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NEPIAHWH

2Tnv TTapoUoa epyacia apyIkd avoAueTal n apxn AcIToupyiag Twv HNXavwyv
e€wBlnong TToAupepwY UAIKWY (TTAOCTIKOU) Jovou Kal dITTAoU KoxAia. MNpokeital yia
MNXavEG TTOU XPNOIYOTIOIOUV TNV TTPWTN UAN ot popen pellets yia xpAon o€
dladikacieg xUteuong 1 VAPOTOG yia TPICOIGOTATA EKTUTTWON. 2T OUVEXEIQ,
TIPAYHOTOTTOIEITAI épEUVa ayopds TTAVW OTIG PINXavéS extruder oikKIOKAG XPriong Kai
TENOG, YiveTal pia TTPooTTABeIa BEATIOTOTTOINONG TNG UTTAPYXOUCAG INXAVAS £6wWBNONG
(extruder) Tou EpyacTtnpiou MnxavoAoyiag AkpiBeiag kal AvTioTpogng UNXAVIKAG TOU
EA.ME.NMA. HpakAgiou KpATNG.



ABSTRACT

In the present thesis, the operating principle of single and double screw polymer
(plastic) extrusion machines is first analyzed. These are machines that use the raw
material in the form of pellets for use in processes for 3D printing. Then, a market
research is carried out on the home extruder machines and finally, an attempt is
made to optimize the existing extruder machine of the Laboratory of Precision
Engineering and Reverse Mechanics of engineering department EL.MEPA.
Heraklion, Crete.
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

KE®AAAIO 1. EIZAIQrH

1.1 Z16X0G epyaoiag.

2Tnv Trapouca epyacia Ba avaAuBei n apxr Asitoupyiag TTou diETel T PEBOdO
Mop@oTToinoNG BEPUOTTAQCTIKWY TTOAUMEPWY HE EWONON UAIKOU. 10 CUYKEKPIUEVQ,
Ba TTapouciacTei N apxn Asitoupyiag Twv pnxavwy €€wlnong TTAacTikou (extruder
machine) pe éva 1 dUo KoxAieg. MpoKeITal yia PnXaveéG TTou XpPNoIPoTTololy Tnv
TPWTN UAN ot popon pellets yia xprion oe diadikacieg xUTeuong R VAWATOG yia

TpIodIACTATN EKTUTTWOT.

Oa TpayuartotroinBei €épeuva ayopdg TAVW OTIC Wnxavéeég extruder, émerra Ba
TTEPIYPOAPEI N apXN AEITOUPYIAG TOUG KAl O TEXVIKEG AETTTOPEPEIEG TNG dIAdIKATIAG.
TéNog Ba vyivel avagopd oTn XPnon Twv pnxavwyv auTtwv. EmmmAéov, Ba yivel
BeATioTotToinONn TNG uTTdpyXouoag upnxavhg €Ewbnong (extruder) Tou EpyaocTtnpiou
Mnxavoloyiag AxkpiBeiag kai AvtioTpopng unxavikig tou EA.ME.MA. HpaokAgiou
KpAtng. ©a avtikataotaBouv eCaptiuata yia Tn BeAtiwon Tng Asiroupyiag Tou

gepyaoTnpiakou extruder.

2UVOTITIKG Ta BApaTa yia TRV TITUXH OAOKARpWON TNG TITUXIOKAG Epyaciag gival:

1) ‘Epeuva ayopdg yia TIG MNXAvEG €EwBNONG TTOAUPEPOUG UAIKOU, yia Tnv
KATNyopIOTTOiNON TOUG KOl TOV TTPOCOIOPIOUO TwV EQAPUOYWY TOug OTn
Biounxavia.

2) Meprypagn apxng A&IToupyiag Twv unxavwy.

3) MMeprypapr) diagopwyv uNXavwy povou Kail SITTAoU KoxAia.

4) BeATIOTOTTOINON £€PYQ0TNPIAKAG UNXAVNG.

5) Zuyypaen kal TrTapouacioon TITUXIAKNG Epyaaiog.

1.2. Opiopoi.

OepuomAaocTIiKS YAIKS.

To BeppoTTAaoTIKO UAIKS gival £va TTAACTIKO UAIKO, ouvhBwg €va TTOAUPEPEG, TTOU
yivetal €uAUyioTOo A €UTTAQCTO TTAvw ammd MIO OUYKEKPIPEVN Bepuokpacia  Kai
oTEPEOTTOIEITAI PE WUEN. ETTopévwg, €ival €va avakukAWOIgo UAIKO a@oU auTh n
diadikaoia utTopEi va Trpayuartotroindei Atreipeg @opés. Ta BEPUOTTAACTIKA PTTOPOUV

va avaoxnuamoTtolv he  Béppavon  Kal  XpnoigoTrolouvtal  ouvABwg yia  va

EAANVIKO Meooyelakd MavemaoThpio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

TTapaydyouv KOMMATIO yia YUTEuon Me €yxuon. XapoKTnpPIoTIKA TrapadeiyuaTa

BepUOTTAQOTIKWY €ival :

AkpuloviTpihio BouTtadiévio oTupévio (ABS). To TPITTOAUPEPESG akpUAOVITPIAiOU

Boutadieviou oTupeviou (Acrylonitrile Butadiene Styrene) ouvTtiBetar atmd
oTupévio Kal akpuloviTpidio TTapoucia TToAuBoutadieviou. To ABS eival éva
UANIKO HIKpOU Bdpoug TTou Trapouciadel uwnAfi avtiotaon Kpouong Kal
MNXavIKy oKANPOTNTA. XPENOIUOTIOIEITAI 0€ TTOAAG KATAVOAWTIKA TTPOIGVTA,

OTTWG TTaIXVidIa, CUCKEUES Kal TNAEQWVA.

NdaiAov. To vaihov avhkel o€ Yia TAEN TTOAUPEPWY TTOU AéyovTal TTOAUaUidIa.
‘Exel xpnoigotronBei wg UTTOKATAOTATO TOU HETALIOU O€ TTPOIOVTA OTTWG
OAEGITITWTA, TTPOOTATEUTIKA YIAEKA Kal KAATOEG yuvalkwy. Ol iveg vaiAov eival
XPNOIUEG OTNV KATOOKEUN UQAOCUATWY, OKOIVIWV, XOAIWV Kol HOUGCIKWY
Xopdwyv, evw o€ XUPa Hop®r, TO VAIAOV XPNOCIYOTTOIEITAlI YIO WNXAVIKA
KOopudaTmia  ouutreplAappavouévwy  Bidwy,  0odOVIWTWY  TPOXWYV  Kal
TePIBANPATWY  epyalciwyv. EmmAéov, TO VAIAOV XpnOoIYoOTIOIEiTAI OTNV

KATOOKEUN GUVOETWY BEPUOAVTOXWY UAIKWV.

MoAuyahakTiké 0&0 (PLA). To TToAuyaAakTikG 0&U A TTOAUAOKTIOIO €ival évag

BiodiaoTrdoipog BePUOTTAOOTIKOG AAEIPATIKOG TTOAUECTEPOG TTOoU
TTOPACKEUAZETAI OTTO QVAVEWOIPESG TTNYEG, OTTWG APUAO KAAAQUTTOKIOU (OTIG
HMA), piCeg ammd Tamoka, tarardkia A duulo (kupiwg otnv Acia), A
CaxapokdAauo (otov umtoAoimto kOopo). Eivalr éva amd 1o UANIK& TTOU
XPNOIUOTTOIOUVTal yIa TPIOOIAOTATN €KTUTTWON HE TNV TEXVIKN OUVTNENG

diadoxikwv oTpwoewv (Fused Deposition modeling-FFF).

MoAuBivuloxAwpidio  (PVC). To TroAuBivuloxAwpidio civalr éva okAnpo,

eAa@pPU UANIKO TTou avTéxel o oféa kal Bacelg. O peyaAlTepeg TTOOOTNTEG
XPNOIUOTTOIOUVTAl  OTIG KATOOKEUEG, OTTWG  YIO  TTOPOKAUWEIG, OWANVEG
QTTOXETEUONG, UOPOPPOEG Kal QUAAa oTéyngG. MeTtaTpétreTal €1miong o€
EUKQUTITEG HOPYPEG YE TNV TTPOCONKN TTAACTIKOTTOINTWY, KAVOVTAG TO CUVETTWG
XPNOIUO VI OTOoIXEid OTTWG OWANVEG, CWANVWOEIG, NAEKTPIKA POvVwOon,
TavVW@OPIa, COKAKIO Kal €TevOUoels. To euluyioto PVC xpnaoiuyoTtrolgital

ETTIONG 0€ POUCKWTA TTPOIOVTA, OTTWG KPERATIA pE veEPO Kal TTaiXvidla TToivag.

EAANvik6 Meooyeiako MNavetTioTrpio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

o Te@Adv. To Te@AOV gival eutTopikOG Ovopa TG DuPont yia did@opa TToAupepn
ToAuTeTpapBopoaiBuAeviou (PTFE), TTou avAkel o€ pia TAgn BEpUOTTAACTIKWY
YVWOTWV WG @BopottoAupepn. Eival ywwoTd wg eTMIKAAUYN yIa un KOAAWSN
KouQivikd okeun. Emeidny ecivar xnuIK& adpavég, XPNOIUOTTOIEITAl  OTNV
KATOOKEUN TTEPIEKTWV KAl CWAAVWY TTOU £pxovTal o€ €ma®n HE OPAOTIKEG
EVWOEIG. XPNOIYOTTOIEITaI €TTIONG WG AITTAVTIKO yIa va PEIWCEl TN @Bopd aTTd
TPIBA METAEU OAIcBaIvOVTWY TUNUATWY, OTTWG Ypavadia, édpava Kal KOUlIvETa.

(https://en.wikipedia.org/wiki/Thermoplastic)

E¢wlnon.

O 6pog €&wbnon avagépetar otn dladikaoia KATd TNV OTToia i pnxavr) weei
KATTOo10 UAIKO va TTepdoel SlouéooU pIag OTTAG, TTPOKEIYEVOU va TTAPAEEl To ETIOUUNTO
TTpoidv.(eikova 1.1). (Rauwendaal C., 2013)

Feed hopper

Plastic pellets
:@

Heaters Shaping die

/Tublng and pipes

Sheet and film
Turning screw Barrel Molten plastic ~ Extrudate > %@

Structural parts

Eikéva 1.1 : Exnuartikn atreikévion diadikaoiag eguwenong.

H 1Tpwtn UAN TTOU XPNOIYOTTOIEITAI YIO HOPPOTToiNaN cival dIaBETIUN OF :

o Kokkoug (granules),
e 3>kbvn (Powder),
o T[lAakidia (pellets) kai

o Yypd (liquids).

EAANvIk6 Meooyelako MaveTTioTriuio
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H e€wbnon cival pia pébodog pe peydAn TTpocappooTiKOTNTA. ‘EXEl OXETIKA
XOUNAG KOOTOG AsiToupyiag, av Kal TO KOOTOG TTEVOUCNG YA TNV ayopd TWV PNXAVWV
gival oxeTikd uywnAo. Mtmopoupe va emTeuxBei ouvexng TTapaywyrn TTPoIOVToG JE
uwnAn taxutnta Trapaywynes. H rieon Asiroupyiag kupaivetal amé 1,4 - 10,4 MPa.
MNivetar Ttapaywyr ©QUAwyv, pdaBdwyv, OwAnRvwyv Kal VvAPatog. TéEAog, Adyw
TTPOCAVATOAIOUOU TwV HaKpouopiwy KaTtd Tn dieuBuvon diéAaong, Ta TTPoidvTa TNG

egwlnong Tapoucialouv ueyadAn avtoxn.
H pnxavn diéAaong sival oxediaopévn yida :

o Metagopd TnG oKOVNG 1 Twv TTAAKISiWV TNG TTPWTNG UANG amd Tn xodvn
AvAPEIENG TPOPOdOGiag OTO KaVAAI TOU aTépuova KoxAida.

o Na ouptmméel To UAIKS TNG TTPWTNG UANG KAl VA TO PETOKIVEI JECA OTO KAVAAIL.

e Na TrKel TO UAIKO pe B€puavan.

¢ Na avaperyviel To TNyUEVO UAIKO Kal va To KaBIoTA opoloyevéG TAYMO (XwpPig
QTTOPEVOVTA OTEPER) KAl TEAOG

o Na wBei To UNKO 0TO KAAOUTTI (BNUIOUPYWVTAG TNV KATAAANAN TTiEon).

1.3. Mnxavég eEwBnong Kal EKTUTTWTES TPIWV SI0OTACEWV.

H tpiodidoTatn ekTOTTWON €kave TNV euedvion Tng 7o 1982 amd Tov Chuck Hull. O
Hull €ixe tnv 18éa OTI av PTTOpOoUcE va TOTTOBETACEI XINIADEG AETITA OTPWHATA
TTAQOTIKOU TO €va TTAvw atmd 10 GANO Kal 0T OUVEXEID va XapPAgel TO OXNHa TOUG,
XPNOIUOTTOIWVTAG TO Qwg, TOTE Ba ATav oe Béon va oxnuatioel TpIodIdoTaTd
avTikeiyeva. H eupeaitexvia Tou ovopdaoTnke arepeoAiBoypapia 11 3D ekTUTwaon,
KaBWg KAAUTITE KABE UAIKO IKavO TTPOG OTEPEOTTOINGN 1) IKAVO VA PETARAAEI TN GUOIKNA

TOU KaTtaoToon.

