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Abstract

The subject of this work is 3D printing. More specifically, the analysis of 3D Printing
technologies, drawing conclusions, reporting problems and providing advice and ideas
to the users of the Flashforge Creator 3 3D printer. The first chapters report how the
work has been done and contain an introduction to the technologies that exist, to the
printing materials and there is a general analysis of the printing process and methods.
Then there is a reference to Creator 3 itself, its features and properties as well as the
tools used when using it, while instructions for its use are also mentioned. After that,
there is an analysis of the programs used during the diploma dissertation work, as well
as the experimental stage with the printed models and their explanation. Finally, some
ideas for the future use of the printer are listed as well as the conclusions drawn from
the author's experience.



MepiAnym

To avtikeipevo 10 0mOl0 TPAYUOTEVETAL 1| CLYKEKPIUEVN OWMA®UATIKY &ivol 1
Tprodldotatn ektomwon. ITo cvykekpyéva n avdivon v texvoroyidv tov 3D
Printing, n AMyn copmepacpudtov, 1 avaeopd TpofAnudtoy Kot 1 Tapoy] GLUBOLADY
Kot 10DV 6TOVG XPNOTEG TOL Tplodidotatov ektvmmty - Flashforge Creator 3. Xta
TPAOTO KEPAAOO, YIVETAL OVOQPOPE TOV TPOTOVL EKTOVNONG TNG EPYACING Kol Mo
EICAYMYN OTIG TEXVOAOYIEG MOV VLIAPYXOVV, GTO. VAIKE EKTOTOONG KOl W10 YEVIKN
avédAvon ot dadtkacior Kot Tovg Tpdmovg ektumwonc. 'Enerta yivetar pio avogpopd
otov 1010 tov Creator 3, ota YopaKTNPIOTIKG Kot TIC 010TNTEG TOV OAAG KOl OTO
EPYOAELD TTOV YPNCYOTOLOVVTOL KATA T (PT|OT] TOV, EVA TAPAAANAL OVOPEPOVTOL KO
oonyleg ypnong avtov. Ilopokdtem vrapyxelr avéAlvon TOV TPOYPOUUATOV TOV
xpNoporomdnkay Katd Tn SIPKELN TNG OTAMUOTIKNG Y10l TIS EKTLIMOELS, KAOMG Kol
TO TEWPAUATIKO GTAO0 LE TO. EKTUTOUEVE LOVTEAQ Ko TNV emeEnynon tovg. TéAog,
nopatifevior opoHEVES 10€EG Yo T UEAALOVTIKNY XPNON TOV EKTLIIMTH OAAQ KOl TO
ocvumepdopaTo To omoio PynKav pEca amd TNV EUTEPIR TOL GLYYPAPLQ.



Evxaplotieg

H ev Moyo gpyacia dev Ba pmopovoe va £pbel oe mEPAG y®PIC TNV EUTIGTOGHVY, TIC
SLUPBOVAES Kot TIg TOAD CNUAVTIKES 001Yieg TOV KaBnynT Hov K. Miydin Kilnpoyiov.
EmumAéov 06Am va e0y0p1oTHOM TNV OIKOYEVELX KO TNV KOTEAQ OV Y10 TN oTNPIEN Kot
Vv ®ONo”M oL pov Edvav Katd T S1dpKeL TNG VAOTOINONG VNG THG SUTAMULOTIKNG.
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Eteinynon akpwvopuwy

AKpOVOLO Ayyiun Emeénynon
FFF Fused Filament Fabrication
FDM Fused Deposition Modeling
ABS Acrylonitrile Butadiene Styrene
PLA Polylactic Acid
PETG Polythylene Terephthalate Glycol
TPU Thermoplastic Polyurethane
CAD Computer Aided Design
STL Stereolithography
Standard Triangle Language
Standard Tessellation Language
CAM Computer Aided Manufacturing
PTFE Polytetra-Fluoro-Ethylene

Mivakag 1.1: Avdhvon-Eneliynon tov akpovipmv tov gn@avilovral 6Tnv oumrAmpoTikig.




Ke@aiawo 1

1.1 £KOTOG KUL GUVELGPOPA TG SIMAMUATIKIG
gpyaoiag

Me v emloyn pov va aoyoAnd® He TO CLYKEKPYWEVO OvTIKEILEVO ®G Béua g
OUTAMUATIKNG LoV €PYOCiOG, EX® WG 6TOYO VO EIGAYAY® TOGO TOV E0VTO LoV, OGO Kol
TOVG avayvmoteg otov ympo tov 3D Printing. ‘Eva ydpo o omoiog £xel va mpoc@épet
OTOVG EVOLOPEPOUEVOVS HEYAAN TOWKIMO YVOOEWV, WEDMV, OAAL Kol ADCE®V o€
S1APOPOLG TOLEIC.

‘Exyovtag mepdost apketéc mpeg HEAETMOVIOG TN OLYKEKPUEVN TEYVOAOYiD Kol
OVOKOADTTOVTOGS TIG OLVATOTNTES TNG, KOTAAMPA TG 0 EKAGTOTE YPNOTNG TOV YVDGEDV
KOl TOV TPOVOUIDV OVTNG, MTopel va emAéEel avdhpeca oe MOAAEG AVGEIS Kol
EVOAMOKTIKEG TEXVIKEC. AVTO aLTOUOTO TOPEYEL EVKOAOL OTNV TAPAY®YY| VE®V
TEYVOAOYIK®V 10EDV.

