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MepiAnyn

O oko1rdg TNG TITUXIOKNG £pYaOiag €ival n BEATIOTOTIOINCT TNG UTTAPXOUCAG INXAVAG
efwbnong (extruder) Tou epyacTtnpiou MnxavoAloyiag Akpifeiag kar AvtioTpo@ng
Mnxavikng Tou T.E.l. HpakAgiou KprjTng. H BeATioTotToinon auth kpibnke atrapaitntn
yia mnv Tapaywyn vAuatog (filament) kaAutepng tmoidtnTag. H mpwtn UAN TTOU
xpnoigotoigital ivar A.B.S. og popenry okovng f pellets. H apxy Acitoupyiag Twv
extruders TTapoucIaZeTal TTAPAKATW OTTWG Kal Ta JEPN aTTd Ta OTToIa ATTOTEAEITAL.
ZUuyKekpiyéva €yive €peuva  ayopdg extruders péow dIadIKTUou, €peuva VEWV
TEXVOAOYIWV TTOU £@apudlovTal o€ extruders TTAACTIKOU Kal N dlEpelivnon TEXVIKWV
AOoewv yia Tn BeAtiototroinong Toug. AmO Tnv  €peuva  €mMAEXOnkav  va
QVTIKATAOTABOUV GUYKEKPIYEVA €EAPTAMATA TTOU KPIBNKav onuavTIKOTEPA yia Tn
BeATiwon Tng AsIToupyiag Tou epyacTnpiokou extruder.

EmmAéov yiveTal ava@opd oTo OXeOIOOPO TNG KATOOKEUAG KAl TWV ETTIHEPOUG
KOMUMOTIWV ATTo TA OTTOia ATTOTEAEITAI, TNV KOTAOKEUR KAl Th oUVAppoAdynon Toug.
TéNOG TTapoucIAdeTal €AEYXOG KOl TA ATTOTEAECPATA TNG TITUXIOKAG €pyaoiag, Ta

TIPOBAANATA TTOU AVTIHETWTTIOTNKAY OAAG Kal eTTITTAEOV O AUCEIG yIa TNV TTEPAITEPW

BeATioToTTOINON TNG PNXAVAS £€WONONG.

A.T.E.Il. Kpntng
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Abstract

The aim of this thesis is to optimize the existing molding machine of the Laboratory of
Precision and Reverse Mechanics of engineering department T.E.l. Heraklion Crete.
This optimization was deemed necessary to produce better quality filament. The raw
material used is A.B.S. in powder or pellets. The principle of operating the extruders
is shown below as well as the parts of which they are composed.

Specifically, a market research was conducted on extruders via the internet.
Researching new technologies applied to plastic extruders and exploring technical
solutions to optimize them. From the research, it was chosen to replace specific
accessories that were considered more important for the better operation of the
laboratory extruder.

In addition, reference is made to the design of the construction and the individual
pieces of which they are composed, their construction and their assembly.

Finally, the results of the thesis, the problems encountered, as well as additional
solutions for the further optimization of the extrusion machine are presented.
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KE®AAAIO 1. Eicaywyn

1.1 Tp1odidoTaTn EKTUTTWON

H 1piodidotatn ektuTtwon (3D printing) €ival pia péBodog TTPOCBETIKIG KATAOKEUNG
OTnNV OTIoi0  KATOOKEUAZOVTAl QVTIKEINEVA HEOCW TnG OladoXIKAG TTpdoBeong
ETMAAMNAWY OTPWOEWY UAIKOU. 2Tn TPIOBIAOTATN  €KTUTTWON WTTOpOUV VO
xpnoigotroinBouv did@opol TUTTOI UAIKOU, KUPIWG KEPAMIKA Kal TTOAUPEPA. 2Z€
oUuyKpIon PE AANEG TEXVOAOYIEG OI TPIODIACTATO!I EKTUTTWTEG €ival OUVABWG TaxUTEPO!,
PONVATEPOI KOl EUKOAOTEPOI OTN XPron. Na Tov Adyo auTd oTEVETAI OTI OTA ETTOUEVA
XPOVIO N TTAYKOOMIa TTapaywyn ayaBwv Ba oTpagei TTpog auTr] Tnv Kateubuvon,
avTIKaBIOTWVTAG OTAdIOKA TIC TTAPAdOCIOKEG TEXVIKEG. Agv gival Aiyol auTtoi TTou
moTelouv OTI n TPICBIACTATN EKTUTTWON Oa atmoTeAéoel pia «véa Prognxavikn
ETTAVACTOON», KOBWG Ba @Epel ATTOKEVTPWON TWV TTAPAYWYIKWY OIadIKacIwY,
avoiyovtag Tov OpOMO YIa TOTTIKA TTapaywyr Kal JIKPAS KAIMOKAG, TTPOCOPUOCHEVN
OTIG TPEXOUOES AVAYKEG.

O1 7pI00IGCTATOl EKTUTTWTEG XPNOIMOTTOIOUVTAl KUPIWG yIa TNV KATACOKEUN QUOIKWYV
MovTEAwvV kal TTpwToTUTTWY (EiKéva 1) ammd oxedlaoTég, PNXavIKoUG Kal OuAdeg
avamTugng véwv TTPOoIoVTwY, €xouv T OuvaTOTNTA VA EKTUTTWVOUV HEPN KAl
eCaptiuaTa ammod diagopa UAIKE, PE OIOQOPETIKEG UNXAVIKEG KAl QUOIKES 1ID1IOTNTEG Kal
ouxva o€ pia evigia Oladikaoia kataokeung. H véa TexvoAoyia Oiaxeipiong Kai
METAKIVNONG UANIKWV (WG €XOuv 1 PE avatrapaywyr] Toug), ovopddetal (wn@ioako)
MatterNet, katd avahoyia TnG TexvoAoyiag Tou d1adikTuou (internet), TTou EMITPETTEI
TNV dlaxeipion Kal JETAPOPA TwV TTANPOPOPIWV (KEIMEVWY, OTABEPWY 1 KIVOUUEVWV

€IKOVWV Kal fXou).

Eikéva 1: H Tpiodi1doTartn EKTUTTWON OTN KATAOKEUN KTIPiWV.
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1.2 loTopiki avadpoun

1.2.1 1981-1999:

To 1981, o Hideo Kodama tou AnpoTikoU lvoTiToutou Blounxavikig ‘Epsuvag Tng
Nagoya Onuooicuce £€va AsIToupylikGO oUCTNPO  YPAYOPWY TTPWTOTUTTWV  TTOU
XPNOIUOTIOIEI QWTOTTOAUMEPN (TTOAUMEPEG TOU oTToiou o1 1816TNTEG aAAGlouv OTN
ékBeon TOoU OTO QWG). Eva ouptrayég, TUTTwHEVO MovTEAO Onuioupynbnke o€
OTPWHATA, TO KABEVA aTTd Ta OTTOIa AVTIOTOIXOUCE O€ JIa EYKAPTIQ TOUR OTO MOVTEAO.
Tpia xpoévia apyotepa, 10 1984, o Charles Hull emvonoe tn otepeohiBoypagia. H
oTepeoAIBoypagia emTPETTEl OTOUG OXEOIOOTEG va dnuioupyrioouv 3D povTéAa
XPNOIUOTIOIWVTAS  Wn@lokd dedopéva, Ta OTToia 0T OUVEXEID MTTOpOUV va
XpPnoigoTroinBouyv yia va dnuioupynoouv éva atrTd avTIKEIPEVO.

To kA&idi yia Tn aTepeoAiBoypaia cival £va €idog akpuAIKoU UAIKOU TTou gival yvwoTo
WS PWTOTTOAUMEPES. XTUTTWVTAG HIa OEaueVH) uypoU QWTOTTOAUMEPOUG HE JIa aKTiva
AEICep UTTEPIWDOUG AKTIVWDY, TO EKTEDEINEVO OTO PWG TUANA Ba PETATPATTEI APECWG O€
oTEPES KOPUATI TTAACTIKO, oav XUTEUNEVO aTo oxfMa Tou 3D povtéAou. Auth n véa
TEXVOAoyia NTav peydAn €idnon yia Toug eQeUPETEG, 01 OTToI0I Ba uTTOPOUCAV TWPA VA
BewpAoouv TTPWTOTUTTA Kal va JOKIHACOUV Ta OXEDIA TOUG XWPIG va XPEIOOTEN va
TTPAYHOTOTTIOIOOUV JIa TEPAOTIA APXIKK ETTEVOUCH OTOV TOUEA TNG PETATTOINONG.

To 1992 n 3DSystems (etaipgia Tou Charles Hull) dnuiolpynoe Tnv TTPWTN UNXOVA
OTEPEOAIBOYPAPIKWY CUOKEUWYV (S.L.A.) oToV KOOMO, N OTToia KaTéoTNOoE duvaTth TNV
KATOOKEUN OUVOETWY €EQPTNUATWY, OE OTPWOEIG avd OTPWHA, O €va KAAOPO Tou
Xpovo TTou Ba armaitouvrav kavovikd. Tnv idla xpovid, n veocuotarn D.T.M.
TTOPRyaye TNV TIPWTN PNXOVA ETTIAEKTIKAG TTUPOOCUCOWHATWONG UE AéiIep S.L.S.
(Selective laser sintering (75)) Tmaykoopiwg, n otmoia Bepuaivel pe Aéilep ePAveIa
oKOvNG (Tuttou vaihov 11, 12 kai uAik6 P.E.E.K.) kaiI Tn JETATPOTIA TNG OE CUPTIAYEG

QVTIKEIPEVO.

1.2.2 1999-2010:

H 1pdodog nrav ouvaptracTiky, 10 1999, 10 TpwTto 3D TUTTWHEVO Opyavo
gM@UTEUTNKE OTOUG avBpwTroug (Eikéva 2). Or emoTiupoveg Tou lvoTitoutou Wake
Forest yia Tnv avayevvnTiKr 10TPIKN EKTUTTWOAV OUVOETIKO OKapi@nua avlpwTrivng
oUpodOXOU KUOTNG Kal €TMEma  €MKOAU@ONKE pe  KUTTOpa aoBevwyv. O
VEOOXNMATIONEVOG 10TOG OTN CUVEXEIA EUQPUTEUTNKE OTOUG aoBeveig, e eAAxIoTn i
MNOEVIKA TOavOTNTA TO AVOCOTIOINTIKO TOUG oUCTNUA VA TIG atToppiyel, KaBwg ATav

KATOOKEUQOPEVEG ATTO T KUTTOPA TOUG.
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Eikéva 2: Kapdid ekTuttwpévn o€ 3D eKTUTTWTA.

AT1é 1atpiki drroywn, auTh ATAv PIa PEYAANn OEKAETIA OTNV I0TOPIa TNG TPIOOIACTATNG
eEKTUTTWONG. 2€ MOANIGC 10 xpovia, ETTICTAUOVEG OTTO OIAPOPETIKA 10pUUATA KAl
VEOOUOTATEG ETAIPIEG dNUIOUPYNOAV £VA AEITOUPYIKO WIKPOOKOTTIKO VEQPPO, EXTIOAV
£va TTPOCBETIKO OKEAOG e OUVOETA PEPN TTOU EKTUTTWONKAV Péoa oTnv idla doun Kai
Bio-TuTrwBnKav Ta TTpwTa 3D aipoPOpa ayyeia XPNOIMOTIOIWVTAG MOVO avBpwITIvVa
KUTTOPA.

Aut ATav kai n oekaetia 6tTou n TPICOIACTATN EKTUTTWON OUVAVTNOE TNV Kivnon
avoixtou kwdika. To 2005, to Project RepRap (Eikéva 3) tou Dr. Adrian Bowyer
TTPowonoe Y TTPWTOROUAIa avoixTou KWOIKA yia Tn dnuioupyia evog 3D eKTUTTWTH
Tou Ba uTTopoUcE va KOTAOKEUAOEl TOV €QUTO TOU N €0Tw Vva TUTTWOEl T
TEPIOOOTEPA KOPPATIO Tou. To 2008, KukAopopnoe o NTdpyoulv, évag eKTUTTWTAG

auTOaVaOITTAACIACHOU TTOU UTTOPET va KAVEI JOVO auTO.

Eikéva 3: H 1" ékdoon Tou Project Riprap. 0 3D ekTutrwTAg Darwin.

AuTéG 01 TexvoAoyieg BpiokovTav o€ TTPWIPO OTAdIO Kal dev ATAV TEAEIEG, UTINPEE

Kdmmola oTpéBAwON OTO UAIKO KaBWG OKANPUVONKE Kal Ta dnxavAuatra nArav
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QTTAYOPEUTIKA daTTaVNPd yIO TOUG EPOOCITEXVEG EPEUPETEG, AAAG TO dUVAMIKG TOUG
ATaV avap@IoRnTNTO. AEKAETIEG APYOTEPQ, TO 1I0TOPIKO ekTUTTWONG 3D £d¢1EE OTI TO
Ouvapiké autd eEakoAouUBEi va eKTUAICOETAI.

Méxpr Ta péoa Tng dekaetiag Tou 2000, o ekdNUOKPATIOUOG TNG PBIOUNXAVOTTOINONG
gixe kataAdBel Tn @avragia Tou Koivou, OTTwG Kal TNV 10€a TNG HAdIKAG TTPOCOPHOYNAG.
To mpwTto unxavnua S.L.S. £yive gutmopikd Biwoiyo 1o 2006, To otroio dvoige Tnv
mopTa  yiIa TNV TTapayyeAia  Biopnxavikwv  eEaptnudtwy. H  veoouoTatn
3DprintingObjet (n otroia Twpa Cuyxwvewlbnke pe Tnv Stratasys) dnuiolpynoe éva
pMNXévnua 1Tou Ba uTropoUce va EKTUTTWOEI 0€ TTOAATTAG UAIKA, Ta OTToia ETTETPEWAV
TNV KATOOKEUN €VOG KOPMATIOU HE BIAQPOPETIKEG EKOOXEG Kal WE DIAPOPETIKES I01OTNTES
UAIKOU.

Ol evTUTTWOIOKEG ONUIOUPYIKEG KOIVOTOMIEC TNG OEKAETIAG OAOKANPWONKAV HE TN
OpPOHOAGYNCN CGUVEPYATIKWY UTTNPECIWY auv-Onuioupyiag 6TTwg n Shapeways, uia
ayopd 3D ekTUTTWONG, OTTOU 01 OXEBIOOTEG UTTOPOUV VA AVTAROOUV TTANPOQOPIES aTTo
TOUG KATAVAAWTEG Kal AANOUG OXEDIAOTEG KAl OTN OUVEXEID VO KOTAOKEUAOOUV T
TPOIOVTA TOUG ME €ukoAia. H MakerBot kaTéktnoe Tn oOkKnvr, Tapéxovrag “Kit”
avoixtoU Kwdika D.1.Y. yia KATAOKEUAOTEG, VI va dnuIoupyrioouv Toug BIKoug TOUG

3D eKTUTTWTEG Kal TTPOIGVTA.

1.2.3 2011-2018:

2UvToua Ba kataokeudovtal akéua kal TpiodidoTarta jetpacks!

Evw n TiyR Twv TPICOIACTATWY EKTUTTWTWV €XEI TTECEI YPYOoPa Kal N akpiBela NG
TPIOOIAOTATNG EKTUTTWONG €xel BEATIWOEI, o1 TTPpwTOTTOPOI TTIECOUV TO (PAKEAO ME
TpéTOoUG TTou 0 Charles Hull ptmopouoe pévo va ovelpeutei. O1 oxedlaoTég dev
replopifovral TTAéov oTnV eKTUTTWON HPE TTAAOTIKO. Mnxavikoi oT1o lNavetoThIo Tou
2a0ouBAUTITOV  €XOUV  QTTOYEIWOEl TO TIPWTO TTAYKOOMIWG  EKTUTTWHEVO N
ETTAVOPWHEVO agPOOKAPOG Tou KOaopou (Eikdva 4) kai n Korecologic TTpwToTUTTNOE
pe 1o Urbee, éva autokivnro pe 3D TUTTWHEVO CWPA TTOU KATAOKEUAOTNKE YIG va
MTTOPECEl va TACEl TRV auTovouia kauciyou ota 200 mpg (pihia avd yaAdévi) oTov

QUTOKIVATOBPOO.
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© AFP/Getty Images

Eikéva 4: To mpwTo 3D EKTUTTWHEVO AEPOCKAPOG XWPig TrTapdBupa Bapoug 21 KIAWV KAl MAKOUG

4 PETPWV.

210 HENAOV, Ta TTaIBIG Ba €xouv Tn dUVOTOTNTA VO KATOOKEUAOOUV £pYa TEXVNG HE TOV
3D eKTUTTWTA TNG TAENG TOUG Kal O 0dovTiaTpog Ba UTTopEi va CUVTAEEl JIa ouvTayn

yIO £va TTPOCAPHOCHUEVO OUVOAO TUTTWHEVWV 0B0OVTOOTOIXIWY (75).

1.3 Napouca katdoTaon

O1 Traykéopieg ayopég 3D eKTUTTWTWY, UAIKWY, AOYIOHIKOU KAl CUVOQWY UTTNPECIWV
aviABav oe 13,2 dioekatoupupia doAdpia 10 2016. ZUpQwva HE TTPOCQPATN
evnuépwon oto Worldwide Semiannual 3D Printing Spending Guide atré Tnv €Taipia
International Data Corporation (1.D.C. (75)), o1 maykoéouieg damaveg yia 3D
EKTUTTWON Ba BIoouv TIEVTAETEG OUVOBeTO €TROI0O pubud avarmtugng (C.A.G.R.)

22,3% pe €00da va gTdavouv Ta 28,9 d10. doAdpia 1o 2020 (Eikéva 5).

Worlwide 3D Printing Industry Forecast, Billions
$25

$20

$15

$10

b | I A
1 |

2014 2015 2016 2017 2018 2019 2020

Previous Forecast m Current Forecast

Eikéva 5: NMaykoouia Biopnxavikn mpoRAseyn 3D ekTUTTWwoNG SI0EKATOUHUPiWY SoAapiwy yia Ta
€1n 2014 £wg 2020.
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O1 Hvwpéveg lMoAiteieg Ba ammodwoouv TTEPITTOU TO €va TETOPTO TWV TTAYKOOHIWV
€060WV TPIOdIAOTATNG EKTUTTWONG O€ OAN Tnv TTEPiodo TTpofAéwewv 2015 - 2020,
EVW Ol ETTOPEVEG TPEIG PEYAAUTEPEG TTEPIOXEG - AUTIK) EupwTrn, Acia kai latmmwvia
OUVOUOOTIKA TTEPICTOTEPO aTTO To 50%. Evw n Taxutepn avdamTuén Ba TpoéABel atrd
TIg TTEpIoXES TNG Méong AvatoAng kai TN Agpikng (M.E.A.) Kal TNG KEVTPIKAG Kal
avatoAikig Eupwtng (C.E.E.), n éviovn avamTtuén tng duTIKAS Eupwting Ba kAcioel
onpavTik& 1o Xaoua Twyv €00dwv e TIC Hvwpéveg MoAireieg péxpr 1o 2020. Mévte
OTTO TIG OKTW YEWYPAPIKES TTEPIPEPEIEG TTOU KAAUTTTOVTAI aTTé TOV 00Nnyo datravwy Ba
TTAPOUCIACOUV CUVOAIKA augnon Twv €000wv Toug dvw Tou 200% KaTA TNV TTEVTAETA
TEPiodo TTPOPAEYNG.