H Baoikn 16éa miow amd tnv TpIodIdoTATn EKTUTTWON OUVAVTATAI OTO OTTWG
OKPIBWG €VOG EKTUTTWTAG WEKAOWOU WEAAVNG TTPOCOETEl UEPOVWHEVEG KOUKIOEG TOU
MEAQVIOU yia va oxnuatioouv pia €iIkOva, évag 3D eKTUTTWTAG TTPOCBETEN UAIKO PJOVOo

OTTOU XPEIAZeTal, AKOAOUBWVTAG EVTOAEG OTTO €va WNPIAKO apXEio.

MOAIG @opTwBEl TO YnNPIakd POVTEAO OTOV EKTUTTWTH, TO UNXavnua avaAapBAavel
auTtéuaTta TN dnuioupyia Tou emOuunToU avTikeElyévou. Evw ol diepyacieg eKTUTTWONG

TToIKiNOuv avéAoya pe Tov TUTTO TnG TeXvoAoyiag Tou 3D ekTuTtwTh, n €€wBnon

EAANVIKO Meooyelakd MavemaoThpio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

UAIKOU (n otroia trepIAappavel évav apiBuo SIoQopeTIKWY TUTTWV BIEPYACIWY) €ivai N

M0 KOIVA HEBODOG TTOU XPNOIKOTTOIEITAlI OTOUG ETITPATTECIOUG 3D EKTUTTWTEG.

H €€wlnon uAikou Acsitoupyei oav éva TUpofOAo OTTAO KOAAaG. To UAIKO
EKTUTTWONG, KATé Kavova éva TTAAOTIKO VAUA, BepudiveTal NEXPIG OTOU UYPOTTOIEITAl
Kal €€wOeiTal oW TOU AKPOPUCOiou (N Gkpn aTrd TNV OTToIa EKTIVACOETAI TO VAHQ)
EKTUTTWONG. XPNOIUOTTOIWVTOS TTANPOYPOPIES aTTd TO WNYIAaKS apxeio, 0 oxedlaouog
gival XwpIiopévog ae AeTTéG DIOOIAOTATEG OIATOMEG, WOTE O EKTUTTWTAG va Epel
aKPIBWG TToU va TOTTOBETACEI TO TTAACTIKO UAIKG (TTOAUMEPES) MECW TOU AKPOQPUGIiou
o€ AeTtTég oTpwaoelg, ouxva 0,1 xIAlooTd (mm) TTaxog. To TTOAUNEPES OTEPEOTTOIEITAN
ypriyopa Kal OEVETAl PE TO KATW OTPWHA TOU UAIKOU, TTPIV XOUNAWGCEl N TTAATQOpua
Kal N KEPAAR eKTUTTWONG TTPOCBEoel GANO oTpwua. AvaAoya Pe To PEyeBog Kal TNV
TTOAUTTAOKOTNTA TOU QVTIKEIMEVOU, N OAN dladikagia PtTopei va dlapkEoel atrd AeTTTd

£WG NUEPEG.

H texvoAoyia Twv 3D eKTUTTWTWYV BPICKEl XPrion OTOUG TOMEIG :
*  Tou KoouAPATOG,

* Twv uttodnudrtwy,

*  Tou Blounxavikou oxediaguou.

*  Tng apXITEKTOVIKNG,

*  Tng pnxavikAg kai Twv kataokeuwv (AEC),

*  Tng auTtokivnTofiounxaviag,

*  Tng agpodiacTnUIKAG,

*  Tng odovTIaTPIKAG KAl I0TPIKAG Blounxaviag,

*  Tng exmmaideuong,

*  Tng xapToypd®nong TTANPOPOPIAKWY CUOTNUATWY O& £pya TTOMITIKWV

MNXAVIKWY K.Q.

EQIKG pE TOUG EKTUTTWTEG TIOU  XPNOIYOTTOIOUV  TTAOOTIKO  UTTOpOUV  vVa
KOTAOKEUOOTOUV €E0AKEIG AaoTixou TTOONAGTOU, KPEUAOTPES, KATTAKIA, EPYOAEia yia
Dremel, kATr. Mg Tn Xprion TTAacTiKoU Kal oxediwv 3D, TTou BpiokovTal eEAeUBepa O0TO
internet, ) TTou PTTOpPEi KATTOI0G PGVOG TOU VA dNUIOUPYOEL, ITTOPET TTOAU €UKOAA va
QTIaXTEI aTTO TO MO MIKPO €EAPTNUA, €wWG OAOKANPEN KOTOOKEUR KOPUATI-KOMMATI

(eikdva 1.2).( https://el.wikipedia.org/wiki/TpiodidoTaoTn _EKTUTTWON )

EAANVIKO Meooyelakd MavemaoThpio
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Eikéva 1.2 : Aidgopa poidvTa 3D EKTUTTWTWV.

EAANvIk6 Meooyelako MaveTTioTriuio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

KE®AAAIO 2. APXH AEITOYPIIAX MHXANQN EZQOHXZHX
2.1 loTopikA €§€AIEN eSwBNTAPOA.

O e&wbnTAPag apxika dnuioupyndnke atrd 1o pnxaviké Charles Hancock kai Toug
OUVEPYATEG TOU yIa TRV avApeign d1a@dpwy UAIKwy. To 1870 KOTOOKEUAOTNKE N
TTPWTN INXavh ewlnong kai 1o 1890 TrapdxBnke oTig HIMA yia euTTopIKoUG OKOTTOUG.
>tnv EupwTtrn, 10 1900, o1 Francis Shaw kai Paul Troester avémTugav 1o TTPWTO
ouoTnua €EwBNONG o€ euTTOPIKA KAipaKka. Mapakdtw @aiveTal pia atmo TIG TTPWTEG

Mop@Eg evog e€wbnthpa (eikéva 2.1) (Crowther, 1998).

Eikéva 2.1 : Mopoen evéog e€wBntripa 10 1948.

H texvoloyia Tng e€wBnong TTapoucidotnke ota TéAn Tou 1870. Autd TTou £Qepe
emavdoTaon oto ouoThua £§WONoNg ATav n akpIBng pubuion TG Bepuokpaaciag KaTd
TN d1dpkeIa TNG €&wBNong. Adyw auTrig TNG TEXVoAoyiag peiwbnkav ammoTeAeoUaTIKG
ol TTAOOTIKEG Trapapop@waoelg. MapdAAnAa auénbnke n Tapaywyr Sla@opwyv
BeppotrAacTiKwy TToAupepwy. O1 pnxavég €§wbnong T10TE gixav 1 duvartdétnta va
emegepyddovtal gOVo OUyKeKpIpEva TToAupepr.. ATTO 10 1960 kai PETA O OUVEXEIG
€€ENIEEIC OTNV KATOOKEUR PNXOVWV €EWONONG ETTIKEVTPWONKAV OTO OXeOIOONS KOl
OTNV KATOOKEUN UNXAvVNPATWV £€WONONG TTOU va UTTOPOUV VO EVOWHATWOOUV KOl Va
ETTECEPYAOTOUV TNV €upeia TOIKIAia Twv  Sidgopwyv  TToAudepwyv. O  Baoikdg
oXeDIO0NOG TWV Pnxavnudtwy €&wbnong dev €xel alNGéel. Katd tnv TTapaywyikn
oladikaoia OAeg o1 pnxavég €Ewbnong akoAouBouv wg apXh OPICHEVES POOCIKEG

MNXavIKEG Bladikaoieg. XTnv eikOva 2.2 TTOU OKOAOUBEi @aivetal n OXNUATIKNA

EAANvik6 Meooyeiako MNavetTioTrpio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

arreikévion Tou TpwTtou US extruder, armmd toug John Royle & Sons,TTou atToTeAei pia
maTtévia Tou 1885. (Crowther, 1998).

JOHN ROYLE &£ SONS, ROYLE'S
MAKERS RUBBER TUBING NACHINE

PATINION, N. I

-
LETY LW AR )

o2

FSAEENINNY

Eikéva 2.2 : ZxnuaTikn atreikévion Tou TTpwTtou US extruder, amé Toug John Royle &

Sons (Tatévia Tou 1885).

Me Tnv €€ENIEN Twv pnxavwy €EwBnong augndnke n CATNON Twv TTAACTIKWV
TTPOIOVTWY, Ta OTToia APXIoAV VO €XOUV OAOEVA Kal TTEPICCOTEPES £@apuoyéG. H
ETTOMEVN YEVIA €6WONTWYV GpXIoe OTav emKEVTPWONKav oTn BeATiwon Tng pATPag. H
ouutrieon kair n Trieon peAeTABnkav padi. O xpdvog TTEPIOTPOPAG TOU KOXAIa
KOTEOTNOE avaykKaio va avatTuxbouv ol apxég Tou eEwBnmpa pe OUO KOXAIEG
TTapAAANAQ TOTTOBETNUEVOUG TTOU TTEPIOTPEQPOVTAI EiTE YE TNV iBIA QOPA €iTe avTiBETA,
XWPIG auTd va avTIKaBIoTA Ta TTPWTA PNXavAuata PJovou KoxAia, kaBwg 1o KaBe
MNXavnua xpnoiyotroigital o OIOQOPETIKEG £PAPUOYEG. TENOG HeydAn onuacia
000nke oTnVv avdAuon Tng TTapayoéuevng Trieong. (Taylor and Francis Group, 2011).

Mpoéo@ata o1 EwBNTAPEG £yIvav TTARPWS AUTOPATOTTOINUEVOI KOl UTTAPXEI TEPAOTIA
avamTuén oto ouoTnua €gwbnong. Ta cuotiuaTa €§WONONG £€xouv TTAEov uywnAn
¢NTnon, amo TTAACTIKOUG OWANVEG PEXPI QVTIKEIMEVA TTou TuTtwvovtal amd 3D
EKTUTTWTH, XPNOIMOTTOIWVTAG TNV id1a €EWBNCN PE TN CUYXWVEUCT TWV TEAEUTAIWV
Texvoloyiwv. H €¢€AIEN oTnv TexvoAoyia autr €xel dUo KAGdOUG, O TTPWTOG EOTIALE!
otnv uywnAf amédoon evw o BelTEPOG OTNV AVATITUEN TOU TEAIKOU TTPOIGVTOG.
Evowpatwvel otnv TeXVoOAoyia Twv ETTIQAVEIWY T XPAON TNG VAVOTEXVOAOYIOG.
2UhQWva PE TO 10TOPIKO UTTORABPO LekiviuvTag atmd éva eupl QACHO TEXVOAOYIWV
€gwolnong, n MPoAodog cuvexiCeTal yia TNV TTapaywyn BIWoIUwy / OIKOAOYIKA QIAIKWV

BiotroAupepwy 6TTwg PLA 1} vavo-ouvBeta. (SAKAIL, 2013).
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

2.2. Aladikaoia e§wlnong.

H eEwbnon civar pia diadikacia TTou YXENOIYOTTOIEITaI yia Tn  Onuioupyia
QVTIKEIUEVWY €VOG OTOBEPOU Ouyxpoviopévou TTPo®iA. 'Eva UAIKO wBeital | Tepvd
Méoa amd TO KaAouTtr, amd Tnv €mBuunt &iatoury Tou. Ta OUo Bacikd
TIAEOVEKTAPATA QUTAG TNG dI1adikaciag o€ OXEOn ME AAAEG BIOUNXOVOTTOINUEVEG
dladikaaieg gival N IKAvVOTNTA TNG va dnIoupyei TTOAU TTOAUTTAOKEG DIATOUEG KAl UAIKG
epyaciag Tmou eival e0BpaucTa, dIOTI TO UAIKO cuvavtd pévo BAiwn kar didtunon.
Emiong, 10 TeENKA TUApaTa €xOuv  éva  ECAIPETIKO  QIVIPIOUA  E€TTIPAVEIAG.
(http://digilib.teiemt.gr/jspui/bitstream/123456789/1473/1/012010031.pdf).

H e€wBnon utopei va cival ouvexng (Bswpnmikd ptropei va TTapdyel UAIKS 1T
aopioTou PAKOUG) 1 NUIocuveXAS (va TTapdayel dnAadr TTOAAG Tepdyia). H diadikaaia

NG €€wBNONG PTTOPEi VA Yivel Pe CeoTo i KPUO UAIKO.

H &iéAaon, avdloya pe Tn diadikaoia Tou akoAouBeital, xwpileTal e UTTEPBEPUN

egwonon, wuxpn e€wbnon kal Bepun e€wbnonN.

YmépBepun e€wbnan. lMivetar oe uywnAf Bepuokpacia yia Tn diathpnon Tou UAIKOU

a1ré TN OKAAPUVON Kal yia va PTTOPEI va KATAOTEI EUKOAATEPN N WONOoN Tou UAIKOU
Méow Tou kahoutmiou. Or1 TrepIoCOTEPEG €EWOBNROEIC auToUu Tou TUTTOU Yyivovtal O€
opICOVTIEG UDPAUAIKEG TTPECEG, TTOU KUpaivovTal atro 205 — 12.000 tévoug Kai TTIECEIG
peTatu 30 — 700 MPa. Atraiteital AitTravon, n oTroia ptropei va givar Add1 A ypaeitng
(yla  xounAoTepeg Bepuokpacieg €¢wbnong) 1 Toudpa (yia TNV uwnAdTEPN
Bepuokpaaia e£WONONG). To HeYOAUTEPO HEIOVEKTANAO aUTAG TNG diadikaciag sival To

KOOTOC VIO TO UNXAVANATA KAl yIa T OCUVTAPNGT TOUG.