H onuocio AoV avtdv Tov 10e®v Kot Tov AVce®V Tov o avalvbovv mopakdto eival
HEYAAT, KOODS LIAPYEL | OLVATOTNTO VAL TAPOLV «KGAPKO KO 0GTA» TOAAES OO TIG
dopég mov PEYPL TPdTIVOG avTalay eEopeTikd xpovoPOpeg Kat domavnpE.

1.2 MeOodoroyia

O tpdémog e TOV 0010 1 GLYKEKPIUEVT] SMAMUATIKY TPOoTabEel vo TETVYEL TOV GTOYO
™G «mepviey omd 600 otadlo. Tn HEAETN KOl TO TEWPAUOTOL.

Apyikd yivetol o e16aymyn OTIG TEXVIKES EKTOTMONG, T0 VAIKE eKTOTMONG, KoL TIC
SpopES oTIg duvaTOTNTEG TOL GOV divel KABe éva and avtd. 'Emeuta, péco tov
TEWPAUATOV TOL £(0VV AAPEL YDPO GTO EPYASTNPO OAAL KOl TNG KOTOYPOPNG TOV
OTOTEAECUAT®V TOVG, OlveTOl 1 SLVATOTNTO GTOV AVAYVAOGCTN VO KOTaAAPel ™
dwdkacio péoa and mo YEPOMOCGTA TapadELyLOTA.

1.3 AuapOpwon TNC SIMAWUATIKIG EPYACLAC

H YAn g dumlopatikng epyociog opyavavetol og eEng. Xto tapdv (mpdto) Kepdrato
avaADOVTOL TOGO 0 6KomOG 0G0 ka1 peBodoroyia 1 omoia akorovONONKe Yo va £pBet
oe mEPOS. 1o devTEPO Kepdhoto yivetor po YeviKn €100y®YY GTNV TPGOACTOTN
EKTOTOGT), GTOVS TPOTOVS LLE TOVS OTOIOVE TTPaypaTomTotleEiTal OAAG Kot To VAIKE Tov
YPNOYLOTOLOVVTAL, EVA TOPAAANAL TEPLypdpeTal Kot 1 dadikacio Tov akoAovBeitot
€101 ®ote vo ektummbel éva aviikeipevo. Xtn ovvéyeln Ko oto Tpito Kepdiaro,
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VIAPYEL U0 OAOKANPOUEVT] HOTIA YOP® OO TOV EKTLIMOT TOL EPYACTNPIOV TOV
[3pOpotog aAAdG Kot TANPOPOPIES GYETIKA LLE TN YPNOT| KO TN GLVTHPNCT TOV, EVA GTO
tétapto  Kepdhowo  mopovoidlovior  To  TPOYPAUUOTO — EKTUTOONG OV
ypnoworomdnkav amd tov cvyypapéa. To méunto Kepdhoo g SUTA®UATIKNG
TEPLEYEL TNV TAPOLGIAOT] KO TEPLYPAPT TOV EKTVTOUEVOV AVTIKEUEVOV KO GTO £KTO
ko televtaio Kepdloto vrdpyovv to GLUTEPAGLOTA KOl Ol TPOTAGELS TOV GLYYPOPEQL.



Ke@aAaio 2

2.1.1 Opopog Tproduaotatnc Ektumtwong

H tpiodidotom extommon (3D printing) eivar pia péBodog mpochHetikig KOTooKELNG
TNV 0moil0 KaTaAoKELALOVTAL OVTIKEIIEVO LEGM TNG O1O0YIKNG TPOGHEGN S ENAAANA®V
OTPOCE®V VAKOV. ZTN TPIGOACTOTY EKTUTMOY UTopohv vo  YpNoiLorotnfodv
d1épopot OO VAIKOD, Kuping Kepapkd (vijpoto mov Poaciloviol o€ moAvouiolo, to
01010 TOl SLKPIVEL OO AAAQL, GYETIKA VAIKE TPIOOIAGTATNG EKTOTMOTG) Kol TOAVUEP.
Yxondg g Tplodidotatng ektomwong (3D Printing) eivon n petatponn ynelokmv
oxedimv oe mpayuaTikd QLOIKA avtikeipeva. To TAEOVEKTNUO TOL TPOCPEPEL M
TPLGOAOTATY) EKTUTTMOOT GE GXE0T LE AALEC TEYVIKES Elval 1] TOVTNTO KOL 1) OUECOTNTO.
IMa tov Adyo avtd €xovv avamtvyBel Tapa ToAAEG TeEXVIKES O1 0Toleg oTNpilovion 6TV
Tplodidotarr ektonmon[1].

2.1.2 MAsovekTpuata-Melovektiuata 3D Ektomwong

AT TIC amapyEG TNG TPIOOIICTOTIG EKTOTMOONG KO TNV 0A0EVA, aLEAVOLEVT XPNION TNG
o€ 016popovg TopElg TG Propunyaviag Kot oyt Lovo, £xEL TAPOVSIACTEL ey TANOMpQ
1060 TAEOVEKTNUATOV OGO KOl HEOVEKTNUATOV OVTNG. XTOV TOPOKAT® Tivoko
TaPOoVGIALOVTaL EVOEIKTIKA OPIGUEVO OO OVTAL.