Aedopévou o1 n ayopd 3D ekTUTTWONG WPIMACEI, 01 KUPIEG TAOEIG DEV TTEPIOPICOVTA
mAéov oTn Bopeia Apepikr). O1 Tepipépeieg 6TTwg n OuTikl EupwTtn kai n Agia
KateuBuvovTal e uwnAdTEPQ ETTITTEDT DATTAVWYV OE BIAPOPES PIOUNXAVIEG.

H Blounxavia TrapaywyAs OIOKPITWY AVTIKEIUEVWY KUPIAPXEI OTOV TOHEA TNG
eKTUTTWONG 3D, TTapéxovTag TTePIooOTEPA ATTO Ta dUO TPITA OAWV TWV TTAYKOOUIWY
€000WV PEOW pIag deyaAng TTPOBAswns. Kai evw OAeg o1 Biopnyavieg Trou
ggeT@oTNKAv oTov odnyod datravwy Ba Trapoucidoouv augnon tng tagns Tou 100%
KaTd TNV TTEpiodo TTPOPRAswnNG, n uyeia Ba repdoel atd 1n Béon 5 10 2016 ot Béon 2
10 2020 pe Ta é00da va eTTEPVOUV Ta 3.1 dioekaToppupia doAdpia. AuTr n kivnon 8a
00NYAOEl O€ I0XUPEG ETTEVOUOEIG OTTO TTAPOXOUG UYEIOVOMIKAG TTEPIOAAWNG TOCO OTIG
Hvwuéveg MoAireieg 600 kai otn duTikA EupwTrn.

Xd&pn oTnv eupuTEPN TTOIKIAIG TPICOIACTATWY EKTUTTWTWY KAl UAIKWYV TTOU PTTOPOUV va
xpnoigotroinBouv, aAAd kal o€ XaunAOTePES TIMEG, n ekTUTTWON 3D yivetal TTIO
eCeAlyuévn Kol aiepwuévn OTIG veOTePEG XpNoeis. EmmmAéov, o1 uttdpxouoeg
TEPITITWOEIG Xpong au&dvouv TO pePidIo ayopdsg Toug. "MNa Trapddeiypa: n
000oVTIOTPIKA eKTUTTWON aufdveTal paydaia, PJE TNV TTPOOTITIKA va QTACEl GTO €yyUg
MENoV (TrepitTTou 15% 1O 2020) éva a11é Ta UYPNAOTEPO PEPIBIa ayopdg, OTTWG Kal N
3D eKkTUTTWON YIO 10TPIKA EUQUTEUPATA Kal OUOKEUEG (oxedov 13% T1o 2020).
EmmAéov, n 3D emavAdoTaon avakKOoAUTITEI VEEG QYOPEG Kal VEEG XPNOEIG yia TNV
epapuoyrn Tng oto péAov. H [.D.C. mpoodiopifel Tov TOMEA TNG UYEIOVOUIKNG
TTEPIOAAYNG WG TOV TOUED PE TO UPNAOGTEPO AVATITULIAKO SUVAIKO.

O1 TTepIMTWOoEIg XProNG TTou dnuiolpynoav Ta JeyaAluTepa £€000a yia TNV eKTUTTWON
3D 10 2016 €ival n autokivnToBiounxavia, n Taxeia ekTUTTWON TTPWTOTUTTWY (TTAVW
amd 3,9 dioekaTopuupia doAdpia) Kal N eKTUTTWON OEPOOKAPWY KAl QUUVTIKWV
eCaptnudTtwy (oxedov 2,4 diocekatoppupia doAdpia). Epyaleia kar  ekTOTTWON

eCapTnUdTwy avadeixbnkav e1miong wg anpavtiky ayopd 1o 2016. Méxpr o 2020, n

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 16



@ BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

0doVTIaTPIKA EKTUTTWON Ba KataoTel 1I0XUPOG au@iofnTiog yia Tn 6éon 3 ammd v
amoyn Twv TTAYKOOMUIWY €0060WvV, &VW TA IATPIKA €P@UTEUPATA KAl N TUTTWON
OUOKEUWV, VYia Tn Onuioupyia TIPOIOGVTWY Kal TN TTPWTOTUTIN €KTUTTWON Kal TN
TPOCOETIKA eKTUTTWON Ba ATTOdWOOUV £KAOTOG TTAYKOOMIO €100dnua avw Tou 1

dloekaTopupiou doAapiwyv (Eikéva 6 (75)).

Leading uses of 3D printing in 2015 and 2016
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Source Additional Information
orbes Worldwide; Sculpteo; late January to end of March 2016; >1,000
Statista 2017

Eikéva 6: NMocooTiaio ypd@nua Tng Xpriong Twv 3D ekTuTtwTwy Yia To 2015 ka1 2016 aAAd kai TG
emayyeApaTiking xpriong 1o 2016.

O1 ayopég ouvduaoPoU TPIOBIAOTATWY EKTUTTWTWYV KAl UAIKWYV Ba TTapdyouv oXedov
Ta OUO TPITA TWV CGUVOAIKWYV TTAYKOOMIWV €000wV KaB’ 6An tn didpkela TnNG TePIGdoU
TPORAewns. Ta é0o0da amd 1o Aoyiopiké C.A.D. utroAoyiCovTal va TpiTAacidlovTal
KATA TNV TTEVTAETH TTEPiI0dO TTPOPRAEWNGS, eV N ayopd yia UTTNPECIEG AVTAANAKTIKWY
Katd TrapayyeAia Ba avrioToixei oxeddv o€ auth TV avdamTuén. Ta képdn 1600 o€
Aoyiopiké 600 Kal 0 eKTUTTWON €EapTnUdTWY  €EaPTWVTAlI ATTO TNV TAXEWG
QVATITUCOOWPEVN XPAON TNG TPICOIACTATNG EKTUTTWONG VIO TTPWTOTUTIO OXESIOCUOU
KAl TTPOIGVTWY TToU aTTaitouv uwnAd Babud mpocapuoyng o€ Pn Tapadociokd
TTePIBAANOVTQ.

O 1maykéopiog 0dnyog ekKeTAAEUCNG TPIOOIACTATWY EKTUTTWOEWY TTOCOTIKOTTOIE TRV
eukaipia yio 3D eKTUTTWTEG, OI OTTOIOI ETTITPETTOUV TN dnUIOUPYIa AVTIKEIMEVWY KAl
OXNUATWV TTOU Kataokeuadovtal péoca atrd UAIKG To oTroio TotroBeteital SladoxIKa

mavw oe éva ynoelakd poviéAo N apyxeio. Ta oToixeia eagddwv diatiBevral yia

A.T.E.Il. Kpntng
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Pﬁj BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

TEPIOOOTEPEG aTro 20 TrepIMTWOEIG Xprions o€ 20 Blounyavieg 0€ OKTW TTEPIOXEG.
Ymdpyxouv e€miong OlaBéoiga dedopéva  yia  UAIKO, AOYIOUIKO Kal  UTTNPETiEg
ekTuTTwong 3D. Ze avriBeon pe otmoladntmoTe AAAN épeuva OTOV KAGDO, O YEVIKOG
0dnyég datravwyv oxedIdoTnKe yia va BonBrnoel Toug uTrelBuvoug yia TN AQwn
QTTOPACEWY OTOV TOPEQ TNG TTANPOYPOPIKIG VA KATAVOROOUV 0APWG TA OUYKEKPIMEVA
media kal TNV kateuBuvon Twyv damavwy 3D ekTUTTWONG CAMEPA Kal TG ETTOUEVA

TEVTE XpOvia.

1.4 To A.B.S.wg¢ TpwTn UAN

To A.B.S. (acrylonitrile butadiene styrene) cival éva adla@avég BepuoTTAacTIKG Kal
auoppo TToAupepéc (Eikdva 7). OepuommAacTikO i BepuooKANpaIvOUEVO TTAACTIKO
XapaKkTnpEiZel éva TTAACTIKO UAIKO, €va TTOAUUEPEG TTOU YiVETAI EUKAUTITO 1 XUTEUCIUO
TAvw aTmd PIa OUYKEKPIPEVN BepPOKpaATia Kal OTEPEOTTOIEITAI KATA TNV Wugn. Ta
BepuotTAaoTIKG KaBioTavral uypd (dnA. 'Exouv pia "uoAwdn ueTdpaon") oe pia
opiopévn Beppokpaaia (221 Babuoi Gapevait 1 100°C oTnv TEPITTTWON TTAACTIKOU
A.B.S.). Mtropouv va Begpuaivovral 0To onuegio TAENG Toug, va WuxovTal Kal va
CeoTaivovtal Kal AN Xwpig onuavTiky uttoBdBuion Twv 1I8I0TATWY TOuG. AvTi TNG
Kauong, BepUOTTAACTIKG OTTwg TO A.B.S. UypoTTolouvTal, YEYOVOG TTOU TOUG ETTITPETTEI
va XutelovTal €UKOAQ ME €yXuan Kal OTn OUVEXEID va avakukAwvovTtal. AvTifeTa,
BepuooKANPaIVOPEVA TTAAOTIKA UTTOpOUV va BepuavBolv uoévo pia @opd (ouvhBwg
Katd tn diadikagia xuteuong pe €yxuon). H mpwTtn Bépuavon TTpokaAei Tn puBuion
BepUOTKANPAIVOUEVWY UNIKWY, ME ATTOTEAETUA MIO XNMIKF aAAayr TTou dev UTTOPEL va
avTioTpagei. H TpootdBeia BEpuavong evog BepuookAnpaivopevou TTAACTIKO O€
uwnAn Beppokpaacia, yia delTepn opd atmmAd Ba odnynoel atnv kauon Tou. Autd TO
XOPAKTNPIOTIKO KAVElI Ta BEPUOTKANPAIVOPEVA UAIKG KOKR €TTIAOYN YIO avakUKAwGN.
To AB.S. cival etmiong éva Auop@o UAIKO TTou onuaivel 0TI dgv TTApouciddel Ta

KAQOIKG XAPAKTNPIOTIKA TWV KPUOTOAAIKWY OTEPEWV.

Eikéva 7: Pellets A.B.S. TAaoTIKOU o€ Sid@opa XpWHATA.

A.T.E.Il. Kpntng
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1.4.2 1816TnTEG TOU AB.S.

To A.B.S. cival éva OOMIK& TTOAU avOekTIKO UAIKO Kail yI 'auTtd XpnOoIUOTIoIEiTal O€
QVTIKEIMEVA OTTWG KEAUPN QWTOYPAPIKWY PNXAVWY, TTPOCTATEUTIKA TTEPIBAAUATA KOl
ouokeuaoieg. Eival éva @Bnvod, 10xupd, dUCKAUTITO TTAACTIKO TTOU ANETABANTO OTIG

EEWTEPIKEG OUVONKEG.

IAIOTHTEZ

EKTIMHZHZ

Texvikn ovopaoio

Akpulovitpilio Boutadlévio oTupévio

(A.B.S.)

Xnuikn ¢éppovia

(C8H8) x - (C4H6) y - (C3H3N) 2)

YoAwdn kataoctaon

105°C (221 °F) *

Tumkn Bepuokpacia €yxuong

204 -238° C(400-460 ° F)

OepuoKpaoilo EKTPOTIC BepuoTnTAS

(HDT)

98 ° C (208 ° F) ota 0,46 MPa (66 PSI)

Mpaon Beppou aépa xwpic poptio

60° C(140°F)

Avtoxn epeAkuouoU

46 MPa (6600 PSI)

Avtoxn kaudng

74 MPa (10800 PSI)

Eldkn Baputnta

1,06

PuBuog cuppikvwong

0,5-0,7% (.005-.007 in / in)

Mivakag 1: Texvikd XapakTnPIoTIKG A.B.S. TTAaoTIKOU.

1.4.2 Mepiypaen Tou TPOoRARpATOG

To A.B.S. gival éva attd Ta TTI0 oUXVA XPNCIYOTTOIOUKEVA KAl TA TTIO EUTTPOCAPUOOTA
UAIKA TTOU dIaTiBevTal oruepa oTnv TPIGOIACTATN eKTUTTWON. Na TNV akpifeia EépyeTal
0euTepo a€ xpron ueTd 1o P.L.A. (polylactic acid).

Agv gival duvarry Opwg n xprion Tou uTo TN pop®n pellet 1 okdvng ammd Evav
TPIOOIGOTATO EKTUTTWTH, £€TO1 ATTAITEITAI N OIODIKOCIA OUPUATOTTOINONG TOU WOTE va
aT1ToKTACEI TN Hop@r) vijuaTog (Eikdva 8).

JAMEPO €va ATTO TA PEYAAUTEPA PEIOVEKTAUATA TNG eKTUTTWONG 3D €ival To OXETIKA
uwnAod K6OoTOG Tou vApaTog. Or TINEG yia TOUG TPIOSIAOTATOUG EKTUTTWTEG MEIVOVTAI
ouveEXWG, OAAG o1 TIUEG Twv vnudtwy Ogv akoAouBouoav Tnv idla Ttopeia. H
d100e0IPOTNTA TOU VAPATOG €ival TTOAU KOAUTEPN OXETIKA PE TO TTWG ATAV TIPIV ATTO 2
N 3 xpovia, OTTWG Kal Ol ETTIAOYEG XPWHATWY. AKOUN Kal Ta UAIKA yia ekTuTTwon 3D

yivovtal 6Ao Kai TTio TToIKiAa Kal dpeca dlabéaiua.

A.T.E.Il. Kpntng
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O1 mipég, €1dIKA yia KaARg TToIdTNTAg vApaTa, dev TTapoudiacav TITwaon, TTapoAo TTou
TTapaTnPAONKE alinon TOU AVTOYWVIOHOU METAEU TWV TTOPAYWYWY BIOPNXAVIKWY
IVWV, N oTroia PakpoTrpdBeocua Ba odnynoel o€ Padikh TTapaywyr Kal OUuvoAKé
XOUNAOTEPEG TIEG. O1 TIHEG TwV VNUATWY £§aKoAoUBoUV va KupaivovTal yUpw oTa 22-
30 doAdpia avd kING. Mtropei va @tdoel péxpl kai Ta 50 $ yia 500g vrApaTog
€I0IKOTNTAG. AUTEC oI TINEG eival TOOO UWNnAEG €mmeid n TTapaywyr Kal TTwAnon

VAMOTOG €ival pia TTOAU €TTIKEPONAG eTTIXEIPNON.

Eikéva 8: NAqua mrAaoTikou A.B.S. diatopng 1.75 mm.

H taykéouia TTapaywyikn IKavotnTa auédvetal ta TeAeutaia xpovia. To 2013 n
TTAYKOOMIO TTAPAYWYN AUTWY TwWV UAIKWV EKTINABNKE o€ 9,3 €KATOUPUPIA TOVOUG Ol
oTroiol £pBacav o€ 10,8 ekatopuupia Tévoug 10 2016 (Eikéva 9).

H Ttapaywyn autwv Twv UAKWY pnTivng auédvetar Adyw Tng augnuévng
KatavaAwong, Kupiwg ato TIG Blopnxavieg Tou TEAIKOU TUAPATOS. AUTA T TTOAUMEPT
XPNOIYOTTOIOUVTAl OTNV  TTOPAYWYI TTOIKIAIGG KATAVOAWTIKWY KOl BIOPNXAVIKWY
TTPOIOVTWY, AUTOKIVATWY KAl NAEKTPOVIKWY EAPTNUATWY KAl XPNCIUOTTOIOUVTAl aKOUN
Kal yia guoKeuaaia ayabwv.

Me TG au&avopeveg Blounxavieg TTPOIOVTWY TEAIKOU TUAMATOG KOl TOV OUETPNTO
apIBUO XpAoEWV TTOAUMEPWYV O€ TTOIKIAG TTPOIGVTa o€ OAO TOV KOO0, N TTapaywyn

QUTWV TWV PNTIVWV aQUugAveTal avaAdywg.

A.T.E.Il. Kpntng
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Global Production Capacity ABS Polymer

106 10.8

10.2

Quanity (million tons)

2013 2014 2015 2016

Production Capacity (million tons)

Eikéva 9: Mpd@nua TaykOoMIag TTapaywylkig Ikavetntag A.B.S. TAaoTikoU o0& eKaTOpMUpIa

TOVOUG.

H ayop&d Tou Trpoidviog TpoPAETeTal va auénBei TTepicodTepo ammd 30
oloekaToppupia doAdpia HIMA €wg 10 2022. ‘HTav Trepittou 23 dICEKATOMMUPIO
ooAdpia 1o (Eikéva 10). O avwTepeg 1016TNTEG TOU TTOAUPEPOUG A.B.S., 6TTwG n
avtoxXf TOou, akOun Kal o€ XOaunAéG Bepuokpaaieg, €xouv BETIKO QVTIKTUTTO OTnV
avAaTTugn auTthg TNG ayopdg yia Ta ETTOUEVA XPOVIa.

2NV ayopd £xel dlatmoTweEi yia ouvexh augnon Tng xpriong tou A.B.S. og didgopeg
EQAPMOYEG YA HIa TTOIKINIQ TTPOIOVTWY TEAIKOU TUAUATOG OTTwg BondnTtik& péca
QUTOKIVATWY, OOMIKA UAIKA, OIKIOKEG OUOKEUEG KAl OPIOUEVA KATAVOAWTIKA ayabd TTou

XPNOIYOTToIOUVTal OTNV KaBnuepivl CwH.
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Global Analysis of Acrylonitrile-Butadiene-Styrene (ABS)
Market

(In USS$ bn)

40
38

35

33.8

30

Values

25 239

20
2016 2018 2020 2022 2024

Global Market Insights == Infium Global Research
Eikéva 10: Mpdenua avaAuong Tng TTaykoouiog ayopdg A.B.S. TAaoTikoU atrd 1o €106 2016 £wg

10 2024 o¢ SioekaToppupia SoAdpia.

Ol KUplol TTapdayovTeg TTou 0dnyouv aTn {rTnon Tng ayopdg A.B.S. civai:

o Auéavouevn avaykn yia eAa@pd oxAuaTa €I0IKA O€ AVETTTUYHEVEG TTEPIOXEG OTTWG
n Eupwtn kai n Bépeia Auepikn.

o EmékTaon Twv autokivnTopiounNXaviwy oE Xwpeg O0TTws 10 Me€ikd, n Kiva kai n
Ivdovnaia.

o Audvetal n katavaAwon A.B.S. otov Topéa TwV NAEKTPIKWY KAl NAEKTPOVIKWY,
KaBWG TTapéXEl KAAEG 1I810TNTEG HOVWONG.

e AU¢non TOU €I00ONPATOG TWV KATAVOAWTWY Kal BEATIWON TWV OIKOVOUIKWY
ouvenKwv.

e H at¢non Twv dpacTnPIOTATWY BEATIWONG TwV UTTOOOUWYV OTIG AVOTITUOOOUEVEG

XWPEG.