Yuxpn e€wBbnon. Tlivetar ot Bepuokpacia Owpatiou 1 kovid ce autiv. Ta

TTAEOVEKTHMOTA TNG O Ox€on ME Tnv uméPBepun eival n €AAelwn TnG o&eidwong,
uwnASTepn avtoxn (TTou o@eideTal oTnV KpUa epyaaia), KaAr €mQAVEIQ KAl UYNAEG
TaxutnTeg diEAaong (edv 1o UAIKG uTTOKEITal o€ ouvToun Béppavon). MNapadeiypara
UAIKWV TTou cuvnBiovTal va XpnoIdoTtroiouvTal aTn Yuxpr diEAaon cival o poAuBdog,

0 KAoOiTEPOG, TO AAOUMIVIO, O XOAKOG.

O¢eppn €€wbnon. MNiverar uynAotépa atmd Tn Bepuokpacia dwuaTiou, aAAd KaTw aTTd

TN Bepuokpacia KPUoTAAAOTTOINONG TOUu UAIKOU. ZuvhBwg XpnOoIYOTTOIEiTal yIa va
EMTEUXOEI N OCWOTH 1I00PPOTTIA TWV BUVAHUEWY TTOU ATTAITOUVTAI, N OAKIJOTNTA Kal Ol
TEAIKEG 1010TNTEG £EWONONG.

EAANVIKO Meooyelakd MavemaoThpio
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H diadikaoia Tng €§WONoNg ival aTTAr) Kal YTTopEi va XwpIoTe o€ £§1 DIAQOPETIKA

oTadia emreéepyaaiog (eikéva 2.3):

Zwvn 1popodoaciag

Zwvn NG

Zwvn TTpowbnong TryHaTog
Mién

O¢epuoaTolxeio THYHATOG

© g s> w Nk

MnATpa

5 Oéppavoniypudn
Xodvn BaAdpou
TpoPodociug

OgppocTolytio
. . THYHATOC
EPHOCTOIXEIN
P iAo ’

QoTiké Z1épI0 Xirwvio
$pave KoxAiug

Aiodol yuing
Zwvn TpoPo-
00Iu Zovn TSNS Zovn mpowBnong THyHaTog

MiTpa

Eikéva 2.3 : Zxnuartikr otTeikévion Twv 6 oTadiwv eTTegepyaciag Kata 1 diadikaaia

ggwobnong.
H povada e¢wbnong mrepiAauavel :

e TOV NAEKTPIKO KIvATHPA,

e TO UEIWTAPA OTPOPWY,

e TN xodvn Tpopodoaiag,

e 1O BGAaoO,

e TOV KOYXAiIQ,

e Tn HOVAda eAEyxOU BepUATNTAG KAl

e TN uATEA.

Noéyw TnG BaputikAg d0vaung n pnTivn 1 o1 TTAACTIKOI KOKKOI, atmd Tn xodvn
TPOPOdOTiag, TEPTOUV OTOV TTEPIOTPOPIKO KOXAia Tou eEwbnTtrpa. Kabwg o KoxAiag
TEPIOTPEPETAI QvaTITUOOETAI pIa dUvaun TPIBAG Kal dnuioupyeital €101 BepudTnTa

o1arunong. MNa tv TAEN Tou TTAACTIKOU, TOTTOBETEOUVTAI ETITTPOCBETA BEpOaTOIXEIN

EAANvIk6 Meooyelako MaveTTioTriuio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

YyUpw ammd 10 BaAapo Tou €EwBNT. O nAeKTPIKOG €AeyXOG OepudTnTag Twv
BepuooToixeiwv AciToupyei WG emMTTPOOBETN BepuIK evépyela yia T dladikaoia
€QOOoOV XpeldleTal. ATTOTPETTEN £TTIONG TN diaguyr] BepudTnTag aTmd To OUCTNHA, PE TN
MOvwon Tou BaAduou OKTIVIKA yUpw atrd autdv, OTTOU KIVEITAI TO NIWUEVO TTAACTIKO

TO OTT0I0 eKBANAETAI TEAIKG aTTO TN PATPA (Harod F.giles, 2005).

2Tn OUVEXEID TO TETNYUEVO TTAACTIKG TTPETTEI VA TTEPACEl DIAUETOU VOGS QIATpOU,
yla va arraAAayei atmoé akabapoicg, WOoTe va PTTOPED va TTEPACEl aTTd TN YATPA KAl va
A&Boupe 10 TEAIKG TTpOoidV. H €€wbnon eival pia ouvexhg dladikaoia TTapaywyngs
KATOOKEUNG TTPOIOVTWY 0€ HeYAANn KAigoka. Eival TTOAU onuavTiki n yvwon Twv
OWOTWV METPAOEWV BepuoKkpaciag Kal eAEyxou AsIToupyiag TTou artraitouvTal va
TTpaydaToTroINBouv yia Ta Old@opa TTOAUMEPN Kal TIG pnTiveg. To akpiBég Kal
IKAVOTTOINTIKG TTPOIOV PTTOpE va TTapayBei povo av K&Be BAua oe autr Tn diadikaoia
mnyaivel cwoTtd. Katd tn didpkeia TG €€wbnong, ummopolv va utmdpEouv TTOAAEG
aoTOXiEG OTO TEAIKO TTPOIdV, yia TTapddelyua av n Bepuokpacia dev €xel pubuIoTEi
owoTd, avefdptnTa atmod 1o TTOCO KAAN €ival n pnTivn TTOU XPNGCIUOTTOIOUKE TO TTPOIOV

Mag ¢ Ba gival TOGo KaAd 600 Ba ETTPETTE.
Xodvn Tpo@odoaoiag

E€aitiag TG dUvaung NG PBapuTtnTtag, ol KOKKOI ¢BAvouv 010 oUCTNUA PECW TG
xoavng Tpo@odoaciag. H xodvn éxel oxAua oa xwvi (eikéva 2.4), yia va gival aiyoupo
OTI 0 KOKKOI Ba PTTOpOoUV va YAIOTPAoOUV PECW TNG YWVIAKAG ETTIPAVEING HECA OTO
BdaAapo. O1 TepIoodTEPEG XOAVEG €ival TOTTOBETNUEVEG PE CUCTNPA TTASIMOBIWY KAl
€ival ATTOOTTWHEVEG, VIO VA WTTOPOUV VO QvTIKATOOTOO0UV pe KATAAANAO péyeBog

oUPQWVa JE TNV TPpoYodoaia TTou atraiteital oto cuoTtnua. (Crawford, 2005).

yY¥tey No flow
~ Y
Mass flow Bridging Funnel flow

Eikéva 2.4 : Xodvng Tpopodoaiag péow Tng oTroiag ¢BAvouv ol KOKKOI GTO oUCTAHA.
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

O1 yodveg Tpo@odOCiag £XOUV OTO QAVWTEPO TUAMO KUAIVOPIKA diatour Kai
KATOAAYOUV O€ KWVIKN TTEPIOX WOTE va OIEUKOAUVETAI N por] Tpogodooiag o€
PUBPOUG UYWNASTEPOUG TWV OTTAITAOEWY Tou €&wlnTA. H ywvia g €¢6dou Tng
XOAvVNG TTPETTEl va €ival TETOIO WOTE va BIEUKOAUVETAI N aTTpOOKOTITH OAioBnon Twv

owpaTidiwv Tou UAIKOU.

Ta cwpartidia Tou UAIKOU Tpo@odoaiag TTPETTEI va pEouV EAEUBEPA Kal va €XOUV
XOMNAA CUMTTIECTOTATA YIA VO OTTOQEUYETAI N OUCOWMATWON. YAIKA TToUu Ogv

TEPIEXOUV GwHATIOIa PIKPOTEPA atrd 0.2 mm £XOUV TUTTIKA EAEUBEPN PON.

KuAivopikég 8aAapog

O1 KOKKoIl BeppaivovTal HEOW TWV TTEVTE KAVOAIWY BEPUOVONG XPNOIKNOTTOIVTOG
PTC 1 kepapikEG BEPUAVTIKEG OUOKEUEG YUpw atTd TOV KUAIVOPIKO BdAauo (gEIkova
2.5). O1 KOKKOI TTEPVAVE OTTO TN OTEPEN TOUG KATAOTACT), O€ UYPr KATAOTACT OTTOU KAl
avapiyvoovTtal. Auto eival €mmiong yvwoTtd wg ¢wvn TAENG kai ¢wvn TTpowenong
TAyMaToG. Me Tn dUvaun TPIBAG TTOU AvOTITUCOETAI MPETAEU TOU KOXAIO Kol Twv
KOKKWV, Ol BEpUOKPACieG TOU KUAIVOPOU yivovTal apKETA UYNAEG, WOTE va KaBioTouv
eUKOAN Tnv TAEN Tou TAacTIKOU. To TeTnyuévo UAIKO Ola péoou Tou BaAduou
EIOEPXETAI OTIG OTTEG TOU KAAOUTTIOU OTTou OideTal TO TEAIKO OXMMO TOU TTPOIOVTOG.
(Crawford, 2005).

Eikéva 2.5 : KuAivdpikdg BGAapog dia JEoou TOU OTTOIOU EICEPXETAI TO TETNYMUEVO

UAIKO OTIG OTTEG TOU KaAoUTTIOU.

EAANvIk6 Meooyelako MaveTTioTriuio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

KoxAiag

O koxAiag (eikdva 2.6) tailel onuavTikd poAo otnv €€wbnon. H xprion Tou givai
aTTapaiTNTN YIa TNV WONon Tou UAIKOU TTOU TPOPODBOTEITAI OTO GUCTNUA OTTO TN XOA4vn.
KaBwg TTepIOTPEPETAI OTTPWXVEI TOUG KOKKOUG OTOV KUAIVOPIKG BdaAapo. O koyxAiag
gival TO IO KPIOINO HPEPOG TOU HNXAVIOPOU yia TO OXEDIAOUO ATTOTEAECUATIKOU
TTPOIGVTOG, av yIa TTAPAdEIYHa TTOPOUCIACEl aoTaBeleg Ba TTPoKAAETEl akATAAANAG
ATTOTEAEOPATA OTO TEAIKO TTPOIOV. H TaxuTtnTa Tou KoxAia pTTOpEi va KaBoplioTei atrd

TN Jovada eAéyxou (Crawford, 2005).

Eikéva 2.6 : KoyAiag TTou wBei To UAIKO TTou Tpo®OodOoTEITaI 0TO oUCTNUA aTTd TN

Xoavn.

MATpa

O €&wbnt¢ TrepIAapBavel éva @iATpo (breaker plate) ToToBeTNPéVO OTNV KEQOAR
TOU KUAIVOPIKOU BaAduou TTou ouvdéeTal ue Tn uATPa. Etmiong tommoBeTtolvTal ocuyva,
METOEU TNG MATPOG KAl Tou €EwBNTAPA, aviAieg ypavadiwv yia Tnv TTapaywyn
OMOIOPOPYPNG TTiEONG, WOTE va TTapaxbolv opoidpopeg diatoués. Mapéxouv Hia
oQPAyIon METAEU TOU £EwONTAPa KAl TNG WATPAG KAl AOyw Tou OTI TTEPIEXOUV TTOAAEG
OTTéG, avaykafouv TO TTAAOTIKO va Trepdoel oe eubeia ypauun META ammd TNV
TTEPIOTPOPIKI Kivnon Katd Tn didpkeia Tng diadikaciag. Eptrodicel emiong Kal GAAEG
okabapoieg va €0éABouv  otn uATpa. Or uATpeg (eikdva 2.7) eival  OAeg
QVTIKOTAOTACIYEG Kal aAAGCoUV OUUPWVA PE TIG ATTAITHOEIG TOU TTPOIOVTOG. H TTEpIOXN

avoiyuaTog TnG MATPAG €ival ouvABwg peyaAlTtepn ammd Tnv €6000 OTNV TEAIKA

EAANVIKO Meooyelakd MavemaoThpio
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

TTAEUPd. ZUVETTWG, N PATPA €ival pia Baoikh povdada Tou eEwbntpa Kab '6An Tn
dladikacia egwOnong (Crawford, 2005).

DIE FOR ROD

Eikéva 2.7 :MATpa, yia Baoikr povada Tou eEwontripa.

Movada eAéyyxou

H povada eAéyyou (eikéva 2.8) gival n cuokeun oTnv otroia gival ouvdedepévn N
K@Be ouakeun yia va Asitoupyei. H povdada avaloyikoU 1 wn@iakoU eAEyxou UTTOpPEi
va eA€yEel TNV TTOIOTNTA TOU TTAPAYOUEVOU TTPOIOVTOG. ETTiong, n taxutnta kai n
BeppdTNTa 0TO BAAAPO PTTOPOUV €UKOAa va diatnpnBouv pe Tn Borbsia autig NG
pHovadag eAéyyou. Eival atrAd 10 oUvoAo OAwV TwV NAEKTPOVIKWY TNG UNXAVAG, TToU
ouvdéovTal padi yia va Kavouv eUKOAn Tnv €§wonon. H Ty mapaywyng Kai n 10xX0g
TToU AaupaveTal atrd Tov KivATHpa ep@avidovTal emmiong €dw oTnv 086vn Tou TTivaka

eAéyxou Tng povadag eAéyxou (Crawford, 2005).
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

Werkzeugronen

2Zytingerzonen
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Eikéva 2.8 :Movada eAéyxou. Ze auTr] sival ouvdedepévn n KABE CUOKEUN yia va
A€ITOUpYEi.
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

KE®AAAIO 3. MHXANH EZQOHZHZ (EEQOHTHPAL).