[IAEONEKTHMATA MEIONEKTHMATA

2xed100UOG Kol EKTOTWON TEPIMAOKW®V

oxedimV Ywpic oYESNNOTIKOVG [Tepropiopéva vAIKA
TEPLOPLGLLOVG
Toayelo TtpwtoTLROTOINGN [Tepropiopévo péyebog Kataokev g
Extonwon katd araitnon (Likpog Mertayevéotepn eneepyocio

YOPOG amodnKevong, YUUNAO K0010C) | (KaBapiopdg Koppation, evipiopo KAT.)

Anpovpyio 16xLPOV Kot EAAPPLOV AvENON KdGTOVG OvhL pLovada oTnV
OVTOAAOKTIKMV TPy HeYOA®V dyKov yio polikn
TopAyOYN
I'pyopn oyediaon Kot Tapaywyn Aopn mopoyopevav tepayiov
EAayiotonoinon amoppupdtov Meiwon Bécemv gpyaciog ot
petomoinon
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Cost effective (e€owkovopunon ypdvov,
YPNUATOV, TOP®V)

ZNTNUOTO TVEVUATIKOV STKOUMUATOV

Mivaxag 2.1 (IIny1q: twi-global): Ilapafgon TALOVEKTUATOVY KO HELOVEKTIHATOV TN|G
TpLedLdctoTng eKTOHTOONG[2].

2.1.3 Baowkoi Tpomot Ektunwong

O1 Baocikoi tpomot ektHT®ONG /Kot Tapaymync tpochétov sivar 1 eEd@ON 6N VAIKOD
(material extrusion), o eotomoivpepiopog (photopolymerization), n déopcvon
copotwiov okovng (powder binding-based technique), n mhacTiKomOinGN
(lamination-based technique) ko n exktoé&evon vikov (material jetting). H
dradkacio TG eKTVTMONG (OTTMC Elval AOYIKO) aVAYETOL GTOVS TOUPUTAV®D TPOTOVS Kot

yopiletar o€ entd kOpieg katnyopieg[3]:

1)EEdOnon vAwo® (material extrusion)

2)dwtomolvpepiopog oe doyeio (VAT photopolymerization)

3)Exto&evom vakovy (material jetting)

4)Aéopevon ovvdetikov vAkov (binder jetting)

5)Z0vinén vrootpmdpotog okovng (powder bed fusion)

6)KatevBuvouevn evepyelakn evandOeon (directed energy deposition)

7)EAdopoto og @OALo (sheet lamination)

Material Vat Photo- Material ‘ Binder ‘ Powder Bed ‘ gf Eeey Sheet
'\ Extrusion \ poi,mumthn. | jetting | | Jetting Fusion | Demcs';ﬁ‘on | | Lamination |
| | | |
|
§ % L1 g J || =
lA ) e
“-T |
1 Selective

| | Selective Fusing of
E P ;l‘.’ayer by layer curing of Material dispense of powderin a 5 Bonding of
{ g | deposition of photo-curable | | deposition and binder for bed by melting Direct fusion of individual
2 molten material ina subsequent joining powder the selected the material sheets of
| B material liquid curing ina bed region material
- container
| SLS
‘ g F:(’:" gt: DOD SLM LENS LoM
3 MJS LAMP sl 9 e raree uc
z NP EBM DMT
| SFF PP MJF
— |

|
|
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Yympo 2.1 (Inyn: ResearchGate): O Basikég Teyvikés ekrdmmong[4].




2.2.1 EEwOnon YAwkoV (material extrusion)

H teyvoroyia pe tnv omoio eKTVTOON KAV TO LOVTELD TG SITAMUATIKNG OVTHG EPYACIOG
etvar n e&mbnon vAwov. H teyvoloyio avtn ypnoipomolel €vo cuveyéc vhiuo
OepLOTAAGTIKOD VAIKOD ¢ VAIKO Bdonc. To vipa avtd tpopodoteitan amd Eva mnvio
HEC® WOG KIWVOOUEVNG OEPUOVOUEVNC KEPOANG, TTOV GUVTOUEVETAL MG £EMOMNTAG
(extruder). To Mopévo vAKS Pyaivel amd to axpo@vGlo Tov extruder kot evamotifetot
Tavo og po Beppovopevn TAatedpua yio peyarvtepn tpdoeuon. H eEmbnon vikov
eivon yvoot og Fused Filament Fabrication (FFF) kot eivot puo amd Ti¢ o dnpo@iieic
JLOIKAGIES Y10 TPIGOAGTOTY EKTVTMGT| GTO TANIGIO TOL TEPAUATOG Kot Tov youmt. H
Stratasys dapytoe va gumopgvpatonotel To 1990 tov 1610ktnTo 6po Fused Deposition
Modeling (FDM), mov dnpovpynnke amo tov S. Scott Crump ota téAn ¢ dekaetiog
tov 1980[5].

Material spool

Nozzle

Heater element

Object

Support material

Build platform

Yympa 2.2 (TInyn: Dassault Systems): Azsikovion eEdOnons vikov|[6].