QoT1600, uTTdpXOuV OPICHEVOI TTAPAYOVTEG TTOU TrEPIopifouv TNV avdamiTuén Twv
ayopwy, OTTwWG n augavouevn xprAon PlotTToAupepwy Adyw Twv augavouevwv
TTEPIBAANOVTIKWV KOl UYEIOVOUIKWY  TTPORANMATWY, Ol QuoTnpoi  KUBEPVNTIKOI
KOVOVIOUOi OXETIKA HE TN XPAON TIAQCTIKWY KAl N €UKOAn d100eoiydTnTa

UTTOKOTAOTOTWV (75).
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1.4.3 Zuveio@opd

H ouvelopopd TNG TITUXIOKAG CUVOoWIZeTal WG £EAG:

1 TMpaypatotroiiOnke épeuva péow dIadIKTUOU yia Tn SIATTICTWON TOU TTPORAANATOG
uwnAoU KOOoToUG 60OV agopd Tnv TTpoundeia vijuaTtogA.B.S.TTAACTIKOU.

2 MeAeiBnkav OXETIKEG epyacieg ammd  TTPONYOUUEVOUS @OITNTEG 1] aAAG
eKTTaIOEUTIKA  16pUMaTa.  AkOua  €yive  épeuva  péow  dladiktiou  yia
D.l.Y.extruderskal OXETIKEG TEXVOAOYIEG.

Karavonénke kai aloAoyronke o TpATTOG AcIToupyiag Toug.

EmAéxOnkav Ta TuAPOTA TTOU Ba PEAETNBOUV TTEPETAIPW Kal BeEwpouvTal XproIua
yla Tnv TTapouca TITUXIOKN €pyacia kKal Tn BeATioTotmoinon Tng Aeimoupyiag tou
extruder.

5 KaraokeudoTnkav TA  TTAPATTAVW  KOMMATIO KAl  TTPocapudoTnKay  OToV
epyaoTnpiakd extruder.

6 [apatiBevral Tuxov TTPOPAAMOTA TTOU QVTIMETWTTIOTNKAV KaATd Tn Oladikaagia

KATOOKEUNG .

1.5 Opydvwon KeIpévou

2T0 KEQPAAQIO 2 TTOPOUCIAZOVTAlI OXETIKEG £PYOOIEC PE TO BEPA TNG TITUXIOKNAG. 2TO
KeQPAAaIo 3 TTapoUOCIAZeTal TO TTPATUTTO KATAOKEUAG OTO OTTOI0 BaCioTnke N TTapouca
TITUXIOKA €pyaacia Kal n apxn Asitoupyiag Tng. 210 4° kepdAaio auté Ba akoAouBroel
N TEPIYPAPN TNG APXITEKTOVIKAG TOU CUCTANATOG Kal Ba yivel n avadAuon atTaiticewy
yla TIg A&IToupyieg Tou. ZT10 5° Ke@AAaIO avaAUETal 0 OXEDIOOUOC TOU CUCTHNATOS Kal
0TO 6° avaTITUoooVTal Ol AETITOUEPEIEG UAOTTOINONG TOU. 2TO 7°KEPAAQIO QVAAUETAI N
Trapouaiacn eAéyxou. TéNog aTo 8° kepdAaio TTApouTIAfovTal To CUPTIEPATUATA TTOU

TTPOoEKUYAV aAAG KAl HEAAOVTIKEG ETTEKTACEIG TTOU Ba uTTOPOUCAV VA EQAPUOCTOUV.

1.6 AvTikeipevo MTuyiakng

H 1rTuxiokh epyacia wg okotro £xel TNV TTapaywyn vAPaTog A.B.S. TTAaoTikoU péow
TOU €pyacTnpiakou extruder XpnoiJoTIoIWVTAS WS TTPWTN UAN okdvn 1 pellets A.B.S.
TAaoTIKOU. To TTapayduevo vijpa Ba TTRETTEl va Thpei TG TTPodIaypa@és Xprong atmd

Tov 3D printer Tou gpyaoTnpiou (Eikova 11).

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 23



I

BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

Eikéva 11: O 3D Printer Da Vinci Pro mou XxpnoIMOTTOIEiTAI OTO £PYNCTHPIO.

H 1davikr) dlatour Tou VAPATOG €ival 1.75mm pe pia emTpeTTT ammOKAIoN TNG TALEWS
Tou +/-0.05mm TTOU TO KABIOTA XPNOIMOTTOIACIKO aTTd TOV EKTUTTWTH. H SIANETPOG TOU
VAMOTOG ETITPETTETAI VA KUMAIVETAI JETAEU 1.7mm €wg 1.8mm.

‘Eva akéun poBAnua Tou Ba AUGEl N TITUXIOKA AUTH €ival TO uPnAS KOOTOG ayopds
£toigou vipatog A.B.S., Aoyw Tng oAoéva peyaAlTepng CATNONG Kal TG augnong Twv
epapuoywyv Tou. To kb6oTOG ayopds Tou pellet 4 okdvng A.B.S. eival onuavtikd
MIKPOTEPO ATTO TAV AyopPd £TOIMOU VIUATOG OTTWG avagEpeTal Trapatmavw (Mepiypaon
TOU TTPORANMATOG).

To TpiTO KaI TEAEUTAIO TTPORANKA TTOU Ba AUCEI N TITUXIAKA €pyacia gival n TUAIEN Tou
vAuatog. MNa 1o TTapaydpevo vijua atmo Tov extruder dgv UTIHPXE KATTOIO £EAPTNUA TO
otmoio Ba 10 paldevel kai Ba TO TUAiyel opoldpopPa XwpPig va To pTTEPdEVEl. H
KOATOOKEUN €VOG TETOIOU PNXAVIOPOU ATav avaykaia dIOTI TO VIAUA ETTEQTE OTO TTATWHO
yepiCovtag okovn, €101 0 KOBAPIOWOG Tou Kal TO EEUTTEPOEUA TTPIV ATTO TN XPHON TOU

ATav aTTapaiTATA YIa va XPNOIKMOTToINBE aTTd TOV EKTUTTWTI TOU EpyacTnpiou.
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KE®AAAIO 2. 2xeTIKEG EPYATiEG
2.1 Extruders D.LY. oIKIOKAG XpPRONS

Or1 Tigég yia KaAAg moiétnTag vApa 0gv akoAouBouv Tnv idla TITWOoN TIMWY TTOU
uTTdpxel oToug extruders €101 TTOANOI  €EQEUPETEG TTPOXWPNOAV OE KATOOKEUEG
EMTPATTECIWY PNXAVWY €EWONONG yia Tn Meiwon kOoToug Asitoupyiag evog 3D
ektuTtwT O Hugh Lyman avTtiAauBavépuevog 1o augnuévog kOoTog ayopdg filament

Kataokevooe pia TéTola pnxavr (Eikova 12).

Eikéva 12: H mpwTtn pnxavi oupparomroinong Tou Hugh Lyman.

O Hugh Lyman éxe1 e€eAicel atmd 10TE TN unxavr) CUPUATOTTOINCNG TOU YIA VA ETTITUXEI
MEiwon Tou atraiToupevou xpodvou Trapaywyng filament aAA& kai yia Tnv emmiTeugn

KaAUTepn TTO16TNTAG UAIKOU (EIkdva 13).

Eikéva 13: H ynxavr oupparotroinong Tou Lyman V5.

2xed0v 12.000 avBpwTtrol oe OAO TOV KOOPO KaTéBaoav PéExpPl OTIYUAG Ta ox£Dila yia

TOug extruder Tou Kal OPICHUEVOI ATTO QUTOUG €XOuv ONMIOUPYHOEl TIG OIKEG TOUG

A.T.E.Il. Kpntng
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MOVAOEG, WEPIKEG QPOPEG TPOTTOTTOIWVTAG 1 BeATIWvovTag TO OXedlaoud Tou. Mia
etaipeia 3D ekTumwTtwy, n Lulzbot, é€xel TpowBrnoel pia TTPOCUVapPUOAOYNUEVN
€KdOON TNG KATOOKEUNRG Tou Lyman.

Mia akéua ekdoxr PBIOMNXAVIKAG MNXOVAG MOVOU KOXAia yia OIKIOKA Xprion €ival n
NoztekPro (Eikéva 14). AtroteAeital atrd £va KUAIVOPO, £va KoxAia Kal éva TTAavnTIKO
MelwTApa. To TTapayduevo viua pttopei va ivai €ite 1,75mm 3 3mm. H ouykekpiuévn
punxavrl Ba kataokeudoel 1kg vApatog o€ HOAIC 2 wpeg. H ayopd TNG ouyKeKpIPWEVNG

uNXavig eival diaBéoiun amd 1o SiadikTuo pe k6aTog 984.95%

Eikéva 14: H pnxavi extruder NoztekPro.

H pnxavn Filastruder KatTaokeUAOTNKE YIA OIKIOKA XPAON Kai gival hia avaBaduiouévn
ékdoon Tng pnxavng Filastruder atd Tov Tim Elmore (Eikéva 15). To kK6oT0G ayopdg
Tou véou extruder eivar 299.99%. H amékAhion Tng diauétpou Tou filament eivai
1.75mm +/- 0.2mm Kai 0 aTTAITOUNEVOS XPOVOG TTapaywyrg evog KIAou filamenteival 5

— 8 wpeg.

Eikéva 15: H pnxavn extruder FILASTRUDER V2.0.

Ek16¢ ammd TIG EPTTOPIKEG KATOOKEUEG WNXAVWYV CUPUATOTTIOINONG UTTAPXOUV TTOAAEG
TIPOCTTABEIEG KATAOKEUAG AUTWY TWV UNXOVWY ATTO EPACITEXVEG, Mia ATTO TA OTTOIEG

atreikovietal TTapakdtw (Eikéva 16).

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 26



Pﬁj BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

Eikéva 16: EpaoiTeXVIKN KATAOKEUR MNXAVAG OUPHATOTTOINONG.

2.2 Mnxavég mepiéAIng viipaTog

Mépa ammd TIg unxavég mapaywyng filament £€xouv KATAOKEUAOTEI PNXAVES yIa va TO
paleuouv. TEToIOU €idOUG PNXAVES TTAPOUCIACOVTAI KAl ATTEIKOVICOVTAI OTN CUVEXEIQ.
H 1repiéNign vApatog eival pia ouvBetn autopartotroinuévn diadikaoia TTapaywyng
OTNnV OTToIx HIA KIVATH CUOKEUN TTEPITUAIYEI VIAUA yUpw aTTd TNV £SWTEPIKN ETTIQAVEIQ
EVOG TTEPIOTPEPOUEVOU GEova.

‘Eva mapddeiyua unxavig mepIENIENG VAPATOS TTAPOUCIAZETal OTNV TTAPAKATW EIKOVA

(Eikova 17) ato mn Noztek.

Eikéva 17: Mnxavn mepiéMigng vijpatog amod Tnv etaipia Noztek.

‘Eva akéua TulixTikdé ammdé tov Hugh Lyman pe ovopaoia Filament spool winder V3
(Eikéva 18), kaBwg eivar n Tpitn Kol BeATiwuévn €kdoan, BpEBnke oTn OeAida
thingiverse.com (75). To oUptmAgypa tepiAaufdvel Tépa atmd 10 KApPoUAI yia Thv
TUNIEN TOU VAPOTOG €va TPARNXTIKO pnxdvnua yia Tnv €AEn Tou VAPOTOG Kal €va
TTAQOTIKO KOPMATI TUTTOU 1, 6TToU pe aiobnTApeg oTa akpa Tou divel OAPa o€ Wia
KEVTPIKN Movada. H povada otn ouvéxeia puBuilel To TpaBnxTIKO yia 1o av Ba auénoel
f 6a eAaTTWOEI avTioToIXa TRV TAXUTNTA £AENG.
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BeATioToTTOinON pNxavng extruder
e¢wonong A.B.S. TTAaoTIKOU

Eikéva 18: To TuhixTiké oUuptrAgypa éAgng vijparog Tou Hugh Lyman.

TuAixtTnka oképa diatiBevral TTpog TTWANoON oTo OIAdiKTUO, OTTWG TO TTAPAKATW

€AANVIKAG KATAOKEUAG TTPoidV pe TR 380%, atd Tnv etaipia 3d-tech (Eikéva 19).

Eikéva 19:TuAixTiké atré tnv etaipia 3d-tech.
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AV BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

KE®AAAIO 3. OswpnTiké utréabpo

3.1 MpéTUTTO KATAOKEUNG

H mmapouca kataokeun eival yia BeAtioTotroinon Tng fdn uttdpxoucag KOTAOKEUNG
extruder amé Tov @oitnty Kwvotavtdto NikdAao 1o 2014, n oTroia BacioTnke oTnv
mpwTn unxavh extruder tou Hugh Lyman (Eikéva 20). ZTnv KATOOKEUN QUTH €XOuv
yivel aAAayég oTa Kupiwg uépn Tou extruder, OTTwWG €ival 0 KoxAiag, TO Xwvi
TTARPWONG UAIKOU, 0 KUAIVOPOG CUNTTiEONG Kal TAENG TOU TTAACTIKOU Kal N KEQAAr. H
KATOOKEUN TTAPAPEVEI AVOIKTOU KWOIKA OTTWG ATAV Kal TTPIV.

H BeAtiototroinon Ttou extruder ATav avaykaia 81671 TO0 VAPA TTAACTIKOU TTOU
TTaPRYaye ATAV KAKAG TTOIOTNTAG, TTapouciade dnNAadr avouoIopop@ieg TNG dIATOPNG
KATA PAKOG TOU. Z€ KATTOIO oneia Tou akoun é0Traye Kal ATav aduvarn n XpAon Tou

atré Tov 3D printer.

Eikéva 20: O gpyaotnpiakog extruder amré 1o 2014.

3.2 Apxn A&iToupyiag TNG KATAOKEUNG

O1 extruders TAQOTIKOU xpnoigoTtroiolv pellets 1 okdvn TTAACTIKOU, Ta OTTOiQ
ouvnBwg g¢npaivovTal, yia va £EOUBETEPWICOUV TNV UYPACia, OE MIO XOoAvn TTpIV TTAVE
o¢ évav KoxAia Tpo@odoaiag. 2Tnv CUVEXEIO O KOXAIQG TTEPIOTPEPOUEVOS aTTO £va
Ceuyog aAucoTpoxwv woei Ta pellets péoa amd pia cwArva. H TToAUPEPnS pnTivn
BepuaiveTal o€ TETNYUEVN KATAOTACN HE OUVOUOOWO Béppavong PECw BEPUAVTIKWYV
OTOIXEIWV Kal dIATuNo”n atrd Tov KOXAia £§WOnNoNG. TN CUVEXEID TO TNYUEVO TTAQCTIKO
Tepvael Péoa amd €va oTOMIO Ta OTToi0 opilel Kal TNV OIOTOUR TOU TTaPAyOUEVOU
vijpaTog TTAaoTIKoU. H Bepuokpacia diatnpeital otaBepry péow €vOg Wwn@IaKou
eAeykT) Bepuokpaciag. To mpoidv €6wONONG WUXETAI KAl OTEPEOTIOIEITAI KABWG
auEoWG PONIG Byel aTTO TO OTOMIO €pxeETal O€ €TTAQN ME éva PeUPO AEPOG TTOU

Tapdyetal amd évav avepiotipa. Mia "amooTpdyyion Kaumag" (TTou ovouddeTal
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N BsAT|0ToTroin0n MNXavAg extrudelr
e¢wonong A.B.S. TTAaoTIKOU

"puller" oTig HIMA) xpnoidoTroigiTal yia va TTapExel TAon oTn ypauun €€wlnong n
OTToia €ival aTTAPAITNTN YyIA TNV CUVOAIKN TroidTnTa TOUu TIpOoidvTog €¢wbnong. H
QTTOPAKPUVON ATTO TNV KAWUTTIA TTPETTEl VA TTAPEXEl OUVETTH €Agn. OIaQOpPETIKA, Ba
TTpoKUWEl PETABOAR TNG OIATOPNAG KATA MAKOG TOU VAPATOG 1 TTAPAUOPPWHEVO
TTPOIOV. 2€ MEPIKEG TTEPITITWOEIS (OTTWG OWANVEG EVIOXUMEVEG ME iVEG), TO TTPOIOV
ecwlnong Tpafiétal péow MIOG TTOAU HOKpdg PATPaG, Ot Mia dladikaoia Trou
ovopddletal "pultrusion”. H diauop@won TwWV ECWTEPIKWY KOXAIWV Eival n KivnTApIa
ouvaun Tou eEapTdtal ammd Tnv epapuoyrn. Ta oToixeia avauiEng f 1o PJETAPOPIKA
oToIXEia xpnoigoTrolouvTal o€ SIAPOPOUG GXNUATIOPOUG. ZTn dladikacia auTr eivai
ouvnBIouévn N EQapHOYN TNG TTPOCBNKNG XPWOTIKAG OUGCIOG OE TETNYMEVO TTAACTIKO,

ONMIOUPYWVTAG £TO1 Xpwua availoya pe Tnv xprion (75).

Air-cooling system Barrel

Heating element

Extrusion nozzle /
\

—

i A"

| L ——
3 s

' = @or switch

PID temperature gauge

Thermostat switch
Filament guide Fan switch

Eikéva 21:Mia TUTTIKR ] UnXovij CUPHATOTTIOINGNG KAl TA YEPN OTT6 TA OTroia aTroTeAEiTal.
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KE®AAAIO 4. AvdAuon atraITQOEWV CUCTAUATOG

270 Ke@AGAaIo autd Ba akoAouBnoel n TTEPIYPAPNA TNG APXITEKTOVIKAG TOU CUCTAMUATOG

Kal Ba yivel N avaAuon amaITioewy yia TIG AEIToupyieg Tou.

4.1 ¥mrnAaiwon

Otmtwg avagépetal amo Tn oeAida Wikipedia n otrnAaiwon ocuppaivel ota uypd otav n
Trieon péoa oTov KUAIVOPO TOU KIVATAPA N O€ €vav aywyo ival YIkpodTePpn atrd TNV
Tagivounuévn Tricon Bpacuou. Av n oTtnAciwon cuuBaivel TTAVw O€ OTEPEN ETTIPAVEIN
yia JEYAAO XPpoVIKO BIACTNUO, WTTOPEI va 0dNYAOEl G KATAOTPOPN TWV TOIXWHATWY
TOU UAIKOU.

TNV TTEPITITWON TNG TTAPOUCAG TITUXIOKAG ME TOV OPO OTTNAQIWGN €vvoEiTal N ¢payn
TOU Xwviou. INa TTapdadelyua 10 Xwvi @aivetal va gival yeudTo UAIKO aAAG o€ KATTOIO
Oonueio Tou dNUIOUPYEITAlI KEVO Kal OIAKOTITETAI N POr} TOU UAIKOU TTPOG TOV KOXAIO
METAQPOPAG.

To @aivouevo autd dnuioupyei aoTdBelieg oTn SIATOMN TOU TTAPAYONEVOU VANOTOG,

OKOUQ Kal TNV KOTTH TOU.

4.2 AicupoUpevog KUAIVEpog

Mia akoun amapaitntn evépyela ATav 0 oXeOIOOUOG €VOG OIAIPOUNEVOU KUAIVOpOoU
OUPTTIEONG KaI TAENG UAIKOU, YIa TOV EUKOAOGTEPO KOBOPIOKO TOU.