O1 €€wBbnTpeg atroteAolvTal atrd Wia avtAia TOTToU KoxAia (Bidag), duoia pe 10
TMEDTAPIO KOYXAIG | TOV KOxAia peTa@oOpdg, OTTOU n TTPWTN UAN ouptmiédeTal Kal
OouAeleTal €101 WOTE va AGBel TN pop®r MIOG NUIOTEPEAS padag. H pala auth
eCavaykaletal va O1EABel péow evog aTevol avoiyuaTtog (MATPA 1 KAAOUTTI), TO OTTOI0

Bpioketal otnv €€0d0 TNG PBidag.

O €&wbnTApag Tagivopeital oe dIAPOPoUg TUTTOUG avaAoyd HE TOV QpIOPO Twv

KoxAlwv. YTTapxouv Bacikd 3 TUTTOI eEWBNTAPWV:

o E&wBNnTApag povou KoxAia
o E&wBNnTAPQC dITTAOU KOoXAia
o E&wBNnTAPAG TTOANATTAWY KOXAILOV

H TTapouca epyacia aoxoAEiTal e TOUG £EwONTHPES Jovou Kail dITTAOU KOXAIa.

3.1 E€wOntApag povou KoxAia.

O1 eEwBbnTApeg povou koxAia (eikéva 3.1) cival o1 pnxavég eEwBnang o1 OTToiEg
€xouv povo €vav KoxAia oTo ouoTnua. XpnoiyoTrolouvTal OuvhBwg yia Ta atTAd UAIKA.
Ta teAeuTaia xpovia, €Xouv Yivel EPEUVEG yIa TTIO ouveXn Kal oTabepn ewlnon. Kata

TN diIdpkela TG €€wONONG, TOo UAIKG avauelyvueTal géoa otov KUAIVOPIKO BdAauo

MEXPI TO TEAOG TOU UAKOUG TNG UNXAVAG £EwONONG.

; Tpoooooum

Znpou YAikoO
Xodvn Tpog g
I """" PUBRIOTAC  piguaor AmAdroryou
Béppavon/ wogn
oxAitg (Bidu)

KAciorpo Arpou
Xitawvio (kivn)

i, l'u--.r-- T /Kémng
AR IV
1
—~_— —

Avorypa
(uiipa)

DULIIIID,

Solids Melting Melt Pumping ﬂ“"""‘ "‘Z‘a‘;:é"“ Mepfotug,
Conveying

S——

Eikéva 3.1 : ZxnuaTiki avatrapdoTacn E¢wenTripa povou KoxAia.
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

>¢ éva eEwBNTAPa povou KoxAia UTTApXOoUV TPEIG TUTTOI PONG :

o Pon ohioBAoewg (drag flow),
o Eykdpoia porj (cross channel flow) kai

o Por méoewc (pressure flow).

Ortav ouvduddovTal Kal ol TPEIG TUTTOI POAG, TO KABApsd atToTéEAETA gival N por) Tou
UAIKOU €KTOG TOU MIKpOU avoiyuaTtog (UATPA) Tou €&wBnthipa, To oTToio dEXONKE

KATTOI0 BaBPO avapEigewd.

O1 e€wbnmpeg PovoU KoxAia £xouv PIKPOTEPO KOOTOG KEQAAQioU Kal AIToupyiag
Kal arrairouv JIKpdTepn Oe€IGTATA yia TN AEITOUpPYia Kal Tn OUVTHPNGT TOUG aTTd TOUG

eEwlNTAPES dITTAOU KOXAIa.

3.2. EEwOntRpag di1trAou KoxAia.

O dITAGG e&wbNTPag (cikdva 3.2) XPNOIYOTTOIEITAl YEVIKA YIO ThV ETTEEEPYATia TOU
UAIKOU o€ pop@r] okovng. AuTdg 0 eEwBNnTAPAG €xel KAAUTEPN IKavOTNTA KABAPICUOU
KAl duvaTtoTnNTa avApIgEns. XpnOoIKOTTOIEITAI ETTIONG OTOV TOPED TNG HOPYOTTOINCNG TOU
TTAQOTIKOU o€ pop®r TTEAET. H ammédoon TTou TTaipvoupe atmd 1o ouoThua £6wnong

OITTAOU KoxAia €ival TTIO TTOIOTIKA.

Snlld§ Melting Melt Pumping
r(“l\'(".ylllg

Eikéva 3.2 : ZxnuaTiki avarrapdotacn EEwentApa dirrAou KoxAia.

Baoikd TAcovéKTNUaTA TOU £€WONTHAPA dITTAOU KOXAia gival OTI :

o To Bpaxu THAMO aTTOPPIYEWS avaTITUOCEI TRV OTTAITOUMEVN YIa ThV €£wBNoN
mieon kai €101 UTTORBAAAEI éva AETTTO TUAPA TOU €COTTAICUOU G€ @Bopd, atr’ OT

OTOUG £EWBNTAPES JOVOU KOXAIQ.
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Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia MauAiddkng I.

e Mropei va xpnoigotroinBei €éva piyya peyéBoug owuaTidiwv, ammd AETTN
OKOVN HEXP!I KOKKOUG, €V Ol €€wbnTAPES Povou KoxAia Treplopilovial o€
KOKKWON UAIKG eVTOG MIOG EIBIKAG TTEPIOXNG MEYEBWV.

e H amédoon eCaprdral amd 10 pubud TPOPodOGIag Kal oI SIAKUPAVOEIS OTO
puBuo TTapaywyng MTTopei va ocuvodelovTal amd Tn dpdacn Tng OETIKAG
EKTOTTIOEWG TWV KOXAIWV. Z€ avTiBeon, ol eEwBnTAPES povou KoxAia TTPETTEI va
gival TTARPEIS UNIKOU yia va A&IToupyoouV atroTeAECUATIKG Kal TEAOG

o H BemikA ekTOMION TTapdyel UWPNAOGTEPOUG PUBUOUG PETAdOOEWS BepudTNTAG
Kal KaAUTEPO €AEyXO TNG METAPEPOUEVNG BePUATNTAG aTTO TOUG £EWBNTAPES

HovoU KoxAia.

3.3. E€wontApag TrToAAaTTAWY KOXAIWV.

O etwbnmpag TOANaTTAWY  KoxAIwv  (eIkOva  3.3)  xpnoldotrolgital - otav
xpelagépaoTte KaAutepn ammodoon. Ta UAKG Oev  TTapoucidfouv  TTpoBAAUaTa
avaueIigng o€ autév Tov TUTTO £6wONTH. H 1T016TNTA TOU TEANIKOU TTPOIOVTOG €ival TTOAU
KOAr. AUTOG O TUTTOG PNXAVAG KTTOPED Va £XEl OTTOIOONTTOTE APIOUG KOXAILWY avaAoya
ME TNV avaykn Twv Xproswv.

Internal heating-
cooling system
Heated-cooled cylinder >

assembly with two
tempering zones

-
s
WL,
S
i

planetary spindles

\ / Heated-cooled
central spindle
Outer heating-cooling
system

Eikéva 3.3 : ZxnuaTtiki avatrapdotacn E¢wenTthpa TTOAATTAWY KOXAIWV.
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3.4. E§wOntApeg oikiakAG XprRong (extruders D.1.Y.)

O g&€wbnT1AC vApaTog Lyman (eikéva 3.4) gival Jia OUCKEUNR JE TNV OTTOIa ITTOPEIG
VO KATOOKEUAOEIG TPIOBIAOTATO VANA KATAAANAO yia Xprion o€ 3D ekTuttwTég. TRpe
TO OVOMA TOU ATTO TOV TTPOoYPaUuaTioT Tou Hugh Lyman 1Tou ATav Kai o viknTAG Tou

Desktop Factory Competition. Mpokeital yia évav eEwlNTpa Jovou KoxAia.

O oT16x0¢ Tou TTaPATTAvVW OlaywVIOPOU ATAV VO KATAOKEUOOTEN évag €EwBNTAG
vNUATWY avoixTou KWdIKa TTou va KoaTilel Aiyotepo atrd 2508, va utropei va déxeTal
w¢ TTpwTn UAn ABS A PLA pntivn, n omoia Ba avapixBei pge XpwoTiKh yia va

TrapaxBei vipa diauétpou 1,75 £ 0,05 mm, 1o otroio Ba TUAIXTEi O€ 1 kg TTNVio.

Eikéva 3.4 : O €€wBnt¢ vripatog Lyman

H xprion gwlntwyv vApaTtog DIY 6mmwg Tou Lyman P1Topei va PEDOEl ONUAvTIKA
TO KOOTOG EKTUTTWONG ME TPIOBIAOTATOUG EKTUTTWTEG. O €wBNTAG vApaTog Lyman
oxedIAOTNKE YIO va XEIpifeTal TNV TTPWTN UAN o€ pop®r pellets, aAAG ptTopei etmiong
va XpNOoIYOTTOINGE yIa TNV KATAOKEUR VAUATOG 11O AAAEG TTNYEG TTAQCTIKWY, OTTWG
OVOKUKAWMEVO  TTAQOTIKO  (ONUAVTIKEG  BETIKEG  TTEPIBAANOVTIKEG  ETTITITWOEIG).

(https://en.wikipedia.org/wiki/Lyman filament extruder)

‘Evag aAAog e€wBNnTApag oikiakAg xpriong cival o Noztek Pro Filament Extruder

(eikéva 3.5), o ommoiog cuvdudalel Evav TTAavNTIKO KIvNTAPA uwnAng POTTAG Kal HIa

€I0IKd kKaTtaokeuaopévn Bida, TTpooeépoviag ypriyopn €¢wbnon oxedév Kdéde

EAANvIk6 Meooyelako MaveTTioTriuio
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TTOAUpEPOUG O¢ pop®n pellet 1 og okovn. MNpokemalr kal €dw yia évav eEwbnTnpa

MOVoU KoxAia, TOU OTToiou TO KOOTOG KupaiveTal atmmd 995 — 10953$.

To Noztek Pro. To Noztek Pro gival évag egwbntrg plug and play, TTou onuaivel ot
oe€ PONIG 15 Aemrtd ptTopei va eival ekTOG KIBWTIOU KAl £TOIMO yia XPRon. ATTAWG
OUVOEEIG, evePYOTTOIEIG TN BepudoTpa Kal TTPOCBETEIC TR PNTivh, OTN OUVEXEIX
EVEPYOTTOIEIC  TOV  KIVATAPO Kol  APéOwG apyifel n  €gwbnon. Xwpic KIT
ouvaphoAdynong, autdég o €EwBNTAG cival €EaIPeTIKA  agIOTMOTOG ATTAGG  Kal
eUXpnoTog

To Noztek Pro e¢w0ei ota 2,5 m avd Ae1rTo, avaloya Pe Tov TUTTO TOU UAIKOU TTou

ecwBeital. Autd Ba é€xel wg atmotéAeopua 1 Kg vApatog oe Trepitrou 2 wpeg. To vhAua

TToU TTapdyel €xel didpeTpo 1,75 43 3 mm.

Eikéva 3.5 : O Noztek Pro Filament e€wbntrpag.

H Cwvn TpoBepuavTrpa TTOU TTOPEXETAI WG OTAVTAP ATTOPOKPUVEI TO PEYAAUTEPO
MEPOG TNG KATATTOVNONG aTTO TOV KIVNTHPA, BEATIWVEI TO pUBNO £6WONONG KAl augdvel
TN Jokpolwia.

AUTOG O TTpOoNYHEVOG €EWBNTAG €XEl DOKIPMOOTEN XPNOIMOTTOIWVTAG MIO EKTETAUEVN
yKAua ToAupepwyv ouptrepiAauBavouévwy Twyv ABS, PLA, PET. PP, HDPE, PP kai
TOMG dAAa. O1  kovioTroinuéveg pnTiveg, o1 oUvBeTol ouvduaouoi Kal ol

OVOKUKAWMEVEG TTAAOTIKEG OKOVEG MTTOPOUV va  e€fwBouvtal xdpn oTov €1dIKA
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KOTAOKEUOOMEVO PBIOWTO OXEDIAOUO TOU. ZTNV TTPAYHATIKOTNTA, UTTOPEI va eEwON el
OoXeOOV OTIONTIOTE TTETIETAI O€ AUTOV. MTTOpPEIG €TTIONG VA AVAMIEEIS Kal va QTIALEIG TO
OIKO OOU XPWHMOTIOTO VAUA ATTAWG AVOUIYyVUOVTOG OTn Xodvn pnTivh Kal XPWHA.

(https://www.noztek.com/product/noztek-pro)

O Filastruder_extruder civar évag akéua €EnONTAPAG HOVOU KOXAIG OIKIOKAG

xpnong (eikéva 3.6). EOw, n amrékAion Tng diapétpou Tou filament eivar 1,75 £ 0,2
mm Kal yia Tnv Tapaywyn 1 kg vipartog atmairouvTal 5 — 8 wpeg. To kdOTOG ayopds
autoU Tou €€wONTA eival 299,99%. (https://www.filastruder.com/products/filastruder-
kit)

Eikéva 3.6 : O Filastruder extruder eé€nOnTripag OIKIAKAG XPrRong.
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KE®AAAIO 4. Ol MAPAIONTEZ THXZ EEQOHZHZ.