2.2.2 YAk EkTOTTwonG

H peydin mowiMa o extunmtég Kot tevoroyieg ektummaong odnyet 6tov av&avouevo
aplud vAKGOV pe To TEPAGHA TOV XpOvav. AapPdavoviag v’ dymv T Pacikég
TEYVOLOYIES EKTUTMONG OAAG KOl TIG LTOKOTNYOPIEG TOL UTOPOVV Vo dnpovpynBodv
amo avtés, KataiaPaivel Kaveic 6t To TAN00g TV VAKOV pmopel va gtvon peydro.
KdaBe teyvoroyio, wotdco, avdroyo pe T HEBOSO KO TO YOPOKTNPIOTIKE TOL
EKTUTTOTY, UTOPEL VO EKTLIIOCEL OPoUEVE HOVO VAKE. Ta vAkd avtd To. omoia
pumopovv  vo  ektummbovv  Tpiodidotato  eivor kupiowg To Bgppomiactikd, To
BeprockKAnpodueva moAvpUEPY], TO. LETOAAQ, TO. KEPOUKG Kol GAAD GLVOETIKG. XTIg
pedddovg FDM ko FFF pe tic omoieg aoyolovpaocte ueic, ta facikd vikd givar to
Beppomhaotikd, pe ta Kopla ovtdv vo givar to ABS(Acrylonitrile Butadiene Styrene),
10 PLA(Polylactic Acid), To Nylon k.a[7].
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[Mopakdto avoypaeovtol EVOEIKTIKA LEPIKA OKOLO TOAVUEPY:

1) PETG (Polyethylene terephthalate glycol)
2)Full Color Sandston

3)High Resolution SLA

4)Flexible TPU (Thermoplastic Polyurethane)

Me Bdomn avtéc Tig katnyopieg umopovv va moapayfovv Kot A (Tapdymyd avtmv)
VAIKA.

Wi WL
.’ L2/
" - Ny OB R 1 W O e

Yo 2.3 (IInyn: SelfCAD): Yiika ektdntoong (filaments) toiypéva 6g kapovira[8].

2.2.3 To vAkO ABS

3T0 £PYOCTNHPIO YPNOUOTOMONKE Yo To TEWPGpTO TO ToAVEPES VAIKO ABS o€ umie
xpoua. To vAkd avtd ot cwot Bepuokpacio elvar gvkoro va dwpopembel og
oX€0OV OTOOONTOTE GYNUOL. XTEPEOTOLEITOL OLOIOHOPPa Kol GKANpaivel ympic Kapia
peta-eneEepyacio, eva tetvel va eMAEYETAL Y10 TNV AVTOYN Kot TV gveMéia Tov o€
oxetikd vyniég Oeppoxpaciec. To ABS omoteleitar amd tpion  povopepm.
[Mapaokevdletar pe TOAVUEPIGUO  AKPLAOVITPIMOL KO GTLPEVIOL TOPOLGIN
Bouvtadieviov. To akpvrovitpidio tov mpocdidel axapyio kot avioyn. To otvpévio
napéyet Aela kot Aapmepn ven. Kot to fovtadiévio givat 10 EAaSTIKO GLGTATIKO TOV
Kavel to ABS ornpo[9].
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Yo 2.4 (TInyn: 3dFuel): Make ABS viko Todrypévo o€ mhootikd kapovi[10].

[Moapaxdto vrdpyel Evag TivakKog Pe To TAEOVEKTINATO, KOl TO, LELOVEKTNATO, TOV
éxer 1o ABS oty ektommon:

ITAEONEKTHMATA MEIONEKTHMATA

oAb avOekTIKO Kol oKANPO EmiPAraféc yia to mepifariiov
Kotdrinio yra avtolLoKTIKA [Mapapopedvetal dtav dgV EKTLTIMOVETOL
PYOVOV 1] CVTOKIVIITOV og Oeppovopevn empdvela
Yyniotepo onpeio Téng Kavtég avabupbosglg mhaocticod Katd

Vv eKTOTOON

Meyalvtepn dwapkera {ong [T dvoKoAN N ekTOTTOON

Agv gtvar KatdAAnAo yio xprion Le
TPOPLLN

Mivexag 2.2 (nyn: El blog del Plastico): Iapdfeon mAeveKTNUATOV KoL HELOVEKTNUATOV TOV
vikov ABS[11].


http://elblogdelplastico.blogs.upv.es/

Avaeépnke mapamdve Tog 1 TotKIAlo 6€ VAKG EKTOTOOoNG eivon peydAn. H mowidia
aTr, OTMG givor Aoykd, emPaiel va vtapyovV OAAAYES Kl SLOPOPOTOUCELS MG TPOG
mv dwyeipion ko v emeEepyasio tov kdbe vAKOL Katd TN Owbpker g 3D
extonwong. [a tov Adyo 6t Ta dnuoeiréctepa VAIKA oty Prounyavio givar to, ABS,
PLA kot TPU, Ba avaAdbcovpe Tig S10popES oL VITAPYOLY HETAED TOV TPUDY OVTAOV
VAIKOV.

"Eyxovtag met pepikd Aoy yio to ABS, og pi&ovpe o patid ota GAAo 600 VALK,

To PLA eivar évag avoKuKAMOLOG, QUOIKOG OeplOTAACTIKOG TOALEGTEPUS OV
TPOEPYETAL OO  OVOVEDOCIUOVS TOPOVG OM®MG TO GULAO  KOAOUTOKIOD 1 TO
Cayxapoxarapo. To vapa eivar Plodactdpevo vied opiopéves cuvOnkeg pe vynin
BeproyopnTIKdTNTO Kot VYNAN UNYOVIKT avToyn. Mmopel va MOGEL Y0pig ONUAVTIKES
BAaPec kot dev ekméumel toiveg N avabvuidoeig[12].

To TPU &tvan éva pohakd 0KOUTTO TAAGTIKO TOL Sl0TnPEl TO GYNUOL KOt T HLOpeN
tov. Eilvat ioyvpo, avBextikd kot pumopel va cuykpidet pe to kaovtoovk. To vijpa TPU
etval nudaeaveég Kabng kot ToAd ghaotikd. To mAactikd TPU elvarl emiong molv
avOekTIKO o€ AAdlo Ko A, oA pémel va dratnpeital pokpld omd daAvteg, o&éa
Kot kowowa[13].