O kaBapiopdg Bewpeital avaykaiog Tpiv amd KABe xpron Tou extruder yia Tnv
eTTITEUEN KOAUTEPNG TTOIOTNTAG VAMATOG KOBWG Pe TN ouveXh Bépuavon kai Tnv TASN
Tou A.B.S. aAAaCouv Kai ol 1810TNTEG TOU.

e TEPITTTWON OPwg Kal aAlayig xpwuatog pellets o kKUOAvopog TIpéTTel va
KaBapietal yia va PNV eTNPEAETal O XPWHMATIONOG TNG €TTOPEVNG TTAPAYWYNG

VAMOTOG.

4.3 ApXITEKTOVIKH

To cuoTnua atroTeAciTal atd Tpia akdun CUPTTAEyUaTa EKTOG TOU extruder.

To vAua petd v £E0d0 Tou atmd Tov extruder kal 6o eival akopa eoTd TTEPVAEI
pMéoa atrd Ta pdouAa (TTPWTO CUMTTAEYUA) OTToU Ba S10pBwaouV TUXOV OTEAEIEG OTN
O1dueTpo Tou. To vAua Trepvdel péoa ammo Ta paoula pe TNV €EAEN TTOU TOU OOKEI TO
0eUTEPO CUUTTAEYUa OTN O€Ipd, TO TPaRnxTiKG. TéAOG PETA TO TTEPACA TOU OTIO TO
TPARNXTIKO TO VPO GTAVEI OTO TEAEUTAIO OTN GEIPA GUPTTAEYUA, TO TUAIXTIKO OTTOU KAl
TUAIYETQI yIa va a1ToBnKeUTEl 1) va XpnoiyoTroindei atmd Tov TPIodIACTOTO EKTUTTWTA

TOU €pyacTnpiou.
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KE®AAAIO 5. 2xediaon Tou CUCTAHATOG

Na 10 Oxediaoud TOU OCUOTAMATOG ATAV aTaPaiTNTn N XPAon oxedlaoTIKoU
Tpoypduuarog. MNa Tn OUYKEKPIUEVN TITUXIAKK XPENOIMOTTOINBNKE TOo OXeDIAOTIKO
Tpoypapua Creo parametric 3.0 (Eikéva 22) (75).

To Creo ¢ival pia akoAoubBia epapuoywv oxedlacuou Pe Tn PorBeia nAEKTPOVIKOU
uttohoyioT (CAD) 1Tou uTtooTnpifouv TO OXEDIAOUS TTPOIOVTWY YA OIOKEKPIPNEVOUG
KATOOKEUOOTEG Kal avarTuooetal amé Tnv PTC. H akoAoubBia armoteAsital atmd
EQAPUOYEG, KABeyia aTTd TIG OTTOIEG TTAPEXEI €va EEXWPIOTO GUVOAO dUVATOTHTWV
otnv avattuén Tpoidvtwy. To Creo Tpéxel o Microsoft Windows kal TTapéxel
EQAPUOYEG YIO TTAPAPETPIKO HovTéAo 3D CAD, 3D poviéha, 2D opBoypa@Ikég
TIPOBOAEG, avAAUCH TIETTEPACHEVWY  OTOIXEIWV KAl  TTPOCOMOIWGN, OXNHATIKO

oXeDIAO O, TEXVIKEG ATTEIKOVIONG Kal TTPOROAN Kal atTeikovion (Eikéva 22).

Eikéva 22: NMpwtéTutro oAoKkAnpwiévo oxédio Tou Extruder oto Tpoypaupa Creo.

Mapakdtw yivetal avdAuon Twv eEapTnUdTwy Tou extruder TTou €mAEXBNkav va
QVTIKATAOTABOUV YE OKOTTO TNV £TTIAUGH TWV TTPORANUATWY TTOU dIATTICTWONKAY GTNV
TTponyouuevn diaTagn, 6TTwg n un oTabepr] pory Tou UAIKOU aTrd TO Xwvi TTPOG TOV

KOYAia aAAG Kal 0 dUOKOAOG KABApIoPOG TOu KUAIVOpOU.

Ta e€aptAMaTa Tou extruder TTou €mMAEXBNKaAv va avTikataoTabouv gival:

e To xwvi TTAApwong UAIKoU.

To ox€d10 Tou XwvioUu TTou €TTIAEXONKE TTapaTnperibnke oT1o youtube amd Tov Hugh
Lyman pe tov Filament extruder V3 (19). Ta Toixwuata Tou TTaAIOU XwvioU dev ATV
KGBeTa (75). Ze KekAIyévo ETTITTEdO aAvOTITUCCOVTAI OUVAUEIS TPIBAG TTOU dpouv

avtiBeta oTnv kKivnon Tou avtikelgévou. ‘ETOI N por] TnG TTpWwTNG UANG d¢v yivetai
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QveUTTOdIOTA TTPOG TOV KOXAIQ, £V QVTIOETEl JE TNV KABETN ETTIPAVEIA TOU VEOU XWVIOU
OTTOU TO UNIKO €KTEAET EAEUBEPN TTTWHON.

AKOUn oTo TTaAI6 XWVi TTapaTtnpEiTal N Peiwon NG dlIaToung Tou 600 TTANCIAZEl TTPOG
TOV KOYAia. Mg Tnv uttdBeon OTI TO UNIKO CUUTTEPIPEPETAI OAV PEUCTO TTOU KIVEITAI O€
owAnva kai Tov vouo Ttou Bernoulli. Oco peiwveral n diaTour TNG CWAARVAG €V N
TaxUTNTA PONG TTOPAMEVEL N idia TTapouciadeTal augnon TNG TTECNG. ZTNV TTEPITITWON
OMWG auTr UTTapXel aug¢non Twv duvAuewv MPETAEU Twv cwuaTmdiwyv. ‘ETol pe Tnv
KATOOKEUN XwvioUu e KABeTa Toixwuata €CAAEipovTal auTéG oI BUVANEIG OTTOU O€

OuVOUOONO gixav aav aTtroTEAETUA TNV @PAyr TOU XwVIoU, yia TNV €TTEUEN oTABEPNG

PONG.

o O KUAMIVOpOG cuuTrieong Kai TAENG Tou TTAACTIKOU.

O KUAIVOPOG OXeBIAOTNKE O BUO BIAPOPETIKA KOUMATIA TO OTTOI EVWVOVTAI £TOT WWOTE
va eival diaipoupevog. O AGyog TTou ETTPETTE va gival dIaIpoUPEVOS O KUAIVOPOG eival
01611 Ba TTPéTTEl Va KaBapideTal JeTd attd KABe Xprion A 0T TTEPITITWON TTOU XPEIQOTEI
va TTapayBei filament atrd dia@opeTik& UAIKG OTTwG gival To A.B.S. i To P.L.A. KaBwg
0 printer £xel TN duvaATOTNTA VA £TTEEEPYACETAI KAl Ta U0 UAIKA. Mg Tnv avaBépuavon
ETTIONG TWV TTAPATTAVW UAIKWY OAAGCOUV KI Ol IDIOTNTEG TOUG. Oa TTPETTEI KON VO
KaBapioTei oTnv TTEPITITWON TTou Ba XpelooTei va tmapaxBei idlo UAIKO aAAG
OIAPOPETIKOU XPWHATOG VIO TNV EAAXIOTOTTOINGN TWV ATTWAEIWY TTPWTNG UANG. MNa tnv
£von TWV KOPUATIWY TOU KUAivVOpou ATav yvwoTd TTwg Ba xpnoigotroinbouv Bideg.
2¢ TTEPITTWOon OPwG TTou Ba dlIapopPWVOVTAaV UTTOBOXEG YIa TIG BidEG OTOV KOPUO TOU
KUAivOpou Ba peiwvoTtav emmikiviouva n OlI0TOUR TOU OTO CUYKEKPIMEVO CnuEio Kal
AVATTOQEUKTA KOl N avioxf Tou. 'ETOl TO PECAio TUAMA TOU KUAIVOPOU TTOPEUEIVE
TTAapaAANASYpaPUO, ETTITUYXAVOVTAG £TOI KOl PEYAAUTEPN BEPPOXWPNTIKOTNTA OTO

KOMMJATI.

e O KoxAiog HETOPOPAG TOU UAIKOU .

O koxAiag oxedidoTnke Pe OTTEipwHa duo apXwv. Ta CTTEIPWHATA TTEPICCOTEPWV
apXWYV XPNoIJoTToloUvTal yia Tnv Taxutepn Kivnon Tou TrEpIKoXAiou. Me Tn
OlIauopPYWaON auTrh €mITUYXAVETAI TTOI0 OTABEPA PO TTPWTNG UANG, N TaxuTtepn TASN
Kal opoyevotroinon tng. Mapdyoviag PeydAng onpaciag yia TNV TTapaywyr KAaAng

Tro16TNTaG filament (75).

e To akpoguaio Tou extruder.
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H kotaokeury Tou €EaPTAMOTOG autoU Kpibnke atrapaitntn 1611 0 KUAIVOPOG
oupTTiEONG Kal TAENG Tou TTAACTIKOU eival diaipoupevog. OTwG @aiveTal Kal oTo
KepaAaio (Alaipoupuevos KUAIVOPOG). To akpo@uUoIo €ival £va akOPn PECO oUVOEDNG

TWV OUO TTAAKWY TOU KUAiVOpoU, TTAw OTO OTT0io Ba BIdWOEI TO PTTEK.

Akoéua avaAUovtal Ta oxEQIa TTOU aQOPOUV TO TUAIXTIKO CUMTTAeypa. Ekeiva TTou
AeBnkav atrd 1o S1adiKTUO aAAA KAl AUTG TTOU OXEDIAOTNKAY TTPOKEIEVOU DieCayBei
OMaAOTEPA N AsiToupyia Tou. To TUNIXTIKO xwpileTal o€ duo UTTOKEQAAaIa AGyo Twv
oMWYV e€apTnUdTwy TTOU ATToTEAOUVTAI Kal avagépovtal ota Odnyog vAuaTog Kal
KapoUAI TUAiEEwg VANOTOG

To TUNIXTIKO oTnpileTal aTnv katackeun level wind mechanism tou Hugh Lyman trou
Bpébnke oTnv oelida youtube kar Ta oOx€dla AAPONkav amd TN oeAida

thingiverse.com.

5.1 To Xxwvi TARpwong UAikou

To xwvi TTAPWONG Tou UAIKOU £TTAVOOXEDIACTNKE yIA TV ATTOPUYNA TNG OTTNAdIWwoNG
TTOU TTapouaciaddTav oTo TTponyouuevo. lMNa va emTeUXBEl 0 O0TOXOG aUTOG TTPETTEI N
ETMIPAVEIA TOU XWVIOU va gival TEAEIWG KABETN Kal Acia.

O1wg @aivetal 0TV TTOPAKATW EIKOVA 0 KUAIVOPOG €ival KOUPEVOS PEXPI TN PEON TOU
Kal atrd ekeivo 1o onueio apyicel To Xwvi (Eikdva 23). O oxediaoudg autog Eyive e
yVWHova TTwg TTPETEN va UTTdpxel 600 T0 duvaTd PEYOAUTEPO Avolypa OTO OnuEio
évwong Twv OUO €CapTNUATWY yia va UTTApxel JEYaAUTepn eAeuBepia kivnong tng
TIPWTNG UANG TTPOG TNV KOXAIa PETAQOPAG. AuTOg cival akOpa £vag TPOTTO¢ yia TNV

aTToQuyn TNG OTTNAdIWONG.

o0

Eikéva 23: To oxédio Tou KUAivipou ouvdeong pe 1o Xwvi oto Creo.

O KUOAIVEpOG €xel e€wTepIKA OIGUETPO 21,5mm, ecwTEPIKR BIAPETPO 16MmM Kal PAKOG
115mm.
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To xwvi gival TTapaAAnAdypapupou oXAPOTOG e UWoG 17cm atrd Thv ETTIPAVEID TOU
KUAiVOpou. Me gowTepikéG dIOOTACEIG 65 X 16 mm Kal TTAX0G TOIXWHATOS 2,75mm
‘ETo1 01 e§wTepikég dlaoTaoelg gival 70 x 21,5mm. To TapaAAnAGypaupo Xwvi gival

TOTTOBETNUEVO OTO HECO TOU KUAIVOpou (Eikéva 24).

o0

Eikéva 24: Avw 6yn 1ou oAoKAnpwpévou oxXediou XwvioUu, WOTE va gival o gudidkpiTn n

E£0WTEPIKNA TTAEUPA TOU.

2Tnv TTapakdTw eikova (Eikéva 25) @aivetal n eowTePIKA TTAEUPA TNG £vwong Tou
XWVIoU hE TOV KUAIiVOpOU, n oTroia €ival oUCIOOTIKNAG oNUAciag yia TV ammo@uyrh Tng
oTnAciwong. ZTnv eIKévVa ATTEIKOVICETAI N ATTOUCia OKAAOTTATIOU GTO ONUEIo évwaong,

yia Tnv €€ac@AAIon TG OAAAG PorG UAIKOU TTPOG TOV KOXAIQ.

o0
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Eikéva 25: H eocwTepikl 6Yn Tou KUAivEpou OTO onueio évwong e To Xwvi, amé To onueio

emiong diEpXeTal 0 KOXAiag METAPOPAS TOU UAIKOU.

5.2 O KUAIVOpPOG oupTTiEONG KAl TAENG TOU TTAACTIKOU

H eowTtepikn didpeTpog Tou KUAivOpou auTtou Ba eival og OAo 1O PAKog Tou 16mm
KaBwg n eEWTEPIKN BIAPETPOG TOU OTTEIPWHATOS TOU KOXAIAG UETAQOPAS UAIKOU eival
o€ OAO TO PrKog Tou 16mm. To PTTPOCTIVO PHEPOG TOU KUAIVOPOU OTTOU OTh TTAPAKATW
€IKOVA ATTEIKOVIZETAI WG TO PAKPUTEPO TUAPA €xel dIdueTpo 40mm Kal pikog 39mm,
Exouv dIopopPWOEl OPwg dUO0 aKOPN OKOAOTTATIA SIaUETPOU 37mm Kal PAKOUG

6mmTo TpwTo Kal 30mm TO deUTEPO ME MAKOG 19,5mm. lMdvw oTo OeuTEPO
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okaAoTtrdri SlapéTpou 30mm Ba diapopPwbei oTreipwua yia va BIdwvel To akpoPUaoio

Tou extruder. TEAoG TO OUVOAIKO PAKOG Tou gival 183,5mm.

...... 5 20|

Eikéva 26: ZTnv £IKOVA OTTEIKOVI{eTOl O KUAIVEPOG OUMTTiEoNg Kal THENG TOU TTAAOCTIKOU MPE TO

TmapaAAnAdypappo THRMA Tou va {eXxwpidel.

5.3 O kKoxAiag peTa@opdg Tou UAIKOU

O koxAiag peta@opdg UAIKOU éxel prikog 400mm kai 16mm diduetpo. To oTeipwua
gival pAkoug 280mm, Briparog 30mm kai B&Bo¢ dovTioUu 4,5mm.To CUVOAIKO PAKOG
TNG OTMNG Tou KUAivOpou TTARPwOoNG UAIKOU Kal TOU KUAIVOPOU CUUTTiEONG Kal TAENG
TOU TTAOOTIKOU gival 256mm, To oTTEipwua Tou KoxXAia oxedIAoTnKe TOGO PEYAAO £TOI
WoTe POAIG va @Tdvel va KAAUTTTEI TNV OTTA TTARPWONG Tou UAIKoU. O Adyog TTou
yivetal auto gival d16TI avdpeoa oTa dUo KOPPATIO TTapeBAAAovTal aAAd eEapTAuaTa

OTTWG duo PAAVTCeG Kal n Baon oTAPIENG Tou extruder éTTwg QaiveTal otnv Eikéva 22.

Eikéva 27: O koxAiag 010 oXedIA0TIKO TTPoypappa Creo.

H apxn Acitoupyiag Tou KoxAia €ival n PETATPOTIA TNG TTEPIOTPOPIKAG Kivnong o€
€UBUypauun, Kai oTnpifeTal oTnv UTTAPEN TOU OTTEIPWHOTOG. TO OTTEipwa AeIToupyeEi
oav KeKAIMEVO ETTITTEDO YUpw aTTd TOV KOPPO TOu KoxAia. MTTopei va €xel pia, duo N

TPEIG APYEG.
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O1wg @aivetal otnv TTapakdtw Eikdva 28 010 Tiow PEPOG TOu KOoXAIa diapop@wonke
€EAYWVO WOTE VA TAIPIAEI AKPIBWG UE TNV OTIR OTO ypavadl TTou TTaipvel Kivnon atro

TO MOTEP.
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Eikéva 28: ZTnv £1kéva arreikovifeTal To £§dywvo Tiow PHEPOG Tou KoXAia.

To akpo@uaio Tou extruderO kUAIVOpog cupTrieong Kal THENG Tou TTAGOTIKOU, Ol
KOXAiEG ouvdeong Tou dUO TTAAKWYV gival TTOI0 TTICW atrd Tn PEON TOU KUAiVOpou Kal
auTtd OIOTI TO KOMMATI autd Bewpeital éva akdun péow ouvdeong Toug. AKOUN n
onuIoupyia OTTEIPWPATOS Yia va PBidwOei To akpo@Uolo eival €UKOAOTEPN Ot £va

OUUTTAYEG KOMMATI UAIKOU.

n

Eikéva 29: ZTnVv €1KOVA ATTEIKOVIZETAI TO ECWTEPIKO TOU TEAIKOU THAHATOG TOU KUAiv3pou.

2T0 EOWTEPIKO TOU OKPOPUOiou €xouv dnuioupynOei diaBabuiocelg dIATOPNG PE TO
TTPWTO OKOAOTTATI va gival diatouAg P37 x 6mm, woTe va €QATITETAI TTAVW OTOV
KUAIVOPO. 2Tn OUVEXEID UTTAPXEl OTTEIpWHPO woTe va BiIdwvel TTAvw OTO KUAIVOPO
ouputrieong M30 x 1mm kal pAkoug 15mm. ‘Eva ebBupaoua $34 x 4,5mm Adyo Tou
OTTEIPWHATOG. AUO aKOPN SIOPOPETIKEG dIATOUES AKOAOUBOUV [E TNV TTPWTN va gival
@24 x 14,5mm kai TEAOG pia pikpr ot pe otreipwpa @14 x 11mm émrou Ba Bidwvel

TO aKpo@uaoio Tou Extruder.
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Eikéva 30:H ke@alAn Tou extruder mmou Ba ouvdebei pe Tov KUAIVEpO oupTtrieong kai TAENG Tou

UAIKOU, @aiveETOI aKOMA Kal N o1rH TTou Ba To1To8eTNnOEi TO AKPOPUUTIO.

H eCwTtepikn diduetpog eivar @40 x 51mm. To KUAIVOPIKO TuRua gival dilaoTaoewv
@40 x 21mm. To €€dywvo oxedIAOTNKE yIA VO PTTOPEI va TTIAVETAI JE KAEIDI Kal va
Bidwvetal TTAvw OTO0 KUAIVOpo. To pAKOG Tou eival 24,5mm evwy T0 €EAYWVO
oxedidoTnke autépaTa ato 70 Creo aPOTou ETTIAEEAUE TO KUAIVOPIKO TUAUA TTAVW OTO
OTT0i0 OXEDIAOTNKE Kal TIG OKMEG €wg OTOU va €QATTTOVTAI Ol ywvieg Tou. TEAOG

oXedIAOTNKE Hia KAPTTUASTNTA YIA va OTTACOUV Ol OKPEG PHAKOUG 5,5mm katd PAKOG

NG AGOVIKNAG YPOPUNG.