4.1 MukvoTnra.

To @uOoIKO péyeBog TTUKVOTNTA ATTOTEAET BACIKO XOPaKTNPEIOTIKO TNG UANG. OpileTal
WG TO0 BApog ava povada Oykou. ZuviABwg JETPIETAl O Ypapudpla avd KuBIKO
eKaTooTo. QOTOCO, N TTUKVOTNTA OYKOU KAl N TTUKVOTATA TTAOOTIKOU WTTOPOUV VA

doBouv o€ Aipeg ava kuBikd 6dI (Harod F.giles, 2005).
TNV €&WONON gival KPIoIUES TPEIG DIAPOPETIKEG TTUKVOTNTEG:

o H tTukvoTnNTa TNG TTPWTNG UANG,
o H tTUKVOTNTA THYHATOG OTOV £6WONTHPA KAl

e H TTUKVOTNTA TOU OTEPEOU TTOAUNEPOUG.

H oAk TTukvOTNTA TG TTPWTNG UANG €ival onUAVTIKI yId TOV TTPOCdIopIoud Tou

Katd TTO00 €evdéxeTal va TTpokUwouv TrBavd TpopARuara  Tpogodoaciag. [
TTaPAdEIyUa, Mia xudnv TTukvoTnTa KATWw atrd 320,37 KIAG avda KUBIKO PMETPO KaBIoTd
TNV TTPWTN UAN HAG TTOAU a@pdtn Kol JUTTopei va Pn péel KoAd amd Tn xodvn
Tpo@odociag oT0 BAAauo Tou e€EwBNTAPA. Av eivalr €AelBepn pong, o OyKog
TPoPodociag avd Povada XpOvou UTTOPE VA HEIOEI ONUAVTIKA TOV OVAREVOUEVO

puBuo TTapaywyng. (Harod F.giles, 2005)

H 1ukvétnTa TAYUATOS €ival uwnAdTEPN ammd TNV OANIKN TTUKVOTNTA, KABWG

QQaIPEITal 0 AEPAG KAl O XWPOG TTOU UTTAPXEl METAEU Twv OwHaTIdiwv oTn oTEPEd
KATtdoTaon. ZTnv KAardotaon TASNG, n TTukvotnTa €ival PIKPOTEPN atmd TO TEAIKO
TTAQCOTIKO TTPOIOV, a@oU Ta TTOAUMEPT OUCTEAAOVTAI KOBWG PEIWVETAI N BEPUOKPATia.
270 TEAIKO HEPOG, Ol WOPIaKEG aAUCIdEG cival oTevd ouvOedeUEVEG ETAEU TOUG Kal
aQaIpeiTal 0 aépag TTOU UTTHPXE ApPXIKA OTn Xudnv TTUKVOTNTA. ZUYKPIVOVTAG TO
TTOAUQIBUAEVIO UWNARG TTUKVOTNTAG KAl XOUNANG TTUKVOTNTAG OTO i8I0 TUAMA, Ta PEPN
ToAuaiBuAeviou uWnAAG TTUKVOTNTAG Cuyifouv TTEPICOOTEPO KABWG Ta  d&Toud
TTOAUMEPOUG Kal TA POpIa cucowpelovTal TTI0 OTeVA PETAEU TOug OTnv uwnAdTEPN
KPUOTOAAIKOTNTA. ZUVETTWG, UTTAPXEl TTEPICOOTEPN MPAla avd povada oykou. H
TTUKVOTNTA €ival Kpiolun 6tav ayopaloupe pnTiveg yia €€wBnon. O Oykog KATToIou
MEpoug uTToAOYiCeTal YE TN AQWN TNG KUKAIKNG TTEPIOXNS Kal TTOAATTAOCIOCHOU Tou
Katd 1o pAKog. (Harod F.giles, 2005)
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4.2 AgikTng pOARg THYHATOG.

O 0¢iktng pong tAypartog A MFI pong civalr éva PETPO TNG €UKOAIAG POAg Tou
TAYMATOG €vOG TTOAUPEPOUG BeppoTTAaoTiKoU. OpileTal wg N PAla Tou TTOAUMEPOUG,
o€ YPauuapIa, TTou péel HEoa o€ DEKA AETTTA HECW £VOG TPIXOEIDOUG CWAAVA EIBIKNG
OIAPETPOU UTTO TTIEC TTOU EQAPNOZETAl HECW KOBOPIOUEVWY BAPWY VIO EVOAAOKTIKEG
Tpodiaypapoueveg Beppokpaacicg. H povada Tou oto Sl gival og g / 10 min. Mtropei
€TTioNg va PpeBei pe TTOAATTAQCIOOUO TNG TTUKVOTNTAG TOU TTAACTIKOU O€ KATAOTAON

TASNG Kal Tou puBuou porg oykou TRypaTtog (MVR melt volume flow rate).

O puBuodg pong TAYUATOG gival éva EUPECO PETPO TOu Hoplakou Bdpoug, uwnAdg
PUBUOG PONG TAYHOTOG avTIOTOIXEI O XaunAd poplakd Bdpog. Tnv idla oTiyur, o
PUBUOG pong THYHATOG gival éva PETPO TNG IKAVOTNTAG TOU TAYMOTOG TOU UAIKOU va
péel utTé Tieon. H taxutnta pong TAYMOTOG gival avTioTpOQwe avaAoyn TTPogG TO
IEWOES TOU THYHATOG OTIC CUVBNKES TNG DOKIYAG, av Kal Ba TTPETTel va AngBei uttdwn
TO YeYyovog OTI TO I1IEWOEG YIa OTTOIOOATTOTE TETOIO UAIKO €&apTtdtal amd Tnv
eQapuoloéuevn duvaun. (Plastics. Determination of the melt mass-flow rate (MFR)
and the melt volume-flow rate (MVR) of thermoplastics, 2005).

4.3 Tdon.

H 1don opiletal wg duvnTikr dla@opd PeTafly dUO onueiwv OTO NAEKTPIKO TTEdIO.
Edv n 1don ivai upnAn 161 N por} Tou NAEKTPIKOU PEUPATOG Ba gival £TTiIONG UWNA.
H 1don cival €mmiong yvwoTr wg NAEKTPOKIVNTIKY duvaun. H Tutmikh pgovada tdong
gival volt kar To oUpBoAo civar V. ‘Eva volt pyeta@épel opTiIopéva NAEKTPOVIA HECW
avTioTaong evog ohm o€ éva deutepOAeTTTo. MIa Tdon TTapdyel €TTioNg NAEKTPOOTATIKO
medio, akoun kol av Ogv uTTdpxel peupa. 'Etol, otav aufdvetal n 1don, TO
NAEKTPOOTATIKG TTEDIO yiveTal TTI0 £vTovo. Mia TGon n oTroia €xel Tnv idia TTOAIKOTNTA
ovopdletal dueon Taon. Av n TTOAKOTNTA QVTIOTPEPEI TNV KOTEUBUvVON TOTE E€ival
YVWOTH w¢ evaAllaooopevn Taon. ‘Evag TAApNG KUKAOG o€ éva OeuTePOAETTTO

ovopadeTal ouxvoTnTa N oTToia WETPATAI yevika o€ hertz. (Rouse, 2005).

4.4 Peipa.

Kd&Be UAn atroteAeital ammd dropa 1ToU €x0uv BETIKO TTUPHVA KOl PEPIKA apvnTIKA

QopTiIopéva dtopa. To peupa utTopei va oploTei wg por) @opTiong. To Coulomb givarl n
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TUTTIKA JOVAda pEUUATOG Kal TO 0UMPBOAS Tou gival To C. Ta TTOAAATTAG TTpwTOVIA KAl
NAEKTPOVIO €ival YWVWOTA WG QopTio. ZUpewva Pe 1o vouo Tou Coulomb, n emppon
TWV QOPTIWV XOPAKTNEICETAI ATTO TIG OUVANEIG UETALU TOoug. 'Eva @opTio coulomb gival
TO QOPTIO TTOU ATTAITEITAI YIO VO pEEl TO peUPa PECw evog Aaptrmipa 120 watts. O
PUBUOG PONAG TOU NAEKTPIKOU QOPTIOU OVOPACZETAl NAEKTPIKO PEUPA Kal UETPIETAI OE
ApTtrép (A). (Elert, 1998-2015)

4.5 Pomn.

H potrA €ival n duvaun TTou atraiteital yia TV TEPIOTPoP evog avTikelipévou. H
TTEPIOTPOPN UTTOPEI va gival afovik. H duvaun kal n améotaon PETAEU Twv advwy
AauBdvovTtal yevikd KaTtd TOv UTTOAOYIGHO TNG poTiG. H amméotacon peTaglu Tou
oTpoPEéa Kal Tou GEova oTnv OTToia ol duvdauelg emdpolv ovoudletal Bpaxiovag. O
KIVATAPAG TToU €XEl UWnAr avToxr Kol PTTOPEI va TTEPIOTPAQEI TTAPA Tn MEYAAN
avTioTaon €xel JeyaAuTtepn poTrA. Mevikd, O KIVATAPAG UTTOPEI VO ayopacTEi CUNQWVQ

ME TNV atraitoupevn PoTT. H poTtrA YTTopEi va opIoTEi WG:
T =r F =r F sin (0). (Lawrence S. Lerner, 1996) (eiowon 1)

Otrou T=poTr, r=akTiva, F=80vapun

4.6 Tpi1pNA kai igon.

Otav 0OUO cm@aveieg €pxovial o€ €mma@r kKal éxouv Katrola  dldBpwon,
onuioupyeiTal pia duvapn kal n duvaun autrh ovopadetal TPIRR. H TpIRRA gutrodicel Tnv
Kivnon uiog em@aveiag o€ pia dAAn emoedveia. H 1pIfry 8¢ ptmopei va dnuioupyndei
edv uttdpxel povo pia emipdveia, yia va dnuioupynBei TPIPr) atrautolvTal dUo
emeaveieg. O1 1810TNTEG TNG ETTIPAVEING 1 N UPA TNG £MIQAvEIAG eTTNPEAJOUV £TTIONG
TIG 1010TNTEG TNG TPIBAG. Av n em@dveia eival TTOAU Tpaxid, TOTE Ba UTTAPEE!
peyaAuTepn TpIBA. ‘Evag mrapdyovtag TTou emnpeddel Tnv TPIRR Eival €Tmiong pia
ouvaun ema@ng Tou whei TIg duo empdveieg padi kai dnuioupyei TPIB (Wagon,
1998).

O1 pnxavég diEAaong (e€wBnong) KIivouv To TNYUEVO TTOAUPEPEG Kal TTapdyouv

TTiean XpnoihotrolwvTag TNV ommoBéAkouoa por (drag) flow.
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H kivnon Ttou TToAupepoug péoa oTo KAvAaAl Tou oTépUova KoxXAia PTTOpEi va
TTPOCOMOIWBEI PE MIa ATEPPOVA KIVOUUEVN TTAGKO O€ €TTAPR UE TA TOIXWMATA TOU

KavaAiou kivnong (eikova 4.1).

“Conveyor Belt"
-‘—

©) s O
—s = Shallow Channel R
Polymer Polymer
inlet tube outlet tube

Eikéva 4.1 : Kivnon Tou TToOAUPEPOUG HECO OTO KAVAAI TOU aTépPova KOXAId

H 1B} METAU TNG KIVOUHEVNG TaIVIOG KAl TOU TTOAUMEPOUG Ba PETOQEPEI TO
TTOAUPEPEG TAYHA Kal Ba dnuioupyei TTieon KaBuwg To0 UAIKO Ba TTpooeyyidel Tnv €000

Tou KavaAiou. H Trieon autr) Ba e€wBei To Tiypa oto KahouT (die).

MPAKTIKA TO aTTOTEAECOUA TNG KivNONG TOU THYUATOG ETTITUYXAVETAI UE TTEPIOTPOPH

TOU aTépuova KoxAia yéoa o€ éva otaBepd KUAIVOPIKO KavaAl (eikéva 4.2).

Solid bed

Unwapped channel

Melt pool

Eikéva 4.2 : To ammoTéAeopa TNG Kivnong Tou THyUAToG.

O1 duvdapeig TPIRNG €xouv WG atroTéAeopa TNV auénon Tng Trieong (pressure rise )
oTnVv TrEPIOYN Tpogodooiag. H Trieon auth cuptmiédel Ta OTEPEA CWHATIOIO - OTPWHA
UAIKOU - (solids bed) To 6tT0I0 Ouvexiel va KiveiTal TTpog TNV £6080 Tou KavaAiou

TNKOUEVO oTadIakA. H trieon 1Tou avatrtuoosTal uttoAoyidetal atrd Tn oxéon :

P = Po.exp (const * f, — const * f5) Z, (e€iowaon 2)
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OTT0U

Po: n rieon k&tw atmod 1n xodvn (ouvrBwg TTOAU pIKpR),

fo, fs : OUVTEAEOTEG TPIPNG TOU OTEPEOU CWHATOS OTO PapéAl KAl aTOV KOYAIa Kal
Zp: N KATW a1réoTach Tou KavaAiou.

MNa Kivnon 1Tpog 10 EPTTPOG TTPETTE! fy > fs.

Ta mTepUyIa TOUu aTéppova TIPETTEl va €XOuv  ETTIQAveIa Acia (yia XapnAd
ouvTeAEOT TPIPNAG) €V QVTIBETA Ta TOIXWHATO TOU KUAIVOPOU TTPETTEl VA £XOUV

MEYAAN TpaxUTnTa yia uypnAdTEPO GUVTEAEDTH TPIRNG.

H 1pIBA kai n aywyrh BepudtnTag amod 1a TOIXWHATA Tou KavaAloU au&dvouv Tn
Bepuokpaaia Tou UAIKOU pEXPI TO onueio TAENG, ONMIOUPYWVTAG éva QIAY OTNV
EM@Aveia Tou KUAivopou. TeAikd, apxiCel va dnuioupyeital pia Tepioxn TENg( a melt

pool) oTIG TTEPIOYEG METAEU KavaAloU Kal TITEPUYiWY Tou atépupova (eikova 4.3).

