HIKPOOKANEOTNTA, T0 PETG KateTdyn oTnV KOPUPH KaBWg EeTTépaae OAa
Ta GAMa oe avroxn, evw 10 PA12 katetdyn xoaunAotepa. Ta ammoTeAéouara TTou
AauBdvovTal yia Tn PIKPOOKANPSGTNTA TOu UAIKOU gival TTOAU KATOTOTTIOTIKE, &I0TI 6000
uwnAOTEPQ €ival, TOOO TTI0 avOEKTIKO gival éva UNKO o€ SUVAUEIG PIKPAG KAIJOKAG - Hid
TEPITITWON EUUEDNG IDIGTNTAG O OUYKPION KE TNV TTPOKTIKA EQAPMOYT).

2UVOAIKG, Kal Ta Tpia TTOAUpPEPA TpoTrotroinOnkav We ThV TTPOCOrKn oggidiou TOU
avTigoviou (ATO), ue ammoTéAeopa BeATIWHPEVES 1IB16TNTEG O€ GUYKPION PE Ta KaBapd UAIKA.
O1  peyaoAUTepeg aufhoelig  TTapatnpiOnkav  oTnv  TTEPIEKTIKOTNTA 6% kai 8%,
UTTOOEIKVUOVTAG OTI N OUYKEVTPWON TTPooBETwy TTailel Bacikd podAo oTn BeAtiwon TnNg
amodoong. AgiCel va onueiwBei 0TI N atTOKAION TwV GPIBUNTIKWY TIHWYV OTA ATTOTEAEGUATA
gival oTabepr, yeyovog TTou UTToONAWVEL TN 0TABEPOTNTA TNG METPNONG KAl TNV AEIOTTIOTIA
Tou TreIpduatog. Mia PEAETN Twv PNXAvIKWY I010TATWY TwV TTOAUPEPWY ME TTPOCHIEN
o&eidiou Tou avTigoviou (ATO) odAyNoe 0g evOIOPEPOVTA CUPTTEPACUATA OXETIKA HUE TN
BeAtiwon TnNG ammddOO0NG TOUG, €V Ol AVAAUTIKEG HEAETEG Twv OedoPEVwY TTapEixav
TTOAUTIMEG TTANPOYOPIES YIA TNV KATAVONON TG CUUTTEPIPOPAS TOUG.

H ouvoAikn eikéva Twv amoTeAeopdtwy givar 611 n Tpoadnkn ATO avtavakAd BeTika
ATTOTEAECPATA OTIG PUNXAVIKEG 1010TNTEG TWV TTOAUMEPWY, aV KAl AEITOUPYEI BIOPOPETIKA
avaAoya Je 1o €id0g Tou TTOAUNEPOUG KaBWG Kal atTd TN oUuykEVTPpWOn Tou TTpdoBeTou. Ol
agloonueiwTeg BeATiwoeig deixvouv 0TI To ATO ptTopEi va augnoel TIG PNXAVIKES 1I810TNTEG
TWV UNIKWV €TTEIBNA Ol QUENOEIG OTIG 1I81OTNTEG EPEAKUCHOU, KAPNWNG KAl JIKPOOKANPATNTAG
10 emBeBaiwvouv. Agv gival akdun CaPES TTWG AKPIBWGS auTo eEapTdTal atd Tnv TooéTNTA
TOU TTPOCHETOU KAl TOV TUTTO TOU TTOAUMPEPOUG, ETTOUEVWG agiCel TTIO AETTTOMEPAS £pEuva
OXETIKA JE TOUG UNXAVIOUOUG QUTWYV TWV BEATIWOEWV.

2UVOAIKG, n TpocoBnikn ATO oe TTOAUPEPr) UTTOPEI va BEATILOEN TIG PNXAVIKEG TOUG
1I016TNTEG, YE TIG ONUAVTIKOTEPEG BEATIWOEIG VA TTAPATNPEOUVTAI O€ CUYKEVTPWOEIG TTOU OEV
utrepPaivouyv 10 6-8%. Ta atmroTeAéopaTta autd uttodnAwvouv OTI n xprion Tou ATO uTtropei
va auénoel TN OUVOAIKA a1rddoon TwV TTOAUNEPWY, AN ATTQITEITAI TTPOTEKTIKI) PUBMION
TWV CUYKEVTPWOEWY YIA TNV ETTITEUEN BEATIOTWY aTTOTEAEGUATWY. H HEAAOVTIKA £peuva Ba
MTTOpOUCE VO ETTIKEVTPWOEI aTnv KaAUTePn katavonon Twv aAAnAemdpdocwv ATO-
TTOAUMEPOUG VIO TN WEYIOTOTTOINGN TWV BETIKWY ATTOTEAECUATWY KAl TNV EAAXIOTOTTOINON
TWV APVNTIKWYV ETTITTTWOEWV.
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