5.5 PdouAa

Ta pdoula oxedidotnkav yia va OlopBwvouv TTBavEG ATEAEIEG TOU VAMATOG.
OewpnTIKA av T0 {e0TO Kal HAAOKO VAP TTEPACEl ATTO TNV OTIN) KAl 0€ KATTOIO OnUEio
EXEl JeyaAUTepn OIGueTpo Ba cuuTTieaTE Kal Ba pIKpUveEr ) dlaTodnA, VW av TO VAUO
EXEl MIKPOTEPN OIGUETPO ASYyw TNG TTPONYOUUEVNG OUMTTIEONG KAl PETATOTTIONG TOU

eMTTA£0V UAIKOU Ba SIoyKwOEi.

»n

Eikéva 31: Ta pdoula oT1o oXed100TIKO TTpOypappa Cero 3.0.
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To vAua dnAadn Ba Tepvdel avaueoa atrd TNV OTI) TTOU EVWVEl Ta dUO pdoula
dlapétpou 1,75mm, boo cival kal n €mOupnTy dIAUETPO TOou vAuatog. H ot Twv
pAouUAwV €pxeTal o€ €uBeia e TNV OTTH) TOU AKPOQUGIoU £TAI WOTE VA PNV UTTAPXEI
K&trola €vraon oe éva atmd Ta dUO pAouAa TTePIOCOTEPN OTTO TO AAANO. To KdABe
KUAIVOPAKI €xel d1dueTpo 16mm kai 1éxog 2,65mm. H eowTepikr KOIAGTNTO KAOE
KUAivOpou €xel UWog ioo We r/2 kal TTAGTOG i00 e rTNG OUVOAIKAG SIaUETPOU TNG OTING,
OTTOU ropileTal WG N OKTiva TOU KUKAOU.

H Bdon otApIEng £xel diaoTdoelg 25x 10mm kai twog 1,5mm.

Ta TTAQivaG oTnpiypgaTta €xouv OUVOAIKG Uwog 40mm, 35mm péxpl TO KEVIPO TOU
KUKAOU TTOU £x€l oxedlaoTei 0TO TTAVW HEPOG TwV OTNPIYUATWY KAl Smm akOpa n
akTiva Tou. TENOG TO TTAXOG TOUG €ival 2mm.

O Abéyog mou oxedidoTnkay Ta PAOUAA HPE AuUTO Tov TPOTIO €ival yia va KivouvTal

eAelBepa. ‘ETol dev aokouv GAAEC DUVANEIC GTO VAUA TTEPQ aTro TIG BAITTTIKEG.

5.6 0dnyo6g vipaTog
2KOTTOG ToU 00NYy6¢g VAUATOG gival va 0dnyei To vipa degid kal aplioTepd TUAyovTag TO

TTAVW OTO KAPOUAI opoidpopga (Eikova 32).

Eikéva 32: Atmreikévion Tou guvappoAoynuévou odnyoU VAHOTOG, OTTOU @aiveTAl N O a1rd TNV

oTtroia diEpXeTal TO VAA.

ATtroTeAEiTAl OTTO OKTW KOUUATIA, PE TN CEIPA TTOU TTAPOUCIAZovTal TTAOPAKATW:
YTooTipIyua X 2

KUAivdpog

2TRAPIYHa KUAivVOpoU X 2

Mio6G 0dovTWTOG TPOXOG

Mpavadl Awng Kivnong

Odnyédg

avrgog

21ApIypa Bdapoug yavriou

© N o g b w DN
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5.6.1 To utrooTAPIYNa

To UTTOCTHPIYHO ATTEIKOVICETAI OTN TTOPAKATW €IKOva Pe dlaoTaoelg 40 x 61mm Kal
owog 71mm. ZT1a TEOOEPA GKPA TIG BACNG TOU UTTOOTNPIYHATOG €XOUuv OXeEDIAOTEI
oTTéG yla Bideg M4 evw oTn TTAGTN TOu €éxel oxedlaoTr ot 22mm. To Tdaxog
TOIXWHATOG TNG TTAATNG TOU UTTOOTNPIYMATOG gival 6mm kai To TTAGTOG TNG BAong eivai
4mm.

»n

Eikéva 33: To utrooTAPIYHO OTO OXESIAOTIKO TTpodypappa Cero. Paiveral n oA 0TV TAATN TOU
KOHMMOTIOU KaBWwG Kal o1 OoTrég yia TiG Bideg, OTIG AKPEG TOU HOUPICHEVOU TETPAYWVOU OTN Bdon
TOU.

5.6.2 O kUAIVOpOG

O kKUAIvEpog €xel dlaoTaoelg 110 PAKOG, €CWTEPIKY BIGUETPO 26,5Mm Kal ECWTEPIKA
19 mm. ZT10 KEVTPO TOU €€l oxedIaoTel KevO TTAATOUG 17,8mm Kal pAKoug 74mm e
TO KUAIVOPIKO PEPOG OTIG BUO dkpeg 17,8mm (8,2 mm atrd KdBe TTAeUpd), CUVOAIKOU
MAKog 91,8mm.

»n

Eikéva 34: O kUAIvEpog oTo 0XeS100TIKO TTpOypappa Cero. @aiveral oTnv €IKOvVA n o1 OTN Jéon

TOoU OoXediou pE TIG U0 NUIKUKAIKEG AKPEG.

5.6.3 To oTApiypa Tou KUAivdpou
2T0 OTAPIYMO TOou KUAivdpou n eooxh éxel diduetTpo 26,5mm kai Babog 10mm. H
EOWTEPIKA o1t gival diaptrepig pe dlatoury 10mm. H egwtepiky SIGUETPOS TOU

MTTPOOTIVOU TUAMOTOG Tou oTnpiydatog eival 30mm, dnAadr TAxXog TOIXWHATOG

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 40



AV BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

3,5mm kal pAkog 12mm. Evw 10 TTicWw TUAUA Tou OTnpiyuatog €xel urikog 10mm kai

eEWTEPIKNA DIAPETPO 21mm.

Eikéva 35: To oTtripiypa Tou KUAivEpou 010 OoXESIAOTIKO TTpoypapua Cero.

5.6.4 O pI06G 080VTWTOG TPOXOG

O MIo6G 080vIWTAG TPOXOG €£xel unKog 109mm, pe €0wTEPIKN akTiva 8,5mm kail
eEwtepikA 16mm. H eowTepikr) 0ddvTwan £xel uikog 73mm, Brua dovriolu 2mm Kal
BaBog dovtiot 2,5mm. To prkKog TG 0dOvVTWOonNG givar 1mm pIKpOTEPO aTrd auTd TOU
KUAivOpou. AuTo yivetar 010T1 OTTwe Ba dilammoTwbei TTapakdtw o yavi{og Exel
MIKpOTEPN OlaToun aTTd 2,5mm, €101 WOTE va UTTApxel évag Babuog eAeubepiag. ¢
TTEPITITWON TTOU KaTa TNV Kivnon o yavilog Bpebei atnv Gkpn Tou 0doviwTou TPoxouU
VA UNV aKOUuTTACcEl TTAvw OTO OTHPIYMA TOU KUAivVOpou Kal oTrdoel. Ta oTTeipwua
gival TeTpaywvikou TUTTOU ME OITTAR apxn kai avrifetn @opd. H oddoviwan Exel
oxedIooTEl e TETOIO TPOTTO WOTE OTAV O YAVT{OG PTACEl oTa AKpa TNG Ba aAAd&Sel
Qopd Kivnong vy 0 0dOVIWTOG TPoXOG Ba KIVEITAl CuveXWs TIPOG Tnv idia

KaTeubuvaon.

Eikéva 36: ZTnV €1IK6Va ATTEIKOVICETAI O HIOOG 0BOVTWTOG TPOXOG.

TummwBnkav dU0 KOPMPATIa Ta OTroia evwbnkav yUpo ammd éva PETAAAIKO KUAIVOPO,
WaoTe va oxnuaTioTel éva eviaio €¢dptnua. O KUAIVEPOG oxedIAOTNKE YIa va oploTOUV

ol dlaoTdo¢l TOU.

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 41



{\;ﬁj BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

- 5
" @ o m @20 A o awan 0w

Eikéva 37: To KUAIVEpAKI Evwong TwV 300 HICWV 030VTWTWV TPOXWV.

5.6.5 O odnyog

O 0dnyd¢g Tou VANATOG cival ouolacTIKG £va OaxTUAIDI e ECWTEPIKN BIAPETPO 28mm,
TTAX0G TOIXWHATOG 3Mmm Kal TTAGToUuG 20mm. ZT10 TTévw PEPOG TOU €ival oXeBIQOUEVO
éva TETPAYWVO dlaoTdoewy 20 x 20mm kal Uyoug 19mm. ZT0 €OWTEPIKO TOU
TETPAYWVOU UTTApPXEl dlauTTEPAG ot dlauéTpou 17mm. Méoa artrd Tnv ot TTepvAEl O
yavTlog, otroiog Ba €pBel oe eTagrn pe Tov 0OOVTWTO TPOXO. ZTO KATW HEPOG TOU
odnyou eival oxedlaopévo €va TTapaAAnAdypappo 16,3mm ammd 10 €va AKPO TOU
OaxTuAIdiou. Aev uTtdpxel KATTOIO 101aiTEPOG AOYOC TTOU TO TTAPAAANAOYPAUUO Oev
olaTpéxel kKal Ta 20mm TT0U €ival Ao To TTAGTOC Tou daxTuAIdIoUu. To UWog Tou €ival
18,5mm kai TAGTog 5mm. OTrwg @aiveTal TNV TTAPAKATW €IKOVA UTTAPXEl Wia OTN
oTO TTAPAAANAGYpauuo n otroia gival oxedlaouévn ue BAoN TNG AEOVIKA YPAUMN TOU
OaxTUAIBIOU Kal OXI Tou TTapAaAANAGYpaUOU.

To ouvoAikd UWog NG oTTAg €ival 14,7mm pE TO KUKAIKO KOPPATI OTO Avw PEPOG TNG
Me akTiva 2,5mm kai TAGTog 2,5mm. H o1t Ba £mmpeTte va gival kaB’ dAo 1o UYog TG
OIAPTTEPAG, OAAA TO PIKPA TOIXWHOTA TTPOG KAl TTow Ta OTToia Ba agaipeBouv PeTd

TNV TUTTWON TOU KOYMATIOU.

L @ o mgam

Eikéva 38: O 0dnyodg o1o oxXedIA0TIKO TTPoypappa Creo.
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5.6.6 O ydavr{og

To KUNIVOPIKO TUAUA Tou YAVTZoU £XEl UPOS 25mm Kal §wTePIK dIGPETPo 15mm. H
EOWTEPIKN OTTN €XEl dIAPETPO 13mm Kal UWog 22mm, Péca OTn OTToia UTTAivEl TO
oThplyda Tou Bdpoug. O1 duo TTpoetoxEg €xouv dlaoTdoelg 15 x 7 x 1,7mm. XT0
KEVTPO €xel oxedlaoTei nUIKUKAIO pe akTiva 6,35mm. O yavr{og civar 10 Bacikd
€EAPTNUA TOU PNXavioPoU TO OTToio KIveiTal atrd Tn Mia dkpn oTnv GAAN TTdvw oTov

000vVTWT6 TPOXO Kal TUAiyel opoidpop@a To filamentrdvw GTo KApoUAl.

»n

Eikéva 39: o yavr{og o1o Creo, 61rou @aiveTal n ECWTEPIKA O aAAd Kal Ta ~“auTdkia’” Tou.

5.6.7 To oThpiypa Tou Bdpoug

2KOTTOG TOU €€apTMATOG auToU gival Pe TN TTpooBnkn evog Bapidiou va Kpatdel To
yavt{o o€ ouvexr emagr ge Tov 0dovTiwTo Tpox0. H Brikn Tou Bapidiou €xel eEwTEPIKO
MAKOG 42mm Kal TTAX0G ToIXWHATOG 1Tmm. H eowTepIKA dIAPETPOG gival 22,53mm Kal

BaBog 41mm.

o @ om B 0w

Eikéva 40: To othipiypa Tou BAPOUG P& TO KUAIVEPIKO THAMA TTOU EICEPXETAI OTOV YAVT{O.

5.6.8 To ypavadli Aqyng Kivhong
To ypavadl e diauetpo 55mm kai TAGTog 20mm. H SIGUETPOS TG €00XAG YO TNV
ETTOQPN ME TOV IHAvVTa PeTAdOONG Kivnong eival 44mm kal TTAGTOG 52mm. 270 KEVTPO

0Tn €00XNG £xel oxedlaoTei oTTA yia KoXAia M5 pe SIGUETPO KEQAAAS 13mm.
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Eikéva 41: To ypavadl peradoong Kivnong oto Creo.

‘Eva akéun oxédlo TTou ARPONKe Pe Ta UTTOAOITTA apxeia, nTav To cuvappoAoynuévo
oX€OI0 TOU 0OOVTWTOU TpoXoU. To KOPUATI TUTTWONKE aAAd Oev XPNOIYOTTOINBNKE

KABwG TO PAKOG Tou BgVv gival TO ATTAITOUUEVO.

e

Eikova 42: To 0AOKANPpWHEVO KOPUATI TOU 030VTWTOU TPOXOU TTOU SEV XPNOIUOTTOINONKE.

5.7 KapoUAi TUAi§ewg vipaTog
Mavw oTo KapOoUAI TUAIYETAI TO VAR OPOIOHOP®a AGYO TNG CUVEICPOPAS TOU 0dNyoU

KAl OTN CUVEXEIA, TO VAUA XpnoldoTrolgiTal atmd Tov eKTuTTwTh (EIKOva 43).

-l
Eikéva 43: ZTnv €1k6va arreikovigeral To KapoUAl TUAISEWG VUATOG JE TO MOTEP.

Mapakdtw TTapoucidlovTal Ta KOYPATIA TTOU ATTOTEAEITAI TO TUAMA QUTO:
1. Tpavad potép x 2
2. [pavdd peradoong kivnong
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Atovag petddoong Kivnong kai ouvdeong e¢apTnUATWY
KapouA
ATToO0TATNG

2TnpiydoTa X 2

N o g o~ w

Mivakag

5.7.1 Tpavddll potép

2KOTTé¢ Tou ypavadiou autou eival n heTddoong Tng Kivnong amd 1o POTEP OTOV
agova péow evog INAVTA Kal VoG akopa idlou ypavadiol, woTe n YeTadoon Kivnong
va gival 1/1. H d1dueTpog Tou 0dovTwToU PEPOUG gival 11mm atrd Kopu@r] 0€ KopuPn
oovTioU Kal To TTAGTOG Tou 6mm, pe Prpa odévTwaong 2mm. H e€wTtepikr) dIAUETPOG
Tou £€apTApaTog gival 14mm Kai TTAGTOG 1,5mm. H ywvia TTou oxnuatietal eivar 45°,
2T0 KEVTPO Tou ypavalioU UTTApXEl OTIN yia T oUvdeon PE Tov Afova Tou POTEP TO
éva Kal Tov dagova petadoong kivnong 1o aAAo. H didueTpo TnG oTTAG gival 3mm, oTn
TTEPITITWON HAG OUWG dev £xel 101aiTEPN onuacia Kal Ba yivel avagopd oe autd OTO

ETTOUEVO KEQAAQIO.

Eikéva 44: To ypavaddl yotép oto Creo.

5.7.2 Tpavddl perddoong Kivnong

To ouvoAikd TTAGTOG Tou ypavadiol auTtou gival 20mm. To UWog TwV TOIXWHATWY Tou
gival 55mm kai TTAGTOG 2mm. ZKOTTOG TNG E0WTEPIKAG QUAAKWONG €ival N TOTTOBETNON
ToU IyGvta. H eowTtepIkn dIGUETPOG gival 44mm Kai TTAGTog 16mm. To ypavdd autd
Oev €xel 006VTWON. ZKOTTOG Tou ypavadiou auTou gival n uerddoon Tng Kivnong péow
TOU IJAVTa OTO ypavddl Tou odnyou filament. H o1y 010 KEVTPO TOU ypavadiou gival
8mm.
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Eikéva 45: ZTnv €1IKk6va TTapoucidderal To ypavddl Xwpig odovrwon.

5.7.3 Agovag JHETAdoOoNG Kivnong Kal oUvdeoNng EAPTNHATWYV

O d&fovag Oev eival éva amd Ta Kodudrmia 1Tou ARBenkav amd 10 diadiktuo. H
OIduETPOG Tou Afova PeTAdooNG Kivnong €ival 8mm Kail To PrKOG Tou £XEl OXESIQOTEI
ME BAON TO ABPOICHUO TWV ETTINEPOUG ECAPTNUATWY TTOU JIATPEXEI, HE TNV TTPOCOEON
KATTOIWV KEVWV aVAPECT OTA £CapTAPATA auTd. TO PAKOG QUTO UTTOAOYIOTNKE OTO
165mm.

“ »n
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Eikéva 46: ASovag Evwong KOPPaTIwV oTo Creo.

5.7.4 AmooTdTtng

O ammooTATNG XPNOIKMOTTOINBNKE yia TNV KAAUWN NG atréoTaong YETAEU Tou Ggova Kal
TOU KAPOUAIOU TTEPIEAIENG VIUOTOG.

O amooTdrng cival éva akoua €¢aptnua Tmou dev AReBnke atmd 1o OIadIKTUO OAAG
oXeOIAOTNKE KAl KATOOKEUAOTNKE YIO VA BIEUKOAUVEI TNV KATACGKEUT TOU TUAIXTIKOU.

O1 dlooTdoeig Tou opioTnkav pe BAon 1o PEyeBOg Tou KaPOUAIOU TTou ETTIAEXONKE, £TOI
WOoTE VA £QapUOlel akpIBwG. Me e§wTepIKn dIAPETPo 5Tmm kai TTAGTog 50mm. Evw n
E0WTEPIKNA 0TI OXeOIAOTNKE WOTE va EIOEPXETAl O G&ovag. O atrooTdTng £TTiIoNG
OXEOIAOTNKE WOTE VA £XEI TENVWTH EQAPHOYI OTO KAPOUAI aAAG kai aTov agova.

A.T.E.Il. Kpntng
TuAua pnxavoAdywv pnxavikwy T.E. 2ehida 46



J; BeATioToTroinon punxavAg extruder
e¢wonong A.B.S. TTAaoTIKOU

i i
" @ o m @O A nuw = %

Eikova 47: Exediaopodg Tou amrooTdrn oto Creo.

5.7.5 Zrtnpiypara

To oTAPIYUO TNG TTAPAKATW QwToypagiag ival peyalitepo atmmd 1o GAAO KaBwGg givai
ekeivo To oTroio TOTTOOETEITOI OTN HEPIG OUVOEONG ME TO MOTEP Kal OEXETAI
TTEPIO0OTEPEG dUVApEIS (EIkOVa 48).