Barrel Leading flight
o Melt film /
Trailing flight

T

Eikéva 4.3 : Anuioupyia @IAY OTnV TTIPAVEIQ TOU KUAIVOPOU.

2T0UG oUUBATIKOUG €EwBNTEC N PeTABOAR TNG TTiEoNg TToU avatTUoOETal yia TNV
Kivnon Tou UAIKOU Kal Tnv €EwBnon Tou TAyMATOG @aiveTal OTo OXNPa 4.4 TTOU
akoAouBei. H porj Tou TAYpaTog PTTopEi va ekTINNOEl pe €TTIAUCN TWV £CICWOEWV TNG
pong.

EAANvik6 Meooyeiako MNavetTioTrpio
TuAua MnxavoAoyiag 26



Apxn Asitoupyiag unxavig €wlnang TTOAUPEPWY UAIKWY PovoU Kal SITTAou kKoxAia

Mauhiddkng I

extruder r SCREW
~\ Die
- extrudate
Pressure :

drop in
die

Pressure rise in
extruder Zero
pressure

when out

Length

Eikéva 4.4 . MetaBoAf Tng Tieong TTou avatrTUooETal yia TV Kivnon Tou UAIKOU Kal

TNV €€WONON TOU TAYHOTOG.

4.7 I§wbdeg.

To 1Ewdeg gival TO péyeBog TTou TTEPIYPAPEI TV avTioTaon pong evog uypou. Ta

PEUCTA QVTIOTEKOVTAI OTN OXETIKN Kivnon Twv BuBICPEVWY QVTIKEIMEVWY HECO OE

auTd, KaBwg Kal oTNV Kivnon OTPWUATWY HE DIaPOPETIKES TaXUTNTEG Méoa Toug. To

1IEWdeC (TTou cupPoAileTal pe n) eival n avaloyia Tng Tdong didtunong (f / A) TTpog

TNV KAion Taxutntag (Avx / Az f; dvx / dz) yéoa oTo peucTo.

10000

1000

Viscosity (poise)

100

e T
Bne, W
R e
P
-

..................

Shear Rate vs. Viscosity Curve

Lowest Temperature

10 100 1000
Shear Rate (1/s)

Eikéva 4.5 : I'pagikA TTapdoTacn i§wdoug évavt puBuou didTunong.
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To 1EWdEG Tou TTOAUPEPOUG €ival ONPAVTIKG OTNV €6WONON yIa VO KATAVOIOOUWE TO
oTAadI0 TNG £TTegepyaaniag, 1o pOAo TTou Trailel N Bepuokpacia oTo IEWOESG, Kal Tn
ONPavTIKOTNTA TOU puBpou BIdTHNoNG Katd Tn OIdpKeEla TNG emegepyaaiag. To
Oldypappa 1EWdOUG - dIATUNTIKAG TaXUTNTOG (€IKOVA 4.5), TTapouciadel PEYANEG
OIaQOPEG PE TIGC METAPBOAEG TNG BepuoKpaCiag Kal POVO HIKPEG DIAPOPES ME TIG
METARBOAEC TNG dIATUNTIKAG TAXUTNTAG. ZUVETTWGS VIO va MEIWBEl TO 1EWOEC KATA TN
oldpkela TNG €€WONONG, €ival TNO ATTOTEAECHATIK N YEiwon TNG BepuoKpaaiag TAENG.
H petdBaon og uwnAotePo KoxXAia €iTe O UNXAvES PE HOVO, €iTe he DITTAG KoxAia dev
aAAACel dpapaTiKa To 1EWBEG TNG pNnTivng. O uYWnAGTEPOG PUBPAG BIATUNONG TTPOAYEI
N BeppdTNTa dIATUNONG, N OTToia WEIWVEI TO IEWOES TOU TTOAUPEPOUG Kal UTTOPE va
odnynoel o€ atroikodéunon TnS pnTivng. Opiouéva CuCTAPATA PNTiVNG TTaPoUaIalouv
1600 I1oYXUP Bepuokpacia 6co kai loxupn €€dptnon didTUNoNG. & autd Ta
oucThuaTa, evw TO60O0 n Beppokpacia 600 Kal n OIGTUNON €XOUV ONUAVTIKEG
EMOPACEIS OTO 1EWOES, OI PHETABOAEG O0TO puBUOG BIATUNONG €TTNEEAGlouV TO IEWOES

TEPIOTOTEPO aTTO TIG HETAPBOAEG TNG Beppokpaaias (Harod F.giles, 2005).

4.8 Kivntipag.

2TOUG TTEPIOOOTEPOUG EEWBNTAPES XPNOIUOTTOIOUKNE KIVNTAPES GUVEXOUG PEUMATOG
ylo Tnv  kivnhon Tou KOxAia. O1 kivnmpeg  evaAAaooOuevou  peUPATOG
avTikataoTABnkav  amd  TouG  KIVATAPEG  ouveXoug  pelPOTOG  €TTEIdN Ol
eVOAAOOOOPEVOU PEUPATOG €ival XWwPIG WAKTPEG Kal yneiakry kaBodhynon. O
KIVvNTAPAG evoAaoobduevou pelpatog MTTopei  €UKOAa va  BeAtiototronBei o€
TPIPACIKO oUCTAMA. ZuvhBwG ouvdEovTal E CUOTNUA TPOXOAIWY YIA VA KIVI)OOUV TOV
KOxAia, avaAoya ue Tov €gwlnmpa. O kivntpag xpeiddetal T6oo TTOAU duvaun 600
gival ammapaitnTn yia va ¢etepaoTei n TpIBR 010 cUCTNPA PETAEU TOU KOXAIa Kal Tou
KUAivdpou (Rauwendaal C., 2013).

O1 KivNTAPEG ouveEXOUG PEUPOTOS Eival OTIG PMEPEG POG Of IOXUPOTEPOI KIVNTHPEG.
MT1TOpOUV VO dWOOUV TPEIG HE TEOOEPIG KAl KON KOl TTEVTE POPEG PEYAAUTEPN POTT)
OTPEWNG O KATAOTACEIG £KTOKTNG QVAYKNG. ZTOUG KIVNTAPEG OUVEXOUG PEUPATOS N
EVEPYEID TTOU TPOQYOOOTEITOI COE QVTIOTAON MTTOPEl va TTPOKAAECEl TNV €QAPUOYN
OI1aKOTTAG o€ dlIaYopa TTEdIa KAl TOV EAEYXO TWV TTEPICTPOPWYV. AUTO QQAIPEI 1] PEIWVEI
TO PEYEBOG TWV PNXAVIKWYV Qpévwy. AuTd UTTopEl va eAeyxBei TOGO BeEI00TPOYPA OGO
KAl apIoTEPOOTPOPA Kal atmmd avaTTauon o€ Kivnon o€ OUVTOPO XPOovIKO didoTnua,

Xwpig TN XpAon S10kATITN Tpo@odoaiag. AUTOi 01 KIVITAPEG NTTOPOUV va AEITOUpyoUuv
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OUVEXWG XWpPig nuepopnvia ARgng. H mepioTpo@r avda AETTTO TwV KIVNTHPWY OAAACEl

o010 oUCTHMA Kivnong.

4.9 PouAgpdv.

To pouAepdv €10mxBn ota péoa TG dekaetiag Tou 1740 atmrd Tov opoAdyo John
Harrison yia Tov H3 vauTiké X€IpIoTr) Tou XpOvou. To pOUAEUAY XPNOIUOTIOIEITAI YIa VO
MEIWOEl TNV TPIRA METAEU TwV KIVOUMEVWY JEPWYV OTNV €MOUUNTH Kivnon. Meiwver Tnv
TPIBA €AfyxovTag TOUG Qopeic TNG avTiBetng duvaung. 1o cuoTnua £€dpacng Tou
eEwlnTAPa TTEPIEXEI KUKAIKG Kal afovik@ pouAepdv. O aTOX0C autoU TOU POUAEUAV
gival va TTapéxel oTAPIEN avToxng oTov KOXAIQ, akOun Kal Ye peydin taxutnta (Barr,
1966).

4.10 Opla Kal TTPOCAPHOYEG, dlaoTAOI0AOYNON AVOXNAG.

Kavovikd, otav 1a efapthuaTta oxedialovral, Ba Tpémmel va eival kavd va
mpooapudlovTal. Ta egapthpaTa de PTTopoUv va TOTToBeTNBOUV padi edv dev
TTpocapuoélovTal eUKOAd, aAAIWG UTTOPEl va dnuIoupyHioouv TTPoidV TToU UTTOPE va
TpoKaAéoel atuxnuara. ‘Etol, uttdpxouv dId@opol KavoveG 0TO OXESIOOHO TToU Opilel
T0 Baoikd PéyeBog, TO ovouaoTikd PéyeBog 1 To péyeBog Tou oxediou. H akpiBeia
oxedlaopol egaptatal atrd Tov apIBUo Twv Oekadikwy HeTd TN pétpnon. Tla
Tapddelyua, pia pérpnon 1,2922 mm, onuaivel 6T n okpiBeia xpeldleTal TTOAU
TEPICCOTEPO YIO AUTH TNV attaiToupevn dIGoTOON, Evw av To uéyeBog civalr 1,2 mm
EXOUME  MIKPOTEPN akpiBela.  YTapxouv dId@opol  Kavoveg yia  augnon  Tng
a1rodoTIKOTNTAG TWwV Olo@opwv eEapTnudtwy. O1 Pnxavikoi PTTopouv €UKOAG va
KaBopioouv TNV avoxr waoTe va Taipiddel oTov dfova o€ KUKAIKEG TTpooappoyEg. 'ETol
TO BaCIKO oUCTNUA £EAPTNUATWY XPENOIUOTTOIEITAI YIa HEYOAUTEPN akpifela. AuTd gival
TA TTPAYMATA TTOU O UNXAVIKOG TTPETTEI VA YVWPIZEl Kal va £EETAEl KATA TO OXEDIOTNO.
To TuAPa cuvapuoAdynong O PTTOPE va TTETUXEI AV OE CUP@PWVOUV autd Ta 6pla Kal
n avoxn. ETmopévwg, TPOKeITal yia T XpHon TUTTIKWY TIHWV KaTd TN OIGPKEIN
onuioupyiag kalr ouvappoAdynong Twv egaptnudTtwy. (Limits and Fits, Tolerance

Dimensioning).
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4.11 HAekTpIKOi BEpHaAVTHPEG.

O1 nAekTpIKOi BepPaVTAPEG TTOU  XPNOIYOTTOIOUVTaI OToV  €€wONTpa  €xOouv
QVTIKOTAOTACEI GAAOUG BEpUavTAPEG Uypwy 1 ouoThuata Bépuavong pe atuo. Ol
NAEKTPIKEG BOepuAOTPEG XPNOIYOTTOIOUVTAI EUPEWG OAMEPA  €TTEIDN  €ival TTOAU
QTTOTEAEOPATIKEG KAl PEIVOUV TO KOOTOG. H ouvTApnon Toug dev gival datravnpn o€
ouykpion pe GAAa cuoTApaTa Béppavong. ZTov eEwlnTAPA, €av n pnxavr Ewonth
gival PIKPR Kal €xel NyOTePEG CWVEG TOTE €xEl Aiyoug BEPPAVTHPESG KAl av N UNXavhA
gival ueydAn pe TTOANEG Cwveg TOTE £xel TTEPIOTOTEPOUG NAEKTPIKOUG BeppavThpeg. Ol
NAEKTPIKOI BeppavTApeg ouvhiBwG KOAUTITOUV PeYOAUTEPN TTEPIOXH O€ OUYKPION HE
GA\a cuoThpaTta Bépuavong. 'Exel yivel éva @IAIKO cuoTnua B€épuavong yia Toug

MNxavikoug otn diadikaaia Tng e€wbnong. (Rauwendaal C., 2013).

Ortav ouykekpipgévn TToodTNTA PEUPOTOG DIEPXETAI HEOW TOU QYWYOU €XEl KATTOIN
avTioTaon, auti n avriotaon AsiToupyei wg @PAyda oTn por Kal TTapdyel Tn

BepudTnTa. H BepudtnTa TToU AauBdvetal atrd auto divetal atmo Tnv eicwon 3:
QC=12R=VI=V2/R (sgiowon 3)

otrou: C= xwpnmikdTNTa, R = avriotaon, Q= pon ¢éptiong, V= Tdaon kai I= évtaon

peUPaATOG.

Auti) n €giowaon XxpnoidoTrolgital T0o00 0 evaANACOOUEVO OO0 KAl O OUVEXEG
pelpa kal ekppaletal oe RMS (pia péoou TteTpaywvou). H Tpigpaciky €giowon

BepudTNTAG KUKAWWPATOG diveTal atrd Tov TUTTO:
QC = 3VI (egiowaon 4)

otTou: C= xwpnTIkOTNTA, Q= pon eoépTIoNG, V= TAon Kal I= évtaon peupuaTod.

4.12 Agpoypuin.

H diadikacia wuéng Tou vAPOTOG We TN BorBeia Tou aépa cival n agpdwuén. H wién
TOoU aépa uTTopei va yivel pe TN BoRBeia evdg avepioTApa. MTTopei va xpnoidoTtroindei
évag PIKpOg avepiotipag CPU edv 1o vipa xpeidletal wuen. Auto kdavel 1o Aiwuévo

TTAOOTIKO VAUA VO KPUWOEI YIa VA aTToQEUXOEi N TTpOCOETN cuppikvwaon Tou.
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4.13 PelAé otepedg KaTdoTaoNG.