[Mapaxdto @aivetor o mivakag e TIG SPOPES TWV VAIKOV.

Yo Oepuokpacio | Oeppokpacio | Xpron Telko AvckoAio
[Mateoppog | Akpoeuvciov | Avepotipa | Movtého | Extommong
(°C) (°C)

ABS 95-110 220-250 OXI YKANPO Métpa

PLA 45-60 190-220 100% XxAnpd Evkoln

TPU 45-60 225-245 40%-60% Moaloko Avcroln

Mivakag 2.3 (IInyR: the3dprinterbee): O dwagopég petald TOV VAKOV sktommons[14].
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2.3.2 H Stadwkaoia tov 3D Printing

H dwdikacio T¢ Tp1odidotatng EKTOTMONG TEPIAAUPAVEL TOV TEUOYIOUO EVOG aPYEIOL
CAD og d10kp1td oTpOUOTE Kol GTN GUVEXELWD TN OMpovpyic ovtod TOL TUNHOTOC
oTpOUO TPOG oTPpOO. [T1o avaAVTIKA, VoG TPIOIUCTOTOC EKTVTOTAS KATAOKELALEL TO
HépN TOL g OloKpITEG QETec mov ovoudlovian otpoduata (layers). O slicer g
TproddoTatng extinwong maipvel éva apyeio STL, 1o dwipel oe eminedo kol ot
ovvéyelo, vohoyilel kot dnuovpyel por dwdpoun epyodreiov (extruder) yio kdéOe
emimedo. v apyn Kabe otpdong, n Paon extumwong tonobeteitor e va dedouévo
VYOG KOl TO GUGTNHA KIVNO™MG OKEAETAOV KIVEL TNV KEPAAY] EKTOTOONG KATO UNKOG TNG
dadpoung tov epyareiov KaBmg to cuotTnra eEONoNG amobétel VAIKO. Metd To TEPOG
NG EKTOTMONG, O XPNOTNG UTOPEL VO TAPEL TO AVTIKEILEVO OO TN PACT EKTOTMOTG KO
va, to enefepyaotel eqv elval avaykaio. Avtd cvpPaivel S10TL TAPA TO YEYOVOS OTL OL
EKTUTOTEG  dMuovpyovv  Aela kot  akpip] HOVIEAD, O TOAAEG TEPUTTAOGCELG
ypnoomolovvtal PBondnuota oto povrédo (Supports) to omoio petd mpémer va
apatpebovv[15].

Yyqpa 2.5: Kvavdpiké avtikeipevo oto tpéypappe tepdyions Flashprint [16].

2.3.3 ATt CAD (Computer Aided Design) o€ CAM (Computer
Aided Manufacturing)

YKOTOG NG TPLOOICTOTING EKTUTMONG Eival 1 LETATPOTN VOGS YnelokoD cyxediov og
QLoKO avtikeipevo. Andadn omd éva apyeio g popeng CAD oe éva apyeio g
popong CAM. Avtd mpaypoatonoteitar pe ) Bondeia tov apyeiov STL, otwv onoiwv
TN LOPON OTOBNKEVEL O YPNOTNG TO AVTIKEILEVO HETA TO TEAOG TNG GYEOINGNG TOL GTO
exdotote mpoypoappae. To dvoud Ttovg mpoépyetor amd TN oTEPEOoABOYpapin
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(stereolithography) xafob¢ ko amd ta apywd tov Standard Triangle/Tessellation
Language. Ta apyeio STL dev mepiéyovv minpopopieg kAipokog Kot teptypdoovy uévo
TN YEOUETPIO TNG EMPAVELNG EVOG TPLGOLAGTATOV OVTIKEUEVOL HECH TTOALDY TPLYDV®V
YOPIG Kopio avomapdoTosn YPOUOTOS, VONG N GAAOV KOWAV YUPOKTNPIOTIKMOV
povtédov CAD.

> ] =

DS SOLIDWORKS  File Bt View Imet Toos Smuaton wndow # A -H-@ 8- - -0 B@- typical flemre B sesxch Commant ‘@@ - ¢
] % ] B 9 9 B

New Remoie Select e | EGt fet gt

Ispecton Saloons Blloons Tempiate | Inspecton Operaions Vendors

Projedt Edtor | Methads

Futum‘ Skd(h.‘MllhAp Evaluste  MBD Dimensions | SOLIDWORKS Add-Ins &mumwn‘ MED ISO{IDWORKS(AM SOUDWORKS CAM TBM | Analysis Preparation | Cadasio  SOLIDWORKS Inspection

| PHEPAB O v-0f D
S[E[R[SIe
v

1] Top Plane
(] Right Plane

1., orgin

< >
TIEINI Model 30 Views | WotionStady 1|

Yyna 2.6: Avrikeipevo (typical flexure) o apyeio popong STL apog amosTol 06 0
apoypappe Solidworks eto FlashPrint[16].
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Ke@aiawo 3

3.1.1 O Flashforge Creator 3

Yyqpa 3.1 (TInyn: 3djake): O ekrvrotig Flashforge Creator 3 mov vadpye oto epyactiplo Yo
TNV EKTUTO6N TOV povtélov|17].