To oTApiypa autd €xel dlaoTaoelg Baong 58 x 86mm kal UWog 5mm. ZT1a AKpa TG
Baong umrdpxouv omég 4mm yia Bideg. To ToiXWHO Tou OTNEiyMaTog €xel UWog
140mm Kal TTaX0G TOIXWHATOG 6mm. ZT0 TTAVW PEPOG TOU TOIXWHATOG £XEI OXEDIAOTEN
avolyhda ouvoAikoU PBdBoug pe KUAIVOPIKO KATw MEPog Olapétpou 10mm. To
KUAIVOPIKO TUAMG auTO XPENOIYEUEI OavV POUAEUAY, 6TTou TTaTtdel o G&ovag PHeETAdoong
Kivnong. MNa va Tnv alénon avroxng TOUu KOPUATIOU auTou £Xouv oXedlaoTei
UTTOOTUAWMATA TTAXOUG 4mm Kal Ugoug 111mm. To utTooTUAWHPA OTO KATW HEPOG

EXEl MAKOG 52mm Kal 01O TTavw 11mm.
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Eikéva 48: ZTApIyHd a1rd Tn MEPIG TOU HOTEP.

To OelTepo OTAPIYUA dev £xEl TOOO YEPN KATAOKEUN 600 To OeUTEPO OIOTI BpioKETal
atro TN JEPIA TTOU QeUYEl N Kivnon atrd To KapoUAl Kal TTadel oTov 0dnyo tou filament
Kal Ogv OEXETAI TOOO PEYAAEG BUVANEIG. TO KOPPATI auTd €xel dUO OTTEG yia Bideg 4mm
OIdpeTPO. TO UTTOOTHPIYHO OTO KOPMPATI AuTO €XEI TTAXOG Smm, evw a@rvel €va KeEvo
11mm amd Tnv apioTepr TTAsupd (Eikéva 49).
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Eikéva 49: ZTApIyua Ao Tn HEPIG OUVEEONG ME TOV 08NYO.

5.7.6 Mivakag

O mivakag oxedIAoTNKE e OKOTTO va TOTTOBETNBOUV OTIG OTTEG Tou (OTTWG QaiveTal
otnv Tmapakdtw Eikdéva 50) o1 SIaKOTITEG yIa TO XEIPIOUO OAOKANPOU TOU TUAIXTIKOU
OUMTTAéYUATOG.

O mivakag €xel dlaotdoelig 100 x 80mm kai 83mm Uwog, padi pe ™ Bdon, ol
dlaotdoelg TG otoiag eivar 120 x 100mm kal Uwog 3mm. Ta TTAdIVA ToIXWHATA
£€xouv TTaxog 2,5mm vy TO PTTPOOTA Kal TTiIow oXeDIAoTNKAV TTI0 AETITA UE TTAXOG
1,5mm. Ta ToIXwuata autd oxedidoTnkav Pe autd TO TTAXOG, WOTE VA £QAPHOlouV
OwOoTA 01 BIGKOTITEG AAAG Kal va ptTopoUv va BidwBoulv TTavw oToV TTiVAKA.

O1 dl00TACEIS TOU TTAVW TUAMATOG TOU KOTTAKIOU, TO OTTOIO €ival TO EUQAVEG TUAMO
OTav TO KATTAKI evwBei he Tov Trivaka gival 80 x 100 x 5 . O1 dIacTACEIG TOU TUAUATOG
évwaong Je Tov Trivaka 76 X 96 x 3mm pe 10 1,5mm va €xel ywvia 45° e eCWTEPIKN

KAion yia va KOUUTTWVEI OTOdIOKA.

Eikéva 50: O mivakag SIaKOTITWYV XEIPICHOU ToUu TUAIXTIKOU OUMTTAEypaTog SEEId KAl apIoTEPA TO

KOTTAKI TOU.
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KE®AAAIO 6. YAotroinon

2170 Ke@AAaio autd Trepiypdgetal n d1adikaoia KATOOKEUNG €KTOG TOU  KUPIWG
TMAPOTOG TOu extruder, Twv pdouAwv, Tou TPARNXTIKOU Kai TOU TUAIXTIKOU
OUPTTAéYaTOG.(75,75,75,75)

6.1 O KUAIVOPOG CUMTTIEONG KAl TAENG TOU TTAACTIKOU

O TPOTTOG KATAOKEUNG TOU KUAIVOPOU CUNTTIEONS Kal THENG UAIKOU KATOOKEUAOTNKE HE
yvwpuova O6TTwg ava@épdnke kal 0To KEQPAAaIo AlaipoUpevog KUAIVOPOG, TTWG gival
ATTOPAITNTOG 0 KABAPICHOG TOU £EQPTANATOG AuTOU PETA aTTd KABE Xpron.

O KUAMVOPOG KATAOKEUAOTNKE aATTO dUO aAoUpIVEVIEG TTAAKEG pAKoug 183,5mm kai
Taxoug 25 x 50mm.

O1 duo TAdKeG ouo@ixBnkav o pia pEyyevn, OTTOU Kal TPUTTABNKAV yia TO
oxXnMUaTIoNd TEGOdpwV BIAUTTEPWY OTTWV Vyia Bidegc M5 X 50mm kai 2 EKKEVTPQ
oxedlaopéveG TPUTTEG YIa TTUPOUG 5 X 50mm, waoTe va KevTpdpel e akpipela. O1 oTTég
Oev £yivav akpIBws oTn Péon Tou KoPpaTiou aAAd TToio KOvTd OTo £va AKpo, Kabwg

01O GAAO Ba dnuioupynBei To KUAIVOPIKO TuNpa (Eikdva 51).

Eikéva 51: Karepyaoia yia Tn dnuioupyia oTTwyv oTIG TTAAKEG AAOUHIVIOU, EVWD TTOPANEVOUV
depéveg o PéyyevN.

O1 dUo TTAGKeG TTapépeivav evwpéveg €wg OTou TTepdoTtnkav ol Bideg, €101 WOTE va
MNV gival atmapaitnTn N XPrion TG MEYYEVNGS via va TIG Kpatdel otabepég. Metd Tn
ouvdeon Twv dUO KOMMATIWY TOu KUAIVOPOU N KOTEPYQOia TOU OUVEXIOTNKE OTOV
TOpvo yia Tn OIouOpPWONn Tou KUAIVOPIKOU OXAMOTOG Kal TNG €C0WTEPIKNAG OTTAG
olapétpou 16mm atd Tnv otroia SiIEpXETAI O KOXAIGG HETAQOPAg UAIKOU. To uTTOAOITTO
KOUUATI TTap€PEIvVE TTAPAAANAGYpaupo BIOTI av Tou divovrav KUAIVOPIKO OxXAua o€
OUVOUOOWO HE TIG OTTEG YIa TIG Bideg, Ba 0dnyouce oe ATTWAEIA AVTOXNG TOU UAIKOU.

Me Tov TPOTTO WG AUTO £EQC@AAICETAI KaI PEYOAUTEPN BEPUOXWPNTIKOTNTA AGYO TOU
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auénuévou OyKou Tou UAIKOU OTO OUYKEKPIYEVO OnuEio. ZTIG duo AKPEG TOU KUAivOpou
OXeDIAOTNKE PETPIKO OTTEIpWHA £TO1 WOTE OTN Mia dkpn va BIdWvel N AGvTia  Kal
oTnVv AAAn n kKe@aAn Tou extruder.To OTTEIPWHA OTO PTTPOCTIVO PEPOG YIA VA PIDWVEI

TO akpouolo gival M30 x 1,5mm kal n Katepyaoia Tou €yive oTov TOpvo (Eikova 52).

Eikéva 52: O kUAIvEpog oupTrieong Kai TAENG Tou UAIKOU TTAvVw OTOV TOPVO META TNV KATEPYOTia
TOU yId TN SnHIoupyid TOU CTTEIPWHATOG,

6.2 H kepaAR Tou extruder (akpo@Uoi0)

MNa TNV KATaokeur Tou TEAIKOU TUNAMOTOG TOU KUAiVOpOU OuuTTieEong Kal TRENG TTou
UAIKOU xpnoigoTroinBnke KUAIVOPOS XAAUBG O OTToi0G UTTECTN KaATEPYaAdia £€wg OToU
@Taoel TIC atrairouueveg diaoTdoelc (Eikdva 53). H katepyaoia €yive e€oAokAripou

oTov Tépvo.

Eikéva 53: Ommwg @aivetal otnv glkova n ke@aAn Tou extruderdiaxwpiferal amdé Tov KUAIVEpo

oupTrieong kai TASNG, S100£Tel €TTioNng Kal TNV o1 yia va BiIdwOei To Yrrek.

O 0pXIKOG KUAIVOPOG €ixe MEYAAUTEPO WNAKOG ATTO TO OTTAITOUMEVO €TOI KOTTNKE.
Kotrnke o€ peyaAuTepo prikog atrdé 51mm TTou €ival TO OTTAITOUPEVO PRAKOG Yia VO
uTTapXEl N eAeuBepia d16pBwaong oe TTePITTTWON KATTolou AdBoug. 21n ouvéxeia ApBe
OTO OWOTO PAKOG PE OUVEXEIG TTPOWOEIG, 600 TTANCIALANE OTIG OWOTEG OIOOTACEIG Ol
Tpowoelg €yivav 0,5mm éwg kal 0,2mm kdBe @opd yia va uttdpéel ac@AAeia Kal

olyoupId yia Tnv atro@uyr] AdBoug.
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To eowTepikd OTTEIpWUA YIO TN OUVOEON YE TOV KUAIVOPO OUUTTIEONG €XEI KAl QUTO

dlaotaoelig M30 kai BApa 1,5mm, yia va gival duvaTr n akpIfrg ouvdeon PETAEU TOUG
(Eikova 54).

Eikéva 54:Xtnv €IKOva TTOPOUCIAETAl N EOWTEPIKN KATEPYATia yia Tn Siapépewon Tou
OTEIPWHATOG TOU OKPOPUTiOU GTOV TOPVO.

To TeAIKO oTTEipwpa yia 70 akpo@uaolo cival M15, pyikoug 5mm TAdToUg Kal Brua
1mm. H kartepyaoia €yive oTov TOpvo pe kKoAaoulo (Eikdva 55).

Eikéva 55: H karepyaoia TOU OTTEIpWHATOS YIO TO MTTEK PE KOAOOUZO O TOPVO TOU EPYOOCTNPIOU.

OAa 1a akpo@UoIa TOu £pyaoTnpiou avegapTHTWG dIaPETPoU £EOO0U VAUATOG £XOUV
TO iBI0 OTTEIpWHA YIa va PTTopouv va aAAG{ovTal oTov extruderkal va TrapayeTtal UAIKG
dlapopeTiIkwV diatopwyv (Eikéva 56).
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Eikéva 56: Ta diaBéoipa akpo@Uaoia S10@QOPETIKWV diatopwyv (2mm, 1,8mm kar 1,5mm) Tou

gpyaoTnpiou.

Mia TeAIKA kaTepyaoia TTou BewpriBnKe atTapaitnTn ATAV N KOTOOKEUR QUACKIWY OTO
EMTTPOG TUAMA TNG KEQPAAAG yia Tn diEuKOAUVON TNG aTTOoUVOEONG aTTO TOV KUAIVOPO
OupTTiEoNG Kal TAENG Tou UAIKOU pe Tn Xprion KAgidiou (Eikéva 57). H katepyaoia £yive

oTov autouato Topvo CNC Tou epyacTnpiou.

Eikéva 57: To auAdki 0TO akpo@UGTIO0 yia TN Xprion KA&Id10U.

6.3 To opeIXAdAKIVO SaXTUAISI

To opeixdAkivo daxTuAidl (Eikdva 58) kaTaoKeUdOoTnKE yia va AEITOUPYNOEl oav
¢dpavo KUAIoNnG. H epapuoyn KATToiag oTAPIENG OTO ONUEIo ATAV atrapaitnTn aAAd Kai
adlvatn n XpAon pPOUAeudv eowTepIKA TOu akpo@uoiou. ‘Etol emAéxBnke o
OpEiXaAKog Tou OTTOI0U OI CUVABEIG XPNOoEIG TTEPIAAUBAVOUV EQAPUOYEG TTOU ATTAITOUV
XounAn 1pIBr. ‘Eva akdéun onuavtikd TTAovéKTnUa TToU adifel va avagepBei ival

avtioTaon Tou opeixaAkou oTn diIGRpwan.
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Eikova 58: Apiotepd oOTO oOpeIXGAKIivo BaxTuAidi PeTd OTnV KaTepyodoia Tou Kol OSedid

TTPOCUPHOCTHEVO OTO AKPOPUTIO.

6.4 O KoxAiog HETAPOPAG KAl CUUTTIEONG UAIKOU

O KOxAiag HETOQOPAG KOl CUMTTIEONG TOU UAIKOU KATOOKEUAOTNKE OTOV TOPVO
TEOOAPWYV a&OVWV Tou epyaaTnpiou. IMNa TNV KATOOKEUA TOU XpnolhoTTolndnke paRdog
XOAuBag apxikwyv dlaotdoewyv 500 x 18mm Kai n Katepyaoia Tou dINPKNoE 8 wWPEG
(Eikova 59).

Eikéva 59: H katepyacia Tou koxAia oTov TOpVO TECOAPWYV afOVwV TOU EpyacTnpiou.

AKOun otn pnxavry) CNC dnuioupynBnke MIKPA €YKOTTH WOTE va ao@alilel o

000VTWTOG TPOXOG HEOW Miag Bidag TTavw oTov KoxAia (Eikéva 60).

Eik6va 60: H eykotrAl TTou e§ao@alilel TNV ao@dAion Tou odovTwToU TpoXoU TTavw aTov KoxAia.
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MeTd 1O OTTEipwUA TOUu KOXAIQ N OIGUETPOG OTO UTTOAOITTO TPAWA Tou gival 12mm,
eKTOG aTmo éva PIKPO TUAPa prkoug 10mm, étmou n dIAUETPOG Tou gival 16mm Kai

XPNOIYOTToIEITAI oAV OTAPIYHA YEoa oToV KUAIVOPO Tou Xwviou (Eikéva 61).

Eikéva 61: O koxAiag HETaQOPAG TOU UAIKOU 0€ 6AO TOU TO MNAKOG.

6.5 ATrooTdTng

O amooTdTNG KATAOKEUAOTNKE YIA VO PNV XPEIAOTE va KOTTEl TO Xwvi WOoTe va
Taipiddel OTIG dIACTACEISC TOU KOYAid, KaBw¢ Ba nTav duokoAdTEpn Kal TToI0
XpovoBdépa n karaokeun omelpwpaTog (Eikéva 62). O1 diaoTtdoeig Tou gival 65mm
MAKOG, €OWTEPIKA OIAUETPOG BIOTI TTEPIKAEIEl TOV KOYAIQ 12mm Kol n €§WTEPIKN
OIGUETPOG TTOU E€PXETAI OE ETTAQPA PE TO Xwvi gival 16mm. Xpnoigotrolgitalr dnAadn

oav £dpavo KUAIoNG (POUAEAv).

L \vi\ﬁ.‘ s s wh—-—w———-

Eikéva 62: O amooTdTNG TTEPACHEVOG OTOV KOXAiIa Kal N CWOTH £QapUOYK TOU.

6.6 To xwvi mARpwong YAikou
MNa TNV KaTaoKeur) TOU XwvioU XPNnoIdoTroinenke udia TTaAid opBoywvia cwAfva
XO0AuBa diootdocwv 20 x 40mm pe 1O aTmraitoupevo Uywog va eival ota 17cm. H
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aQaipeon TNG OKOUPIAG Kal N Agiavon TnG €CWTEPIKAG ETIQPAVEIQG EYIVE HE
YUOAOXOPTO. 2Tn CUVEXEID OTO éva atro Ta dUO AKPA TNG dIANOPPWONKE NUIKUKAIO PE
akTiva 8mm otov autépaTto 1opvo CNC, kabwg autr n PepId Ba ToTToBeTNBEI HECT
oTnNVv CwANva Kal aro ekei Ba Tepvael o KoxAiag peTagpopdg Tou UAIkou (Eikéva 63). H
OKTiva TOUu nUIKUKAIOU €ival ion Pe TNV akTiva TNG OWAAvag ue Tnv oTtroia Ba
OUYKOAANBEi €101 WOTE TO €0WTEPIKO TUAMG TOU TEAIKOU KOPuaTioU va gival Agio Kai
XWPIG TTPoeCOXEC.

To oTpavilapioTO KOUUATI ETTIAEXONKE WE yvWPova oTnv eEGAEIYPN TNG oTTnAdiwong
TTou TrapoucialdTav oTo TTponyouuevo Xwvi. ‘ETol pe kaBeta toixwuata dev Ba
uTTdpxel TPIRA avdaueoa aTo UAIKO Kal Ta TOIXWHATA ToOU XwvioU Jovo n BapuTtnta Trou

Ba 1o wOEei TTPOg ToV KOXAIa.

Eikéva 63: ZTnv apioTepn €1KOVA TTAPOUCIAJeTAl N AKATEPYOOTn opBoywvia cwARva Kal oTn

de§id n kaBapiopévn Kail Koppévn otnv CNC ocwARva yia Tn diIapép@won Tou NUIKUKAiou.

O kKUMIVOpOGg TTou Xpnoiyotroinenke PBpEOnke oTnv atmobrkn Tou €pyacTnpiou pE
£TOIUA TO OTTEIPWHATA OTA dUO AKPA TOU.

H kaTepyaoia Tng OTIMG oToV KUAIVOPO PETAPOPAG £YIVE OTOV QUTOUATO TOPVO ME TIG
dI00TACEIG va gival TETOIEG WOTE va XwpPAel akpIBwg n opboywvia cwAfva kai Ba6og
KOTTAG va gival ioco pe TNV akTiva Tou KuAivopou, dnAadry 8mm (Eikéva 64). To Bdabog
KOTTNG opioTnke €TOol WOTE va yivel ekueTdAAeuon Tou peyaAlTepou duvartou
QVOiyHaTOG Kal n TOTTo0£TNON 600 PEYaAUTEPNG CWARvVAG yivetal. H B€on otnv otroia
QVOIXTNKe n ot KaBopioTnke €101 WOTE dUO OTTEipEG TOu KOXAIa va peivouv

KOAUPHEVEG YIO TNV ATTOQUYI ETTICTPOYPIG UAIKOU TTPOG TA TTIoOW.
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Eikéva 64: H katepyaaia Tou kKuAivdpou yia Tn didvoién omrig otnv CNC unxavi.
Ta dUo kouudTmia cuykoAABnkav PeTau Toug pe KOAANon argon (Eikéva 65). To
eEWTEPIKO TUAMA KOBOPIOTNKE € TPOXO €VW YIa TOV KABAPIOPO TOU E0WTEPIKOU
XPNOIUOTTOINBNKE TPUTTAVI TUNIYUEVO HE YUOAOXAPTO VIO TNV €TTITEUEN OGO TO duvaTd

Mo Agiag eTTIPAVEIAG.

Eikéva 65: To xwvi TApwaon UAIKOU £TOINO TTPOG XPNON ouvapuoAoynuévo Travw otovextruder.