PeAé oTépeag katdoTtaong (SSR) (eikdva 4.6) €ival n CUOKEUR OTNV OTroia n
Bepuokpacia utropei va eheyxBei pe T PBonBeia Tou PID, vyia Tov €AeyxO TOU
NAEKTPIKOU KUKAWWPATOG yIa TN diatripnon Tng Bepuokpaciag. H Bepuokpaoia utropei
va eAeyXBei eAéyxovtag Tov NAEKTPIoNS. ETTopévwg, auTh n cuoKkeun AsIToupyei wg
OIaKOTITNG YIa TNV NAEKTPIKA evépyela. AuTtd onuaivel 6TI 0Tav n Bepuokpaacia ival
QveTTAPKNG, T0 SSR Ba petadwoel NAEKTPIKA evEpyEla OTO BepuavTipa Kal 6Tav n
BepuoKkpacia GTACEl OTO ATTAITOUNEVO ETTITTEDO KOPBEI TOV NAEKTPIONO UE TN BorBeia

Tou PID kai Tou BeppooTtdrn. (Metro physics inc, 1964).

Eikéva 4.6 : dwroypagia evdg PeAé oTepedc kKaTdoTaoNG.

4.14 PID controller.

To PID €ival n cuokeun TTou TTapéxel Tnv TTAnpogopia oto SSR yia To TTOTE TTPETTE
va evepyotroinBei kalr moTe va armevepyotroinBei (eikéva 4.7). To PID &iaBdder n
Bepuokpacia oTToIOUBATTOTE CUCTANATOG WE TN PonBeia Tou BepuooTdTn. AsiToupyei

wg TTivakag €106d0ou oTo ouoTnua (Metro physics inc, 1964).
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Eikéva 4.7 : dwrtoypagia evdg PID controller.

O vyevikOG OKOTTOG TwV €AEYKTWV Bepuokpaciag eival yia Tov €AeyXo Twv TIIO
TUTTIKWV d1adikaolwyv oTn Blounxavia. ZuvAbwg, £épxovTal o€ pia oeipd peyebwv DIN,
éxouv TTOAAATTAEG €€6OOUG Kal TTpOoypPauMaTI(OPEVEG AcIToupyieg €€0dou. AuTtoi ol
EAEYKTEG PTTOPOUV €TTIONG VA eKTEAECOUV EAeyX0 PID yia GpIoTEG KATAOTACEIG YEVIKOU
eAéyxou. TotroBeTouvral TTapadoCIakd OTO MTTPOCTIVO Trivaka HE TV 006vn yia
€UKOAN TTpooBacn otmd Tov XeIPIoTH. AUTOi O €AEYKTEG £XOuv Mia  AeIToupyia
TIPOCUVTOVIGHOU yia Tov apxikd uttohoyiopd Tng Bepuokpaciag PID yia pia
oladikagia kal Mg AeIToupyia ouvexous AQwng yia Tn ouvexn PeAtiwon Tng
Beppokpaoiag PID. Autd emTpéTrel ypriyopn eykardoTacr), EE0IKOVOUWVTAG XPOVO Kal

pelwvovTag Ta amopAnTa. (Total Temperature Instrumentation, Inc., 2015)

4.15 OepuooToIxEio.

O aioBntApag TTou xpEnoIYoTIoIEiTal yia Tn PETPNON TnG Bepuokpaciag eivai
yvwoTtéG w¢ BeppooToixeio  (eikéva  4.8).  AmroteAcital amdé  dUo  cuUpuaTa
KaTaoKeuaouéva atrd dla@opeTika pETaAAa. Otav Ta dUo UAIKA utToBAAAovTal OTN
BepudTnTa, TTAPAyEl KATTOIO NAEKTPIKA TAON n oTroia KaBopifel Tnv avayvwaon tng
Bepuokpaciag o1o ouoTnua. To BeppocToixeio Xpnoiyotroigital Adyw  xaunAou
KOOTOUG, avOeKTIKOTNTAG KAl UPNARS avTtoxhg oTnv Bepuokpacia. (Metro physics inc,
1964).
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=
=

Eikéva 4.8 : dwrtoypagia evdg OepuooToixeiou.

4.16 PTC heater.

O Beppavtipag TTou Kataokeuddetal e 1o PTC €ival pia amd TIG oUyXpoveg
OUOKEUEG NAEKTPOVIKAG. Ae yxpnoipotrolei KaAwdlo w¢ avtioTacn aAAd avti autou
xpnoiyotroiei évav apiBud TOITTG KepauIKWwy. Kataokeudletal amd Bapiou TUTTOU
TITAVIKO UAIKO Kal PEPIKA Baoikd UAIKG VTOTTIVYK yia TNV €TTITEUEN TNG €MBUPNTAG
avroxns. Otav e@apudletal nAekTpikr) Tdon o€ éva Toim PTC, n Begpudtnta dev
TTapdyetal ge oTaBepd pubuod. AvtiBeta, kabwg Bepuaivovtal Ta ToIT PTC, @Tdvouv
o€ pia oxedloopévn Bepuokpacia oTnv oTroia N TTapaywyn BepudTNTAG PEIWVETOI
OpaoTikG Kal arrayopelel 010 BgpuavTtrpa va yivel BepudTepog. ‘ETol, 1o ToIm PTC
éxel éva oxedlaopévo o6pio Beppokpaciag. Ta Toimm PTC eyyevwg Treplopidouv Tn
Beppokpaaia Tou NAEKTPIKOU Bepuavtripa amoppdPnong Kal CUVETTWG OEV ATTAITOUV
TpoaTacia amrd utTtepPOAIKA Bepuokpaaia. Baoikd n rpooTtacia atrd Tnv utrePBOAIKN
BEPUOKPOTIO  EVOWMATWVETAI OTOV  TTUPHAVO TOU BePPAVTIAPA, TIPOCPEPOVTAG
TIAEOVEKTAPATA O€ Ooxéon Pe Toug TTapadooiakous Bepuavtipes avtiotaong (Dulzer,
2008).

4.17 Kapton tape.

H Taivia Kapton atroteAeital ammd @IAp TToAuauidiou uwnAnig Bepuokpaaciag. Autr n
Talvia  mmoAuapidiou  xpnoigotroigital o dIAQopeg  DIAdIKACIEG  NAEKTPOVIKAG
KATAOKEUNG, OTTWG OUYKOAANGCT), KAAUWN KUKAWHATWY, HOVWTIKG YETAOXNMKOTIOTH Kal
TTUKVWTWY, €MIKAAUYN oKévNG Kal AANES epapuoyég uwnAAg Bepuokpaciag. H Taivia

Kapton 1repiéxel TOAUQUIBIKO UNIKO Kal KOAAO OIAIKOVNG, yeyovog TTou Tnv KaBioTd
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€MAOY TTOAWV PnXavikwy, O10TI dev a@rivel uttoAgiyparta. Eival oAU uwnAng
avToxng Taivia TTou pTropei va avtégel péxpl 260 Babuoug KeAaiou. Mrtropei va

XPNOIKOTTOINBEI yIa JOVWTIKO OKOTTO OTOV £EWONTHPA.

4.18 Avaloyia cupTrieong.

O Abéyog T1OU PBABoug TOu KavaAioU oTn Cwvn TPOPOdOGiag Kal PETPNONG
ovopadetal ouuTtrieon. Auth n avahoyia Bewpeital TTOAU onUAVTIKA TTAPAUETPOG OTOV
Topéa Tou oxedlaopoU Twv KoxAiwv. O évag ovoudletal Adyog cupTttieong Bdaboug kai
0 GANOg ovopdadetal OYKOPETPIKA avaAoyia cuptrieong. XpnoIhoTroloUhe 1O AGYO
oupTrieong avrti yia Adyo oupTrieong PdBoug. O Adyog oupTrieong divetal atmd Tn

oxéon :

CR = Bd&6og kavaAiot otn {wvn Tpogodoaiag / B&Oog kavaAiou oTn wvn PETPNONG.
(e€iowon 5)

OTrou, CR = avaAoyia oupTrieong.

Flight Width Flight Clearance

Eikéva 4.9 : Zxnuartikn atreikdvion evog KoxAia BaAduou.

O1 koxAieg Baldpou (eikova 4.9) eivai €181Koi, ETTOPEVWG TTPETTEI VA BEwpPROETE OTI N
OYKOUETPIKA OUUTTiEON €ival TTO OnUavTIK Kal agloTmoTn yia TNV TTAapAUETPO
oxedlaopou amd TN oxéon ouutrieong BdBoug. Katd 10 OXeDIOONO AUTWY TWV
KOxAlwyv, TO BAMa aAAdlel etriong amd Tnv Tpo@odoaia OTIG {wveg PeTABAONG Kal

MéTpnong. (Hassan Eslami, 2015)
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4.19 Avaloyia pkoug TTpog SIAUETPO.

H avaAoyia ufikoug mpog diduetpo (L / D) eival emmiong évag atrd Toug onuavTikoug
TTAPAYOVTEG OTO OXEDIAOUO Twv KOXAIWY. H avaloyia yevikd Bpioketar petagu 20 : 1
€wg 34 : 1 otroloudnToTe TUTTOU KOXAiQ. H TeAikr epappoyl Tou KoxAia eival
uTTEUBUVN YIa TOV TTPOCdIOPIoHS TOU PriKoug Tou. 'ETO1 TO PAKOG TOU KOXAIa e¢apTaTal
atro KaBe oTpo@r] KATd TO oXedIAoUd Tou. A pia TUTTIKA €6WONON UTTAPYXOUV TPEIG

Cwveg :

¢ n {wvn TPoYodoaiag,
e n dwvn oupuTrieong Kai

e n dwvn PETAPOPAG TAYMATOG.

ETTopévwg, o oupBaTikdg KoxAiag €xel yevikd Adyo L / D= 24 : 1. EKT6G atmd Tnv
EQAPUOY OUUBATIKWY KOXAIWY, UTTapyxouv Kal GAAa Tredia epapuoyng oOtrou
QTTaITEITAl UYNAN TTiEon, BeppdTNTa Kol 0TABEP Bepuokpacia yia Tnv emeéepyaaia
TOoUu UAIKOU. KaTtd Tn diadikaacia XUteuong HEUPPAVNG ETTIONG, €ival TTOAU ONPAvTIKO va
£XOUUE OMOYEVOTTOINUEVO Kal Ol TINKTO Miyya o€ oTaBepry BepudtnTa  Kai
Bepuokpaoia. ETTOPEVWG YIa TETOIEG EQAPHOYEG TTPOOTIOEVTAI ETTITTAEOV TUAUATA KATA
T0 oXedIaoud TG Bidag. O yevikdg Adyog L / D yia Tnv e€wlnon pepBpdvng civar 30 :
1 (Hassan Eslami, 2015). Agou yvwpifoupe TNV avaAoyia uikoug TTpog diduetpo (L /

D ), ymropoupe va pdBoupe 1600 PAKOG €XEl 0 BAAQUOG.
H avahoyia prikoug TTpog JIAUETPO opifeTal WG :
L / D = yikog KoxAia / egwTtepikr) d1aueTpo KoxAia (Hassan Eslami, 2015) (e¢iowon 6)

Ta TTAEOVEKTAPOTA TNG XPNONG MOKPIWV KAl KOVTWYV £EwONTWV divovTal TTapakaTw

(TTivakag 1) :
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Mivakag 1 : NAgoveKTAPATA TNG XPAONG MAKPIWV KAl KOVTWYV £§wONTWV.

EZQOHTEZ MIKPOY MHKOYZX E=QOHTEXZ MEFAAOY MHKOYZ
O armraitoupevog Xxwpog datrédou gival Auvatotnta TEPIOTOTEPNG AVANEIGNG
MIKPOTEPOG
XapnAo apxIKo KOOTOG TTEVOUONG Mrtropei va avTAroel upnAoTePN TTiEON
HATPaG
XapnAd K6GTOG AVTOAAOKTIKWV KaAf IkavoTtnTa TENG ue AiyoTepn
egwbnong BepuodTNTa
Atraiteital piIkpdTEPN POTN Mepioodtepn aywyiun Bépuavon atrd 1o
BaAapo
NAyotepn ImTITodUvapn Kal hIkpo péyebog | H uwnAdTepn amddoon oxeTiCeTal E TO
KivnTApQ OX£€010 TOU KOYAia
H €¢odog oxericetan e To L / D Tou
ecwlnTAPa

4.20 Evepyelakég atmaiTRoeig yia e§wonon.

Ta cwparidia TG TPWTNG UANG €10épxovTal oTov €EwBNT OTn Bepuokpaaia
owpaTiou, TAKOVTAl KAl OTn Oouvéxela TO TAYMa €fwbBeital oTnv  KATtGAANAn
Beppokpacia oTto KaAoutr. To peyaAutepo 100G evépyelag datravatal oTnv
TTEPIOTPOPN TOU KOXAia. ETriong evépyeia datravdral oToug BepuacTéG yupw atod 1o

KavaAl Tou KoxAia. H evépyeia TTou datTavaTal avTIoTOIXE OTNV :

o AU&non Tng Beppokpaciag atmmd T Bepuokpacia dwuaTtiou oTn Bepuokpacia
egwbnong.
e TnA&n Tou TToAUpEPOUG (heat of fusion) kai

o AvTAnon Tou TNyHévou TTOAUEPOUG.
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KE®AAAIO 5. MNEIPAMATIKO MEPOZ.