To epyaoctplo g oyoing £xel eEomicbel pe tov tpedidotarto ektvmwty Creator 3
g FlashForge. O ovykekpiuévog extummtig ypnowomotel v teyvikn e&mbnong
VAKOV €yovtag dvo aveEaptnrovg extruders kot 6T mopakdto mTopoypdpovg Oo
avaALBovv TGO Ta YOPAKTNPICTIKE TOV, OGO Kol Ol EVEPYELES TOV TTPETEL VO YivovTat
YlOL LU0 ETMTUYMUEVT] EKTOTTMOOT], OAAG Kot ToL EE0PTILLOTA TTOV VITAPYOLV GE AVTOV.

Oéloviag vo  Onuovpynoovpe éva Manual yur  peddovticovg ypnoTteG  TOL
OCLYKEKPIUEVOL EKTLTTOTH, Oa Tpémer va avoaivBovv TP®OTO. Ol EVEPYELES TOL
TPOLYLOTOTOLOVVTOL OTOV YPNGULOTOIEITOL £VOG KOVOVPYLOG EKTUTIMTNG, OTov aAAGlEL
TO VAIKO Tpo@odociag 1 0tov mopatnpndel 0Tt 0 eKTLIOTNG dev doLAEVEL GwoTd. Ot
EVEPYELES QVTEC £YOVV VAL KAVOLV UE TNV POBUOVOUNGT TNG TAATPOPLOS EKTVTMONG,
Tov extruder kot Tov apykod onueiov exktvnwonc. Xrov FlashForge Creator 3 avtég ot
dwdkacies yivovtar avtdpato and Tov {010 ToV EKTVTTMTYH, KAVOVTOS TOV TOAD QUAMKO

TPOG VEOUG (PTOTEC.
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3.1.2 Ml KUKALKT HaTLX

A6 TV TPOTN KIOAG GTIYUN| TOV 0 ¥PNOTNG avoiyel T cvokevacio Tov Creator 3
avTAapUPAveTaL TOG EYEL OTO XEPLXL TOV U0 GVOKELN UE TOAAEC AELTOVPYIEG KoL
AemTopéPELES TOGO OTO EGMTEPIKO OGO Kol 6TO EEMTEPIKO TNG TUNHO. YTAPYEL Mot
HeyaAn mowidia and TANKTpa, AaPEG Kot TOAAG GAAG XOPAKTNPIOTIKG e Ta ool Oa
npénel va e&okelwbel Tpotod Tov ypnoyonomcet. [apakdtw (oy. 3.2) paivovrol
pésa amd TIC S16.popeg OWELG To KOHPLOL LEPT] TOV EKTLIIMTY).
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Back

Yympe 3.2 (Inyn: FlashForge manual): O éyeig Tov ektvmot)[18].

1) Ewoyoyn USB

2) 006vn aeng

3) IIktpo 006vNg

4) Ag&ng extruder

5) Apiotepdc extruder

6) Bovptoo akpopuciov

7) Bdon ektdnmong

8) MMo&padio avoymong

9) PAaPdoc-001yog X GEova

10) A&&1é mpOcANYN VAROTOC

11) Aprotepn TpdoAny”n VAUOTOG

12) Ap1otepd KAALULO VLLOITOG

13) Aprotepn Aofif] KOADUUOTOG VALLOTOG
14) Ae&16 kdAvppo ViiuaTog

15) Ae&1é AaPn KOADUUOTOG VALLOTOG

16) Eicodog kaiwdiov ethernet

17) Eicod0g tpo®odoaciag peduatog

18) AwkomTng evepyomoinomng [18]

3.2.1 H Stadikacia Homing

To Homing sivar n dodikacio pe v omoion o extvmmtig Kobopiler ™ Béom Tov
aKpo@LGiov. Avtd yivetor kaTtd TNV OopyIKN POOUIGT TOL EKTLRMTN Kol EMELTA
TPOYLOTOTOLEITAL QVTONOTA TPV OO LI EKTOTWOT OAAG Ko petd To mépag g To
onpeio avaeopdg 6mov Ppioketot 1 apyky] BE6M TOV AKPOPLGIOL Kol TNG EMUPAVELNG
EKTOTIMOONG TPETEL VO EIVOIL EVTOC TV 0pimV Tov ekTum®T[19].
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3.2.2 To Homing otov FlashForge Creator 3

Ocov apopd TOV EKTLIOTY HE TOV OMOI0 TPUYUATELOUOCTE, 1 OldKacio givol
napopoto pe avty tov Leveling mov o avolvbei mopokdto Kot mpoyuotonolEital
navtote TPAOTN. AQOV evepyomombel 0 EKTLIMTNG KOl EUPOVIOTEL TO HEVOD TOV
Yynuatog 3.3 oty 006vn, 0 ypNnotng emAEYEL TO €ikovidlo “Tools” ywa va Tpoympnost
070 pHevoy tov Zynuatog 3.4. 'Enetta dtohéyetl 1o eikovidio “Home” kot akoAiovdel ta
Buata ov Ba eppavictovy oty 006vn[18].

& FLASHFORGE

Preheat

Yympna 3.3 (IInyn: FlashForge manual): To apyuké pevod ety 006vy tov FlashForge Creator
3[18].