6.7 PdouAa

MNa TNV KATOOKEUN TWV OTNEIYHATWY XPNOoIKMOoTToINBnKe TTAGKA aAoupiviou TTaxXoug
5,5mm, n otoia KOTINKE OTNV AUTOUATN PNXavA TOU €pyacTnpiou Og Tpia KOPPATIAL.
Ta mAdiva oTnpiyuata Kkatepydotnkav otnv autépatn pnxavr (CNC) woTte va peiwBei
TO TTAXOG TWV TOIXWHATWY Toug atd 5,5mm 1a 4,5mm. To ouvoAiké UWog Pe TNV
KauTUASTNTO oTnv Kopu®n eival ota 100mm kai 10 TTAGTOG ota 30mm. lMa Tn
ouvdeon TG BAong Pe Ta OTnpiydata xpnoigotroimndnkav téooepig Bideg M3, ol
oTToieg TTpounBelTNKAV ATTO KATAOTNMO WE €idn povieAiopou. ETmiong avoixtnkav
OTTEG yIa va TTepdoouv ol Bideg M5, pe Tnv TTAvw OTTA va €xel akpIBwg Tn SIGUETPO
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5mm evw n kKatw 7mm. H de0tepn o1 oXedIAOTNKE WOTE VA ETTITPETTETAI N Kivnon
TOU KUAiVOpOU TTpoG Ta TTavw PEoW evOg eAaTnpiou. To eAATAPIO XPNOIUOTTOIEITAI CaV
OQIKTAPAG TwV dU0 KUAIVOpwWY e PAKOG 10mm, TTAGTOG 6mm Kal TTéX0g OTTEipag
1mm (Eikéva 66).

Eikéva 66: Ta efapTApara amd Ta omoia amoreAoUvral Ta pdoula (atroouvappoAoynuévn
KOTOOKEUR).

Ta KUAIVOPAKIa KATEPYAOTNKAV OE TOPVO HUE TNV ECWTEPIKN OTIN ATTO OTTOU JIEPXETAI
TO VAUA VO OXNMOTICETOI OTO KEVTPO TOUG PE CUYKEKPIUEVO KOTITIKO dIa TRV ETTITEUEN
NG d1IdoTaONG POVO PE TTPOWOEIG TTPOG TO £0WTEPIKO TOU KUAivdpou. To TTaxog
KOTITIKOU €ival ioo pe 1.75mm 6mmwg avagépetal o mapamdvw ke@dAaio (Pdoula)
Kal Tpowon ion pe 1.75/2 pe kdBe kuhivopdki, dnAadry 0.875mm. lMapakdtw
TTapoucidleTal n ouvappoloynuévn kataokeun (Eikéva 67).

4

Eikéva 67: H cuvappoAoynpévn KOTAOOKEUN TwV PAOUAWV.
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6.8 0dnyog Tou filament
O1wg aTtreikoviCetal TTapakdTw (Eikéva 68) o odnyog Tou filament Traipver Kivnon

MEOW €VOG AAOTIXOU aTTO TOV Agova TO KAPOUAIOU TUAIEEWGS VAUATOG.

Eikéva 68: NMARpwg cuvappoAoynuévog o 0dnyog VAUATOG.

Ta empépoug KOPPATIA OTTO T OTToia OTTOTEAEITAl O 0BNYOG OAAG Kal O OKOTTOG
KOATAOKEUNG TOU £xouv TTpoava@epBei rapatrdvw (Odnyog viuarog).

OAa Ta KopudTia TUTTWOnkav oTov TPICOIACTATO EKTUTTWTI TOU €PyaoTnpiou Kai
KATTola atrd auTd TTEPIooOTEPA ATTO Hia QOPES KABWG UTTAPXE Kivduvog va oTrdoouv
KaTd TN ouvapuoAdynon ) xahouoav Katd Tnv TUTTWOT TouG.

‘Eva T€TOI0 KOUMATI ATAV O MIOOG 0BovIWTOG Tpoxdg (Eikdva 69). To KoppaT
TUTTWONKE dUO QOPEG yia va cuvappoloynBei oav éva eviaio KOPPATI. TuTtwOnKe
OPWG TEOOEPIG POPEG YIA VO KATAOKEUOOTOUV OUO OAOKANPWUEVOI 0BOVTWTOI TPOXOI.
To KoppdaTl autd BewprBnke €UKOAO va KATAoTPA@Ei OIOTI ATTOTEAEITAI ATTO TTOAAG
OOVTAKIa Ta OTTOIa PETA TNV TUTTWON TOUG TTPETTEI va KaBapioToUv aTrd Ta supporttou
eKTUTTWTH. MNépa GpWG aTTd TOV TUTTIKO KOBOPIOPO TTou Ba uTtooTEl OTTwg GAAa Ta
KOUMATIA, TO OUYKEKPIYEVO TTPETTEL va AgiavOei pe AUPa KAl YUAAOXOPTO WOTE

€EAAEIPOOUV TUXOV aVWUAAIEG OTNV ETTIPAVEIA TOU.

Eikéva 69: O p106G 060VTWTO TPOXOG UTTPOOTA Kal Tiow.

2Tn ouvéxela ol duo HIooi 0dOVTWTOI TPOXOi KWAUBNKAV pe KOAAO KATGAANAN yia

TTAQOTIKO aAAG Kal HETAAAO yUpw aTTd TOV aAoupivévio agova. Metd tn oAokAfRpwaon
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NG KOAANONG Tou 0BOVTWTOU TPOXOoU oTov dfova, To éva amd Ta dUo AKpa Tou
utréoTn emegepyacia woTe va pelwBei n diaueTpog Tou (Eikéva 70). ZKOTTOG NG
eme€epyaaiag autng gival va dnuioupyndei uTTodoXr WOTE VA KOUPTIWOEI CWOTA Kal

QKPIBWG TO ypavadl HeTadoong Kivnaong.

Eikéva 70: Z1o d€§16 dkpo TOU dfova @aiveTal peIwpPéVN diatoun Tou, dAAd Kal N avOpOoIopOop@ia
TOU 030VTWTOU TPOYXOU.

EkT16¢ atmd Ta oTnpiyuata TTou KUAIVOPOU TTOU XPNOIKOTTOIOUVTAl AVTi VIO POUAEUAY,
€Va aKOUN KOPUATI TToU OoXedIAOTNKE YIA VA OIEUKOAUVEI Tn AsIToupyia Tou odnyou
gival T0 GoTpo  TTAPOAANASYPOUHUO TTOU TTAPOUCIAZETOl OTNV TTAPOKATW EIKOVA
(Eikoéva 71). H kataokeury Tou ATAV atmapaitntn dI0TI TO Bapidl TToU XPNOIYOTTOIEITal
Kal n Baon Tou atrd Ta £ToIua OXEDIA €xouv UYWnAG KEVTPO PAPOUG Kal KATA ThV

Kivnon Toug TEIVOUV va EKTPETTOUV ATTO TNV TTOPEIa TOU TOV YAvT(O.

Eikéva 71: Ta oTnpiypara Tou KUAivdpou kai To TTapaAAnAdypappo oTRpiypa Tou Bapidiou.

6.9 KapoUAI TuAi§ewg vipaTog
Mo 10 KAPOUAI TUAIEEWG TOU VAPOTOG XPNOIYOTTOINBNKE éva GdeI0 KAPOUAI atrd
Xpnoigotoinuévo vipa €10IKG yia Tov 3D printer Tou gpyacTnpiou XwpnTiKOTNTOG

200m VvAPOTOG. 2TO KEVTPO TOU KAPOUAIOU UTTAPXE KEVO 51mm To oTT0i0 £TTPETTE VA
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@TA0€El 0Ta 8Mm WoTe va TaipIAlel OToV Agova PETAPOPAS Kivnong OTTWG aVAPEPETAI
Tapatavw (ATTO0TATNG). MNa TNV KATAOKEUR TOU OTTOOTATN KATEPYAOTNKE PARdOG
TEQAOV oTOoV TOpvO. O aTTOOTATNG £QAPUOOTNKE TTPECAPIOTOG OTO KAPOUAI Kal dev
EXel KwAuBei. QoTO00 O ATTOOTATNG €XEl KWAUBEl TTavw oTov dgova yia va
atmopeuxBoUv TUXOV HETATOTTIOEIG.

O a&ovag mepdoTnke PEoa atTd OTTA OTO KEVTPO TOU ATTOOTATN WOTE va eEEXEI ioa Kal
atmd TIG dUO0 TTAEUpPEG. 210 €va dkpo Tou AEova KWAUBNKe 1O ypavall uetddoong
Kivnong tou 0dnyé Tou vriuatog. To GAAO AKpo KaTePYAoTnKe eAa@pd oTov TOPVO
WOoTe va PelwBei N SIGUETPOG TOU OTA BMM Kal Prikog 600 TO TTAGTOG Tou ypavaliou
TOU HOTEP yIa va e@apuolel akpifwg. H didueTpog Tou ypavadiol TTou SEXETAl TNV
Kivnon a1rd 10 PoTép Oev ETMETPETTE TNV OIAVOIEN OTING OTO KEVIPO TOU PEYOAAUTEPNG
OlauéTpou. ZTn ouvéxela 1o ypavaldl KwAuBnke otov GEova O10TI dExeTal PEYAAN
ouvaun atmod To JOTEP Kal ETTPETTE va gival oTabepd. H diaueTpog Tou dfova opioTnke
ota 8mm kaBwg n ot 0710 KABe oTApIyHa OtTou Ba edpaoTei £xel didaueTpo 10mm
(Eikova 72).

MapatnpriBnke aoTdbeia kKaTd TN AsiToupyia Tou Agova TTévw OTA OTHPIYMATA Kal
XPEIAOTNKE va TTEPIOPIOTEI N opIfOvTIa Kivnon Tou, €101 KOTINKAV OTov Tépvo Suo
Teipol TTou  TOTTOBETABNKAV dBefId Kal aploTeEpd £Ew amd Ta OTnpEiydaTa yida

opolopopia. O1 Bideg TToU XpNOIYOTTOINBNKAVY yIa TN OTAPIEN TWV OTNPIYHATWY OTN

o

Eikéva 72: To ouvappoAoynpévo KapoUAl TUAISEWG VANATOG KAl TO OTNPiYMATA TOU.

Baon eivar M4.

To poTép TTou XpnOoIhoTToINBNKE ATav coUBAag, eTIAEXOBNKE dPwG yia T dUvaun Tou,
TO XOounAd KOOTOG ayopdg TOU KAl TTANpouce TNV  ATTaIToupevn  TaxutnTd
mepIOTPOPNG. H T1don Tou potép eivar 12V ouvexoug peupatog (DC), éxel
TIPOCAPUOOCTEI OPWG METACKNMATIOTAG YyIa AgiIToupyia Tou PEOCW EVAAAACOOUEVOU
pevpatog (AC) 220 V (Eikéva 73). Z1ov dfova TEPIOTPOQPRG TOU HOTEP EXEI
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TTPOCOPUOOTEI TO i8I0 ypavadl ye autd TTAVwW aTov agova yia Tn getddoaon Tng Kivnong

va gival 1/1 (Eikéva 73).

Eikéva 73: To HOTEP Kl O HETACXNHATIOTAG

O Tmivakag opydvwy TUTTWONKE oTov TPICOIGOTATO EKTUTTWTHA TOU £pyacTnpiou. ZTnv
0e€1a TTAEUPA TNG €IKOVAG TTAPATNEEITAI N YUTTPOGCTIVA OYn TOU TTivaKa PE TOug OAOUG
TOouG JIaKOTITEG O0Tn B€on Toug. Mavw apioTepd £xel TOTTOBETNOEI N EVOEIKTIKA KOKKIVN
Auyvia yia va yvwpifouue av 1o oUoTnPa hag diappEeTal atrd pelpa. AeCId TTAvw EXEI
TOTTOBETNBEI pia ao@AaAeia. ApIOTEPA KATW O SIOKOTITNG PUBUIoNG TaxUTNTAG TPIWV
Béocwv. ZTn Béon TNG WTOYPAYIag cival KAEIOTO, OTA APIOTEPA EXEI TIG MIOCEG OTOPEG
Kal OeCIG OAeG TIG OTPOPEG. AgGIA KATW, O BIAKOTITNG PE TO KITPIVO KEQAAI gival éva
TTOTEVOIOUETPO TO OTTOI0 TOTTOBETABNKE yIa TNV aKPIBECTEPN PUBUICNH OTOPWY KABWG
EXEl aTTEPIOPIOTEG BET€IC TTpocapuoyniS (Eikova 74).

2T0 €0WTEPIKO TOU TrivakKa €XEl TOTTOBETNOEI TO €OWTEPIKO Twv OIOKOTITWY OTTOU
atroteAeital ammd TTAAKETEG OAAG Kal oI OUVOEODEIG PETAEU Twv KoAwdiwv, OI10TI

BewpouvTal euttadr) oTn okovn Kai TNV vypacia (Eikéva 74).

Eikova 74: To eWTEPIKO KAl TO EEWTEPIKO TOU TTiVAKA OPYAVWYV.

MNa tn peradoon TG Kivnong otmrd TO HOTEP TIPOG TOov Afova TOu KapouAioU
XPNOIYOTTOINBNKE TUTTOTTOINUEVOG 000VTWTOG 1udvTag Briparog 2mm (Eikova 75).

Ab6yo Tou TuTTOTTOINUEVOU IHAVTO ATAV avaykaia n pubuion Tou UWoug TOU MOTEP.
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MpooappodoTtnke EUAIVR Bdon TTAvw OTO KOVTPA TTAGKE yIO VO TTATAOEl TO UOTEP
(Eikova 75).

Eikéva 75: O 1yavrag perddoong Kivnong kai n Bdon Tou Yotép.

H ouvdeon Tou KapouAioU TUAIGEwG Tou VAPOTOG PE Tov odnyo yivetal Ye AGoTIXO
TTEPITUNIEEWG TO OTTOI0 KABOPIOE Kal TN METAGU Toug atréoTacn. MNa Tnv amoQuyn NG
¢AENG Tou KapouAioU kaBwg n oTApIEn Tou O&ev eival atrdAuTn amd 10 AAOCTIXO,
TOTTOBETABNKE OUTEPO AACTIXO TO OTTOI0 aoKei avTiBeTn dUvaun WOTE va KPATdel TO
KAapoOUAI 600 TO Ouvatd TrePIoTOTEPO euBuypaupiopévo. To dedtepo  AGaTIXO
ToTToBETEITAI OTNV €EWTEPIKI MEPIA TOU Afova TOou KAaPOUAIOU Kal o€ éva Kapgi

Kap@wuEVO oTo KOVTpa TTAakE (Eikova 76).

Eikéva 76: To KiTpivo AdoTIX0 METABOONG Kivnong Kal To PTTAE AAOTIXO yld TNV avTIOTAOUION TNG

SUvapNg TTOU AOKEiI TO TTPWTO.

H Bdon ompigng eival éva KOvTpa TTAGKE BAPPEVO UE AOTTIPO XPWHA HE TIG OWOTEG
OI00TACEIG WOTE VA XwPAel OAa Ta £EAPTAUATA TOU TUAIXTIKOU OAAG va ETTITPETTEI KAl
dl0pBwaoelg otn peTagu Tou amméoTtaon (Eikéva 77).
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Eikéva 77: H oAOKANPpWUEVH KOTOOKEUN TOU TUAIXTIKOU GUMTTAEYHOATOG.

6.10 TpaBnxTIKO VAUATOG

Omwg Tpoava@épdnke TTapatmdvw n oTmoudaidTNTA KATAOKEUAG €VOG TPARNXTIKOU
MNXavVAPATOG €ival PEYAAN yia Tnv E€TTiTeugn KaAng Ttroidtntag viparog (Apxn
AgITOUpYiog TNG KATOOKEUNRG). 210 gpyaoTtipio Tou T.E.l. 1rpoUTtApxe pia TéTOIO
KATOOKEUN.

H kataokeur) atroteAeital amd éva Aeukd TTivaka XEIPIoPoU yia Tnv aufouegiwon Tng
TaxuTnTag TpaBryuatog. O oTToiog TTEPIEXEI OTO ECWTEPIKG Tou éva arduino micro yia
TO X€IPIOPO Tou 12V DC potép aAAd kai yia 086vn L.C.D., atnv otroia avaypd@eTail n
TayxUTNTO TTOU YOTEP ETTI TNG EKATO.

O OKEeAETOG TNG KATOOKEUNG TUTTWONKE €OAOKANPOU OTOV TPIOOIACTATO EKTUTTWTH TOU
gpyacTnpiou.

H kivnon Tou pOTEP MPETAQEPETAI PEOW IMAVTO QTTO TA ypavAlio PE OUVTEAEOTN
peraddoong .

To €EWTEPIKO TUAMO TWV KUAIVOpwWVY €xel KaAugpBei pe Tawvia Tommwong tou 3D
printeryia va uttdpxel JeyaAUTEPOG OUVTEAEOTAG TPIBAG OTNV ETTIPAVEIA TOUG Kal va

MNVv YAIoTPG 1O vipa (Eikova 78).

Eikova 78: To potép pe Tn oTAPIEN TOU, O INAVTOG METASOONG Kivnong Kal N TAIVid TOU EKTUTTWTA

oTa KUAIV3pdKia.
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Ta kKuAivopdakia oTtnpifovral TTavw o€ TuttoTroiNPéva poulepav z809. H Bdon £xel
KaTaokeuaoTel atrd Aapapiva kal TTavw TngG €xel ToTroBeTnOEl Bida waoTe va oTEPEWBEI
n Mia TTAeupd Tou eAatnpiou. H AAAn TTAeupd Tou gAaTtnpiou aokei dUvaun OTO ETTAVW
KUAIVOPAKI £TO1 WOTE Kal Ta dUO padi va e@appolouv Th dUVANN TOU POTEP OTO VHJA.
Mavw otn Baon £xouv ToTToBETNOEI TA SUO AVEUIOTNPEAKIA TTOU WUXOUV To {ECTO VAua

yIO VO aTTOQeUXBOEi N TTEpETAipW TTapaudpewaon Tou (Eikéva 79).

Eikéva 79: MAdyia 6yn Tou TPpafnXTIKOU OTTOU QPaiveTal TO EAATHPIO, TA AVEMICTNPAKIA KAl TA
POUAgpav.
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KE®AAAIO 7. MpoBARuata & Tpé1rol BeATIOTOTTOINONG

210 Ke@AGAaio auTtd TTapouaialovTal Ta TTPORAAMATA TTOU QAVTIMETWTTIOTNKAV KATA TN
Oldpkela TTEPATWONG TNG TITUXIOKAG €pyaciag, KATToIa atrd Ta OTroia ATav PIKPA Kai
eUkoAa Olopbwaoipya Kal GAAa eTTEQEpaAv  KaBUOTEPNON OTNV  OAOKAPwan TNG
£pyaociag.

Akopa  TrapatiBevrar  TpéTTol  BEATIOTOTTOINONG OAWV  TWV  TTPOAVAPEPBEVTWV
OUMTTAEYUATWY Kal TO OATTOTEAEOUOTA TTOU Ba €mmTEUXBOUV TTPAYUATOTTOIWVTAG TIG
aAAayEG aUTEG.