Omtwg avagépbnke kai oto KepdAaio 1 (Eicaywyn), évag armmd Toug oKoTroUg TG
TTapouoag epyaaciag gival kal n BeATIoTOTTOINCN TNG UTTAPXOUCAS unxavig €winong
(extruder) Tou Epyaotnpiou MnxavoAoyiag AkpiBeiag kal AvTioTpo@ng UNXAVIKAG Tou
EA.ME.NMA. HpakAciou Kptng. ZTnv €ikéva 1Tou akoAouBei (eikdva 5.1) @aivetal n
MNxavA €€WONoNG Tou £pyacTnpiou.

Eikéva 5.1 : H pnxavn e§wlnong Tou epyacTnpiou.

Maparnpnoeig KATd TRV TTapaAafi TOU UnYXovAPATOS :

e O Bepuavinpag BaAdpou (eikdva 5.2) AeiToupyei KavoviKa (QTAveEl TNV

emOuunTA BepPokpaaia).
o AcitoupyoUlv Kai oI TECOEPEIS (4) WUKTNPEC.

e O nAeKTPOKIVNTAPAG AEITOUPYEI KAVOVIKA.
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Eikéva 5.2 : dwrtoypagia Tou Ocpuavtripa BaAdpuou.

e 3T0 OUOTNUA PETAdOONG TNG KivhoNg TTapatnpnénkav 1a £¢AG :
- O1 TpoxaAieg dev gival TOTTOBETNUEVEG OTO D10 ETTITTEDO HE ATTOTEAEO A
N Kivnon va KAvel PIKpEG DIOKOTTEG (TAK — TAK).
- H oAucida Byaivel amd Tta ypavadia (edv tommoBetnBei évag odnyog
@TIGYVETQ).
- O &&ovag Tou extruder dev gixe TTATOUPA PE QTTOTEAECUA N TPOXOAIO va
TOV €xel @Oeipel (TTpETTEl va dnuioupynBei 1 pia TTatoupa ) pia TpUTTa

va pTraivel n aAugida Tng TpoxaAiag). (eikova 5.3)

Eikéva 5.3 : ®Bappévog dgovag Tou eEwoNTA.
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- O d&&ovag eixe KOANOEl (dev KivouTav) AOyw €vog aTePeOU UAIKOU TTOU
gixe KOAAN o€l oTOV KOXAIa uéoa oTo BAAauO.

- H 1poxaAia (pe 1pdvta) TTOU Ba AVTIKATACTACEI TNV TTPONYOUNEVN Eival
TTOAU pEYAAN o€ PEyeBOG PE aTTOTEAEOUA :
a) va dnuioupynBei iowg TPORAnua otov agova Tou €§wONTAH Adyo
Bapoug kai
B) o nAekTpokivnTpag TTpéTTel va Byel 6w ammd T BAaon kal TTAdyia
QUTAG YIO VO KATOPEPEI VA PUBUIOTEN, VO «KTEVTWOEI» O IHAVTAG.

- H TtpoxaAia Tou nAekTpokivnTApa &ev €xel oTTEipwWHG yia va BiIdwaoel
oTOV GEOVA TOU NAEKTPOKIVNTHPA.

- H 1poxahia Tou afova tou extruder dev £xel TpUTTa yia KatTola Bida

TTOU va ToV 0TABePOTTOINCEL. (EIKOVA 5.4)

Eikéva 5.4 : H tpoxaAia Tou dEova Tou extruder.

Evromiouég wpoBARLATOC.

H diatoun Tou UAIKOU (VAUATOG) TTOU TTAPAYETAI QUEOMEIVETAI TTEPIODIKA (AETTTO —

Taxu — AeTr1d). (e1kéva 5.5)
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vija pe Traxia Siaropn

Eikéva 5.5 : AlaTopr UAMIKOU AeTTTO — TTaXU — AeTTTO.

Mpoomwdfeia AVTIMETWITIONS TOU TTPOBARMATOC.

Kartd 1n &i1dpkeia Twv SOKIMWY TTapatnpAbnke OTI n TpoxaAia Tou dfova Tou
eEwolnTtA yupile TpeAd okdua kal oe Bepuokpacia 190°C (TTou eival n PEyIOTN
Beppokpacia Asitoupyiag). Autd ouvéBn emmeidf Xwpig TTatoupa n aAevopida Tng

TpoxaAiag de PTTOPEi va PEPEI avTioTaon OTTOTE :

o MeTtakiviiBnke n TpoxaAia Tou Agova Tou extruder TTiCw €KEi TTOU UTTAPXE Mia
TTaNid TTaTtoupa. (eikéva 5.6a, 5.6.06)

e MeTOKIVABNKE O NAEKTPOKIVNTAPAG OUTWG WOTE Ol dUO TPOoXaAieg va €pBouv
OTO 010 TTiTTEd0 AVOiyovTag KaIvoUpyleg TPUTTEG OTn BAaon.

e TommoBetTONKE O NAEKTPOKIVNTAPAG Ot TETOIO BE0n WOTE va TEVIWVETAI N

oAuCida OTTWG TTPETTEN yIA VO Un Byaivel.
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Eikéva 5.6. :B. Tehikn Béon Tng TpoxaAiag Tou dgova Tou extruder.

Metd atmd autég TiIg SlopBwaoelg, ouvexioTnkav ol OKIPEG, OUWG, JE TN dUvaun TTou
avatTuxtnke KOuvABnke To POTEP Kal O €§wONTAG ME ammoTéAeoua n aAucida va
xohapwoel kal TAaAl. PTIAxTNKE pia TTPOXEIPN KATAOKEUR, TTATEVTA, £TCGI WOTE N
aAugida va pn Byaivel kal cuvexioTnKav ol SOKIYEG JE ao@AAcia. (eikéva 5.7)
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Eikéva 5.7: Matévra pe Tnv otroia n akucida rapapével otabepry otn B€0n TNnG.

MaparnpABnke 611 0 agovag yupicel pe otaBepd pubuod. ATrd autd ouumepaiveral
011 0 TPOTTOC UETGdoONS NS Kivnong (aAucida) dev eubuveral yia TIC AUEOUEIWOEIS OTN

dlarour Tou vAUATog, orToTe O¢v gival amrapaitnTn n UETATOOTTH TOU O€ IUAVTA.

Mia véa 18€a gival va avTikaTaoTaBei n ot pe pia véa Kwvikn (eikéva 5.8), 61Tou
10 1EWOEG Ba cuoowpeleTal ekl TTPOTOU PByel Kal To vAua Ba Byaivel ye otabepn

olatoun.

Eikéva 5.8 : H véa kwvikA o1 (aKpo@UOoIo e€wonTAPQ)..
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Ta akpo@uaia TTolkiANAouv o€ peydAo Babud otnv TroidéTnTa Kal Tnv amoédoon. Ta
OUo KUpla onueia TTou TTPETTEl va AduBdavovtal uttown KaTté Tnv €TmAoyn evog
OKpOQUGiou gival N SIGUETPOG TOU CNUEIOU AKPOYUGIiou Kal TO UAIKO KATAOKEURG. Ta
A€1avTIKA 1] KOAWON VAPATA YTTOPOUV UKOAA VO PTTAOKOPIOTOUV O€ £va aKpo®UaIo
TTou €ival TTOAU HIKPS, TTOAU peydAo 1 kataokeuaopévo atrd AdBog uAike. Ooov
agopd oTo MéyeBog, TpéTel va AauPdavetar utrown n avdAuon emmmédoU TTOU
OoTOXeUETAI, KOBWG Kal n TaxuTnTa eKTUTTWONG. ‘Eva papduTepo akpo@UOIO EKTUTTWVEI
ypnyopotepa Traxutepa oTpwuata. ‘Eva AeTTTOTEPO ONMEIO AKPOPUOIOU EKTUTTWVEI
MIKPOTEPQ, TTIO €KAETTTUCUEVA OTPpWMPATA ME TTO  apyd pubud. [pémmer  va
ouvuTttoAoyifovTal oI TaxutnTeg Tpoodoaiag vAUATog, KaBwg kal n Bepuokpaaia
Bepuou akpou, 6tav aAAalovtal ol dIaUETPOI TOU akpoguaiou. To dAAo BEpa gival To
UAIKO Twv akpo@uaoiwy. Ta @Bnvétepa akpo@Uaola TEiVOuv va €ival KOTAOKEUOAGUEVQ
a1rd opeixaAko kai €ivar TTOAU KaAd yia xprion ve PLA kai pepikEG @opég ABS.
Ytmdpxouv woTdC0 KAl akpo@puUOola KaTtaoKeuaopéva atmod PETAAAA uwnAdTEPNG

ToIOTATAG, OTTWG XAAUBA ) KapRidio BoAgpapiou.

To akpo@UOlo KATAOKEUAOTNKE aTTd pia €€dywvn paBdo 18 mm pe 1t Bonbeia

TOpvou (eIkéva 5.9). H o1t €xel didueTpo 1,5 mm

Eikéva 5.9 : Kataokeur akpo@Uaoliou oTov TOPVO.
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A@oU avrikaraoTtabnke n Omn HE TN VX KWVIKN, TEBNKe TaAI o€ Asitoupyia o
eéwbnmpag (6Ae¢ o1 utrdéAoires mapdueTpol diatnpnénkav orabepég). Autd mou
maparnpnénke nrav or 1o viua éByaive pe arabepn diaroun. (eikéva 5.10, eikdva
5.11)

Eikéva 5.10 : NAua petd Tnv avTiKatdoTaon Tou akpo@uaiou.

Eikéva 5.11 : H diatoun Tou vrpaTog.
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ATIO TNV eikova 5.11 maparnpnbnke ot n diaroun Tou vALATOS gival oTabepn Kai

ion pe 1,78 mm mou givar yéoa ora emTpemnTa opia (1,75 £ 0,05 mm).

MapdAo TTou emMTEUXONKE TTAPAYWYR VIAPNATOG YE OTABEPH diaTopr], TTapaTnPHOnKe
OTI KATTOIEG POPEG, UETA ATTO €va XPOoVIKO didoTnua AsiIToupyiag Tou €6wonThRpa, To

MTTPOCTIVO KOPPATI Tou BaAdpou dpxioe va Byaivel (eikéva 5.12).

N

Eikéva 5.12 : M1TpooTivé KodudTi Tou e€wBnThpa 1Tou Byaivel Katd Tn AsiIToupyia.

To ouykekpipévo TTPORBANa dev ixe ep@avioTei e 70 TaAid akpo@uaio. Eikaletal
OTI €1TEIdN) TO KAIVOUPYIO OKPOPUOIO Eival KwvikG pe diatoury 1,5 mm augAonke n
TTieon katd Tnv £€£060 Tou UAIKOU, KATI TO OTT0i0 &€ OUVEBQIVE TTPIV, YIAG KOI N OTTH TOU

TTaAIoU akpoPuaiou Adyw XpAoNG €ixe “Xahapwoer’”.
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A@ou kaBapioTnke 0 KoxAiag Kai o BAAAPOG aTTO TO TNYUEVO UAIKO, TTPOKEINEVOU
va eTavaToTrofeTnOoUV aToV ££WONTAPA KAl VO CUVEXIOTEI N TTapaywyikn diadikaoia
TOU vhpaTog, dIamaoTwenke 6T Ta TTAca Tou BaAduou eixav @Bapei kal yia autd To

AGyo €Byaive pe oxeTIKA uWnAr eukoAia atrd Tn B€on Tou (gIkdva 5.13)

Eikéva 5.13 : dwroypagieg atrd Ta Bapuéva Taca Tou BaAduou.

Mia peAAovTIKn BeATiwon Tou e&wBNTpa Ba ptTopouce va gival n aAdayh Twv

@Bapuévwy TTacwyv Tou BaAduou.
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KE®AAAIO 6. ZYMIMNEPAZMATA.

Ta cuptrepdouarta TTou TTPOKUTITOUV ATTO TNV TTapoUca epyaacia gival Ta €§AG :

o AlamOoTWONKE, PE TIG DOKIYEG TTOU £yivay, OTI N BeATiwon Tou akpo@uaiou
€iXe ONUAVTIKA ETTIPPOA OTNV TTOIOTNTA TOU TTAPAYOUEVOU VHHOTOG Kal N

QVTIKOTAOTACH TOU aTTO £va VEO KWVIKO NTav TEAIKG atrapaitnTn.

e H diatoul TOU VAMATOG TTOU TTAPAYEl TWPA n Pnxovh civar 1,78 mm.
Kupaivetal, dnAadn, o€ €mTPeTTA TIUA yia va xpnoigotroinBei amd 3D

EKTUTTWTI - TTOU €ival Kal 0 0KOTTOG TNG Epyaciag.

o [lapatnpABnke OTI PE TIG WETATPOTTEG TTOU £yivav, TO CUOTNPA Kivhong
AeIToupyei owoTd, kabwg o afovag Tou €€wONTA yupvdel ye oTabepd pubuo
KAl Ol OTPOYEG TOU KIvNTAPa auoueiwvovTal avaAoya Pe To TTwg Ba To

puBuiocoupe.

e H xpnon e€wbnTtwv vAuatog DIY utropei va peiwoel onuavTikd 1o KOOTOG

EKTUTTWONG PE TPIODIAOTATOUG EKTUTTWTEG (AVAKUKAWGOT UAIKOU KTA.).

e Mia mBavry yeAAOVTIKN BeATiwon TNG pnxavhg Ba ATav 0€ PNXAvOUpPYEio va
@TIOXTOUV Ta TTACA OTO PUTTPOCTIVO KOUUATI Tou BaAduou, oUTwS WOTE va [N

Byaivouv katd Tn AsiItoupyia Tou, 6TavV ACKEITAI JEYAAN TTiEOT).
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