& FLASHFORGE

&

Filament

0,

Setting

Yyfqpe 3.4 (InyR: FlashForge manual): H emoyn «Home» etnv 006vy Tov FlashForge Creator
3[18].
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3.3.1 Aradikacia toootaduiong (leveling)

H dwdwacio Leveling tov akpoguciov kot g mAOTEOPHOC &ivol 0o TIC 7O
ONUOVTIKEG TTPoToV EEKVNoeL M xpnon &vog extunot]. Koatd m dwdwacio tng
pOBuong avtig Tpocsapuolovue v amodctacn petald extruder kot Tlateoppog Otay
avtd Bo KANBovV va eKTUTAOGOLV éva AVIKEILEVD. e OPKETOVS EKTLIMTEG OV OgV
Eyouv T dVvaATOTNTO VO, TO KAVOLV OVTOUOTO, TPOYUATOTOOVUE YEWPOKIvVNTO TN
dwadikacio tov Leveling pe ) fondeia pog koA ag A4 1 og edkng kaptag (Leveling
card) mov vrapyel ota EQPTALLOT TOV EKAGTOTE EKTLTTMTY O10TL 1| amdcTaom extruder-
TAATQOPLLOG TPETEL VO Etvarl LOMG pepkd YIMOGTh. Onmwg ovapEPOE TPOTYOLUEVMG,
o Flashforge Creator 3 4ivel t dvvatdtnta 6Tov ¥pnoTn va KAvel outh T dladikacio
QLTOLOTO LLE TN XPNOT LEPIKDY KOLUTIDOV otV 006vn. Mia Kok 1coctdfion umopet
va 00N yNnoel peyaAa TpofANUOTO EKTUTOONG 1| OKOUO Kol AEITOVPYING TOV EKTLTTOTY.
Ymyv mpotn mepintwon kokng pvOuwong Leveling omov m amdotacn petaly
TAUTQOPLLOG KOl AKPOPLGIOL ival HEYAAT], TO OKPOPVGIO EKTUTTOVEL GTOV OEPA YWPIC
Vo, VITAPYEL GOOTN TPAGPLGT TOV VAIKOV HETOED TV GTPOGE®Y. AVTO 00MYEl G€ Kakn
TOLOTNTO EKTOTTOGNG 1] KO OTOTVY {0 OLOKANPOGN G TNG, ®GTOCO JEV EMPEPEL {NLES Y10
TOV EKTUTIMTN. TN 0€VTEPN TEPIMTOON OTOV M AMOCTOCT Eivar TOAD piKpr), TEPA Ao
TOV KIVOLVO KATOGTPOPY|G TOL AVTIKEEVOD, VITAPYEL TOOVOTNTO VoL VTOGTEL PAGPT Kot
o extruder kabm®g cLOCOPEVETAL VAMKO EC0MOTEPIKA OLTOV UE OMOTEAECUO VO
«UTOVKMGE Ko va advvartel va eEmbnoet mepetaipw[20].

<

TOO HIGH

GOOD

o

TOO LOW

Yyqpna 3.5 (TInyn: 43D): Anekévion cmoti|s Kat AGO0VG 0Td6TAONS TOV UKPOPVGIOV BE TNV
ALoTQOpRO. EKTOTOONG[21].
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3.3.2 To leveling otov FlashForge Creator 3

Ytov Flashforge Creator 3 n 1cootdbuion yivetan gvkoia kabdc o ypfotng o npénet
VO EVEPYOTOMGEL TOV EKTLIIMTN KOl od TO Oopykd HeEVOL vo emAEEEL TO KOV
«Tools». Ererta emdéyetl to kovpni «Levely kot dtodéyet Tov extruder tov omoio Bélet
va oootabuiosl. Ao ekel kol mépa akoAovbel To pato TOV OVOYPAPOVTAL GTNV
006vn ka1 0 eKTLTOTG ekTeAel TN dadikacio[18].

Preheat

Yympa 3.6 (Inyn: FlashForge manual): To apyké pevod oty 006vy tov FlashForge
Creator 3[18].

& FLASHFORGE

&

Filament

O

Setting

Yyfqpe 3.7 (Inyn: FlashForge manual): H emhoyn «Level» oty 006vn Tov FlashForge Creator
3[18].
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3.4 ToTo0£TN 01 KAL APALPEGT) VALKOVU EKTUTIWOTG

H S1ad1cacio TorofEtong Kot apaipeons ToL LAKOD EKTOTMGNG VL TTOAD OT)LLOVTIKN
a0l Yo Vo eKTUTTMOEL £voL AVTIKEILEVO TTPETEL O EKTLIMTNG VAL SLOOETEL EKTVTAOGIUO
VAKS. Avtd onpaivel Twg Tpénel va torofedel cmoTd £To1 MOTE v, Uy vIapEouvy
avopoAieg katd v ektomwon. Otav o ¥pNoTNg EVEPYOTOMGEL TOV EKTLTTMTH KoL
eupaviotel otnv 006vn 10 pevod tov Xynuotog 3.3, emiéyel Kol TAAL TO EIKOVIO0
“Tools”. tn cvvéyela, oto pevod tov Lyfuotog 3.4 0 ¥pNoTNG ETAEYEL TO EIKOVISLO
“Filament” ko énerto pmopei va emhé€et av 0éAel va TomoBeTHOEL 1 VO OLQPOPECEL
VMKO, OAAQ KOl Y100 TTO10L KEPOAT).

& FLASHFORGE = 13

Load Unload

) Left Extruder ‘ ) Left Extruder ’

-(:]: Right Extruder ‘ -C}- Right Extruder ‘

Yyqpa 3.8 (TInyn: FlashForge manual): Mevob torto0étneng/agaipsong viikov. Emloy
avapesa og de€1d N oproTepn) kepaiq[18].