S

7.1 MpoBARpaTa Kal BUOKOAIEG KATA TN SIAPKEIN KATAOKEUNG

‘Eva onuavTikd TTPORANUA TTOU AVTIMETWTTIOTNKE ATAV N KOTAOKEUR KOXAIa JETAQOPAS
UAIKoU. H diadikacia Atav xpovoBopa Kal ETTPETTE va yivel xwpig dlakotrr. O Adyog
Atrav n amékAion g CNC kal o undeviopdg TG KABe @opd. Me Tov TPOTTO QUTO
XGAaoe évag KoxAiag.

Auo akéun xdAaocav BIOTI PTTAKE O€ AEITOUpyia TO POTEP yIO TNV TTEPIOTPOPI) TOUG
Xwpig va éxel {eoTabei apxIkd o KUAIVOpog ocupuTtrieong kal TENg Tou UAIKou (Eikéva
80).

Eikéva 80: 'Evag amrd Toug oracuévoug KoxAieg MeTagopdg Tou UAIKOU.

‘Eva avatrdviexo TpoPAnua TTou eg@aviotnke Atav OTi xdAacav Ta TTdoa TOU
KUAivdpou ouptrieong (Eikéova 81) kal TOU QKPOQUOIOU OTnNV TTPOCTTABEI
QTTOOUVOPUOAGYNONG TOUG YIa TOV QTTAITOUPEVO KOBapIoPo. AuTo o@eileTal iocwg
OTOV KOKO KaBapIopd TwV OTTEIPWHATWY WETA TNV KOTEPYATIa TOUG Kal TIPIV TNV
ouvdeon PeTagU Toug. MTTopei akdun va o@eileTal oTnv xpeRon Tou idlou UAIKOU JE ToV
ME TOV 10 ouvTeEAEDTH BePUIKNG DIaoTOARG. 'ETOI €yive n eTTIAOY XPrion dIaQopPETIKOU

UAIKoU, Tov xaAuBa (H ke@aArf Tou extruder (akpo@uaio)).
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Eikéva 81: O kUAIVEpog cupTtrieong Kai TAENG Tou UAIKOU e To aAAoiwpévo oTTEipwia.

Znuié TTPoKANBNKe akOPNn Kal OTO €EWTEPIKO TUAMA TOU AKPOQUGIoU KaBwg ATtav
OUokoAo To EeRidwua Tou (Puoika dev TiBeTal BEpa yia EeBidwua pe To xépl DIOTI yia
va KaBapioTei o extruder TTpéTTel TpwTa va €xel (eoTabei, woTe va Alwaoel To UAIKG OTO
EOWTEPIKO TOU) yIa KATTOIO OTTO TOUG TTAPATTAvVW AOYOUG Kal atmaitiénke n xpAon
“"k@Boupa’” (Eikéva 82). lNa Tnv atmopuyn TG TUXOV CnUIGS 0To EWTEPIKO TUAMO TOU
OKPOQUGiou aTTd KATTOIO epyaAeio TTou Ba yxpnoiuotroinBei oto péANOV Eyive Kal n

KaTepyagoia Tou TTou ava@épetal Trapamavw (H kepaAf Tou extruder (akpo@uaoio)).

Eikova 82: ZTnv apioTepn €IKOVA gival EUPAVIG Ol EKSOPEG OTO EEWTEPIKO TUAHA TOU AKPOPUTiOU

KOl OTNV 0apIoTEPN TO AAAOIWHEVO OTTEIPpWIAL.

‘Eva 6x1 kai 1600 onuavTiKO TTPORANUA TTOU AVTIMETWTTIOTNKE ME EUKOAIO rTav n
Kataokeur Bapidiou yia Tov odnyd TOUu VAPOTOG. To aAoupivévio Bapidl Trou
Xpnoigotroinénke apxikd atrodeixtnke eAa@pU yia va Kpatioel 1o YAvi{o o€ ouvexXn
ETTA@N HE TOV 000VTWTO TPOoXO ue Bdapog 45¢g. 'ET01 kaTtaokeudoTnke delTeEPO Bapidl
olaoTdoewy idlo Pe To TTPWTo aTTd XAAUuBa Bdpoug 126g (Eikdéva 83). EtreTelyOn

augnon Bapoug 280%.
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(P

Eikéva 83: ApioTepd To aAoupivévio Bapidl kal 5e§id To oKkoupOXpwHo XaAURSIvo Bapidi.

‘Eyive pia mTpooTrdbeia pUuBuIong TnG TaxUTNTAG TOU POTEP TOU TUAIXTIKOU QUTOMATO
a1ré TO VAPa. H KevTpIKn 10€a ATAV va XPNOIUOTTOINOEI YPAUUIKO TTOTEVOIOPETPO OTTWG
QUTO OTO XEPOUAI VOGS TPUTTAVIOU, JE TO VAUO OTAV TEVTWVETAI va Tpadel TO XEPOUAI
TTPOG Ta TTAVW Kal va eTTIBPaduvel TO JOTER, v OTAV TO VAUO TTAEI VO XOAGPWOEl Va

augavertal n TaxutnTa Tou potép (Eikova 84).

Eikéva 84: To ypOauHIKO TTOTEVOIOUETPO ATTO XEPOUAI TpuTtravioU KATd oTn Sokipyacia SOKIMAG

TOU.

H SduokoAia elpeong TETOIOU TTOTEVOIOPETPOU OOAYNOE TNV ETTIAOYI TTEPIOTPOYPIKOU
TTOTEVOIOUETPOU (KapoUAI TUAIEEWG VIAHATOG).

‘Eva atméd 1a ox£dia mou Aeénkav atré 10 d1adikTuo Tou 0dovTWTOU TPOXOoU gixe Eva
oNMavTikO eAdTTwHa. OTTwg QaiveTal 0TV TTOPAKATW EIKOVA UTTAPXE! Jia 00X OTO
TEAEIWPO TOU OTTEIPWUATOG TTOU OEV ETTITPETTEI GTOV YAVT{O VA CUVEXIOEI TNV TTOPEIa

TOU TTPOG TNV GAAN kateuBuvon (Eikéva 85).

o
e il it
Eikéva 85: O 080vTWwTOG TPOXOG ME TNV AVETTIOUMNTN £00XN OTO TEALIWHA TOU CTTEIPWHATOG.
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MNa tnv 816pBwaon Tou €AATTWHAOTOG AUTOU KOTTNKAV YWVIAKA TUAPOTA o1rd éva
OeUTEPO 0OOVTWTO TPOXO TTOU EKTUTTWONKE yia TTav evOEXOMEVO Kal KOAARBnKav oTa
KEVA aUTA. ZTn CUVEXEID TPIQTNKAV PE YUAAOXOPTO yia va AsiavOei n em@Aaveia Toug
(Eikova 86).

Y N
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Eikéva 86: O 030vTwTOG TPOXOG pE Sl1opBwHEVN TNV AveETIBUNNTN €00XN, KAAUPPEVOG PE YPAOO.

AUOKOAOG ATAV aKOUN Kal 0 KaBaplopdg oAGKANpou Tou 0dovTwTOoU TpoxXoU yia va
onuioupynBei uia Acia em@dveia d1dTI 0 TPIOBIACTATOS EKTUTTWTAG TOU £QPYACTNPIOU
O¢ev gival peyadAng akpifelag Kal n eKTUTTWHEVN ETTIQAVEIQ BEV ATAV KAANG TTOIOTNTAG.
XpnolPoTToINdnKe akoun ypdoo yia Tnv peiwon TG TPIBAG METAEU TOU 0dOVTWTOU

TPOXOU Kail Tou YAvTZou.

KaBuaoTtépnaon otnv oOAOKAApWGN TNG TITUXIOKNG Epyaciog TTPOCOE0E Kal N AvETTITUXAS
TUTTWGON OPICUEVWY KOMMATIWY. Z€ QUTH TNV TTEPITITWOTN TA KATECTPONMEVA KOUPATIO

ETTPETTE VA TTETAXTOUV KaI va EavaTuttwBouv atd tnv apxr (Eikéva 87).

e | I

Eikéva 87: TOTTwon Tou 0dnyou Tou filamentoTov TpIcSIACTATO EKTUTTWTI TOU £PYQCTNPiOU.

Metd Tnv Kataokeurn Twv PAaouAwv kal Tn OOKIuA Toug dIaToTWONnKe TTWG dev
€EUTINPETOUCQV KATTOI0O ONPAVTIKG OKOTTO, KABWG TN VAMA MIKPOTEPNG BIATOWPNG
Tepvouoe aTrd PEoa eUKOAQ evw TO VANA PeEYOoAUTEPNG dlaTOUAS KOAAOUGCE Kal £KOPBE.

‘ETo1 Ta pdouAa dev CavaxpnaoidoTroindnkav o€ eTTopeveS dokIpéES (Eikdva 67).
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‘Eva teAeutaio TTpOBANUa TTOU €U@avIcTNKE oTNV TEAIKA SOKIPR Tou extruder ATav n
KOKI TToI0TNTA VAUATOG OAAG KAl TO OKOUPO XPWHA TOU. ZETTEPACTNKE OUWG 600
TEPVOUCE O XPOVOG Kal TTapayoTav TTEPICoOTEPO VAMA. To mMOavoTEPO aiTIo TOU
TPOBAANATOC ICWG ATAV OTI XPEIalOTAV TTEPICOOTEPOG KABAPIOPOG OTO XWVi yia TV

aTTopAKpuvon TNG BpwuIds TTou TUXOV UTIpXE Méoa (Eikova 88).

Eikéva 88: ZUykpion TOU TTPWTOU TTAPAYOUEVOU VIHATOG KAl EVOG KOMMATIOU atrd To TeAguTaio.

7.2 MeAAovTIKEG TTPOTAOCEIS VIO TN BEATIOTOTTOINON TNG KATAOKEUNG.
MNa Tnv mepeTaipw PeATiwon TNG TTOIOTNTAG VAMATOG KAl UeEiwon Tou Xpoévou

TTAPAYWYHGS Ol HEANOVTIKEG TTPOTACEIG €ival Ol £ENG:

H ouvoAikrp diataén va €xel kABetn TOTTOBETNON KABWG TrapatneouvTal Ta €ENG

TTAEOVEKTHPOTA EVOG KABeTouextruder évavrl evog opigovTiou (Eikova 89):

o EukoAOTepN €uBuypduuion HETAEU TOU KOXAia TTARpwoNG UAIKOU e Ta UTTOAOITTO
eCapTiuara.

o YWnAOTEPO TTOCOOTO TTAPAYWYNG

o AtaiTei Aiy0TEPO XWPO OTO TTATWHA aTTd £vav opigdvTioextruder.

e Opoidpopen TAEN TOU UAIKOU AGyw TnG opoidpop®ng TTAAPWONG Tou OTOV

KUAIVEpO.

Eikéva 89: O kdBeTog extruderrou Hugh Lyman pe ovopacia V6.
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Na xpnoipotroinBei TAavnTikdg peiwTnpag (Eikéva 90) yia Tn yeraddoon TngG Kivnong

oI16TI:

o Opoidpopen petddoon: H peyaAltepn TaxUTNTA OKTIVIKOU KAl AEOVIKOU (OPTioU
TTPOC@EPEl  aALIOMOTIO KOl avOekTIKOTNTA,  €AAXIOTOTTOIVTIOG TNV  KOKIN
€UBUYPANMION TOU PnxaviopouU. ETmTAéov, TTapéxeTal n ouoIdpop®n UETAdoon Kal
ol xaunAoi kpadaouoi o€ dIAPOPETIKA POPTIa

o TéAeia akpifeia: H TTepioodTEPN TTEPIOTPOPIKA YWVIAKK OTABEPOTNTA BEATILOVEI
TNV akpiBeia Kai Tnv aglomoTia TNG Kivnong.

o  XaunAoTepn oTABUN BopuURou, £TTEIBN) UTTAPXEI HEYAAUTEPN ETTIQAVEID ETTOPNG. H
KUAIoN €ival TTOAU TTIO ATTIA KOl Ol avaTtrndnoels gival oxeddv avUTTOPKTEG.

o MeyoAUTtepn avOekTIKOTNTA: AOYW TNG OTPETITIKAG OKAPWIAG KAl TNG KAAUTEPNG
KUAiong. Tia Tn BeATiwon autoU Tou XOPOKTNEIOTIKOU, Ta €dpava E£TTiong
OUMBAAAOUY OTN pEiWON TWV ATTWAEIWY TTOU TTPOKUTITOUV aTTd TNV €TTA@N TOU
agova armeubeiog pe kaTTold AAAN emmi@aveia. ‘ETtol emtuyXAavetal peyoAuTtepn
atmrédoon Tou Pnxaviouou Kail TToAU TTIo0 ouaAr AsiToupyia.

o [IoAU kaAd emireda amoédoong: O1  TAAvNTIKOI  PEIWTAPEG  TTPOCPEPOUV
MEYAAUTEPN QTTOTEAECOUATIKOTNTA XAPN OTO OXEOIOOHUO KAl TNV €C0WTEPIK TOUG
o1aragn. O1 amrwAelieg eAaxioToTTolouvTal Katd 1n dIGPKEIa TNG EPYaaiag Toug. .

o Augnuévn peradoon potmg: Me TTEpIcOOTEPA BOVTIA CE ETTAPH, O PNXOVIOUOG
pTTOpEl va pETadwOoel Kal va avtéel akoun peyaAutepn potr. EmimTAéov, autd

ETTITUYXAVETAI E TTIO OUOIONOPPO TPOTTO.

Eikova 90: MAavnTikog peiwTtipag 313 RPM.
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BeAtiwon akdéua €mOEXETAI KAl TO TUAIXTIKO COUUTTAEYMO ME TNV  TTPOCOAKN
aIoONTAPWY  EAEYXOU YPAMMIKAG METATOTTIONG Kal EVIOTIOMOU 6€ong yia Tnv
autopatoTroinong Tou (75). lMNpoteivetal akOun n oUvOeon Twv aIoONTAPWY HE TO
TPABNXTIKO aAAd Kal TO TUNIXTIKO, WOTE va dUO va AeIToupyouv padi autopaTta Xwpig
va xpelaletal n eméuPacn kdmoiou xeipioTh. Mia TETOIO KATOOKEUN OTTEIKOVICETAI
TapakdaTw amd Tov Hugh Lyman (Eikéva 91). O aiodntipeg dnAadn diafdalouv Tn
B£on Tou VAUATOG Kal GTEAVOUV Oua o€ Jia KEVTPIKA povada eAéyxou, n OTroia oTn

ouvéxela puBuiel TNV TaxuTNTa €AENG TOU TPAPRNXTIKOU KAl TIG OTPOPEG TOU TUAIXTIKOU

KaBwg Ta duo TTPETTEI va AEIToUpyoUV E TNV idia TaxuTtnTa.

-
e

Eikéva 91: To TulixTiké ouptrAeypa Tou Hugh Lyman pe ovopacoia Spool Winder V3.

To TUANIXTIKG €€l Aiyo TTIO TTEPITTAOKN AEITOUPYIO KOl Ava@EPETAIl TTAPATTAVW

(KapouAi TUAigewg vApaTog).
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KE®AAAIO 8. ETriAoyog

270 TTapov KEQAAAIO ava@EéPovTal Ta OTTOTEAEOUATO ME TNV KOTAOKEUR TNG VEag

pnxavig e€wbnong (Eikéva 92) kai o1 odnyieg xprnong Tne.

Eikéva 92: H oAokAnpwpévn didtagn Tng véag pnxavng e§wlnong.

8.1 ZupTmrepdopara

H S1aueTpog Tou VARATOG AAAA Kal N TToI0TNTA ETTIPAVEIOG £XOUV UTTOOTEI ONPAVTIKA
BeAtiwon oe olykpion HE TO TIPONYyoUHEVO Trapayouevo vhAua. O TeAeuTaieg
METPAOEIG DEIXVOUV HIKPH aTTOKAION OTN SIATOMN TOU VIUATOG KATA WRKOG TOU Kal TO
KaBioTouv IKave va XpnoidotroinBsi atmd Tov £pyaocTnpiokd TPICOIACTATO EKTUTTWT)
(Eikova 93).

Eikéva 93: Métpnon tng d1aTOPAG TOU TTAPAYOUEVOU VAHATOG.

MapatnpriBbnke woTOCO BUGKOAIO XEIPIOPOU OAWYV TwV Pnxavwy atod éva atopo. 'ETol
n Tpoavagepbeica autopatotroinon Kal gUvdeon Tou TPARNXTIKOU WE TO TUAIXTIKO
Bewpeital atrapaitnTn. ZTNV TTAPAKATW €IKOVA  ATTEIKOVICETAl OKPIBWS auTd N
Aeiroupyia Tou extruder yia TNV TTOPAYywyr VAMOTOG O€ OUVEPYOOia WOVO HE TO
TPapnxTikG (Eikdéva 94). Kabwg eival adlvatog O XEIPIOPOS TPIWV  HUNXAVWV
TauTOXpPOoVa OAAG Kal TNV TTapaywyn 10avikhiG dIaTouAg yia Tn XpAon Tou atmd Tov

EKTUTTWTH VIAUATOG.
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Eikéva 94: H Acitoupyia Tou extruder kai Tou TpafnxTikoU Kard Tn Siadikacia Trapaywyng

VAMATOG.

‘ET01 TO TUNIXTIKO XPNOIYOTTOINBNKE yIa TNV TTEPIENIEN VAPATOG TTOU EiXE TTAPAXOEi aTTo
TTponyouuevn Trapaywyr. H mepiéANIEN SPwG VAPOTOG TO OTTOI0 €iXE KPUWOEI KAl €iXE
OKAnpuvEl €xovTag TTapel To OXAUA TG KouAoupag ATav adlvaTn, Kabwg To vAPa

TUAIyOTQV, OXI OUWG OPOIGUOPPA.

8.2 Odnyieg XpAong

O1 0dnyieg xpAong dev dlaPEPOouV aTTO EKEIVEG TNG TTPONYOUNEVNG TITUXIOKAG &I0TI OEV
aAAGXONnke o TTivakag eAEyxou Tou extruder kal n apxry AEIToupyiog Tou TTAPAMEVEL N
ida.

Mpétel va avagepBei woTdo0 n Asitoupyia Tou TpanxTIKOU, N oTroia €ival atrAr, ye 1

d1ako6TTTN on/off Kal e duo KOUUTTIA + KAl — yIa TN PUBKICN TNG TaxXUTATAG TOU.

To TUNIXTIKO €xel e€ioou aTTAn AsiToupyia pe évav SIaKOTITN TPIWY BEoEwyv Wia Béon yia
TIG MIOEG OTPOYEG, N BEoN yia OAEC TIG OTPOYEG Kal uia Béon off. MNa T puBuion Twv
OTPOPWV ONUAVTIKO Eival TO TTOTEVOIOUETPO TO OTTOI0 PUBWIcel TIGC OTPOYES aTTd To 0%
£wg Kkal 10 100% kai yia TIG dUo OKAAEG TOU BIOKOTITN TPIWV BECEWY. ZTNV TTAPAKATW
Eikéva 95 eival eudidkpitn akéua n Auyvia pe 1o KOKKIVO Qg OTTOU ONUATOOO0TE TTWG

TO KUKAwUa pag diappéeTal atmmo pelua.
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Eikéva 95: ZuvappoAoynuévo Kal o€ AEITOUPYiIa TO TUAIXTIKO CUMTTAEYMO.
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