Ye Kabe mepimtwon TOo 0akpoPLOlo Eekvdel vo OepuoiveTol GE  GLYKEKPIUEVN
Bepuokpacio Byalovtag Evav Mo 6tov ™ eTacel. APov To kapoLAL ToroBetn el 161
MGTE VO TPOPOOOTEL TOV EKTLTTMTY] TPAYLLOTOTOLOVTOS Kivnon He @opd avtiBetn pe
OLTY] TOL POAOYLOV, LE TO XEPL O XPNOTNG PALEL TO LAIKO GTOV 0ymyO Kot e OmaAn Tieon
EIGEPYETAL OTNV KEPOAN Kot Pyaiver péco amd TO OKPOPLGLO. XTNV TEPIMTMON
aQaipeons VAIKOL, 0 ypHotng emiéyel to ewovidlo “Unload” omd 1o pevod tov
yuotog 3.8. ‘Encita mpénetl va meotel 10 TANKTPO TOL ££@ONTH Ko 0 ¥pnotng va
tpofnéet o vVAKO and v keeain. Tldvtote petd and tétoteg dadikacieg Oa mpémet
vo yivovtolr cmotd kot ot dwdikacieg “Homing” xou “Leveling” yw ) ocwoth
Aerrovpyio. TOL EKTLTTOTY.
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Yypna 3.9 (IInyn: FlashForge manual): Torro8étnon vitkod 6ty ke@ol pe 1o 1ép1[18].

3.5.1 Ta oNUAVTIKOTEPA EEAPTIUATA TOV EKTUTIWTH

O Tp160100TATOG EKTVTTMTNG EIVOL Lo TOADTAOKT Uy ovi 1 omtoia omaptiletatl omd Evov
peydao apBud e€optmudtov mov cuvepydalovtor LETAED TOVE Yo TNV EMITEVEN HOG
EKTUTIMOONG. ATO TOVGC AVEUOTHPES KO TA OOYEID AMOPPUUATOV, UEYPL TOV COGTO
QOTIGUO KOl TOLG eONTNPEG OTIC TOPTEC, £Vl TOAD CNUAVTIKO VO AEITOVPYOVV OANL
oTNV &V TEAELN £TCL DOTE VO UMV VILAPYOLV TPOPANLLOTO OTIS EKTVIMOEL,.

Opwg mow gtvan To eaptrpata ta omoia @aivetar va £xovv peyoidtepn Papdnta ot
Aerrovpyia tov extvnw; [Hapakdtom avaivovtol ta facikotepa.

Keoal) ektonmong 1 s£m0nmig (extruder): Eival cagéc tmg anapaitnto
YU TV EKTOOOT OVTIKEWEVOL givol o extruder. Xe évav tpiodidotato
EKTLTTOTY GLVAVT®OVTOL d00 TOToL extruder, Direct (dpecot) kou Bowden, ot
onoiol dapEPovy avaloya pe Tov TOmo Kivinone. Xtov Direct Extruder, o
0mol0Gg VIAPYEL KOL GTOV EKTUTMTN TOL EPYOCTNPIOL, TO VMU TPEXEL
angvbeiog oto HOtENd. Xtovg Bowden Extruders, amd tnv dAin,  odvdeon
pue to HotEnd smtuyydvetor  péow  evdg  coive  PTFE
(PolyTetraFluoroEthylene/opyaviké molvpepéc) omd tov omoio mepva T0

viua[22].
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DIRECT EXTRUSION  BOWDEN EXTRUSION

Yypa 3.10 (Inyfq: RECREUS): Awgopd avapeoa o Direct kan Bowden Extruder[23].

Bdon sktimmwong: H Baon ektdmwong 1 aAM®OE TAAKO KATOOKEVNC, Eival Eval
0o TOL O GNUAVTIKE 6TOLYELN EVOG TPIGOIACTOTOV EKTLIIMTY TTOL (PN CLULOTOLEL
teyvoroyioa FDM. O extummtig dev umopel amimg va evamoféoet Mmouévo viua
0€ OTOWONTOTE EMPAVELD, KOU MOl KOKNG TodTnToc Pacm eKTOmTOoNg
mBovotato vo 0dNyNnoel o€ amotuyio ektomwons. H xkdpro Asttovpyia piog
Baong extdinwong etvar va mapéyet po Aeio empdveia yio vo, KOALJEL TO TPMTO
oTPOUO EEOOMUEVOL VIALOTOC £TOL OGTE VO UMV LETOKIVEITOL TO OVTIKEIUEVO
Katd v exktommon. Ot emhoyés ywo po Phon ektdnmmong eivor TOAAES e
OWPOPETIKGL  YOPOKTNPIOTIKA HETAEL TOLG oV kdébe Pdon upmopel va
npoopiletar yio dwpopetikd VAKE extdmwong. o mapddetypa, pio Bdon
extonwong pmopel vo Aestrtovpyel efapetikd pe viaua PLA oAAd edqv
ypnowonomOei ABS va vrap&ovv mpopinpota[24].
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Creator 3

(N, | Ao

Yypa 3.11 (TIInynq: top3dshop): H Baon ektdnwong tov FlashForge Creator 3 [25].

3.5.2 EpyaAsia kau xprjon Tov Creator 3

Oco o ypnotg eivor og ddIKOGIoL EKTLIOCEWV, €ivol TOAD mOAvO vo TOv
TOPOVGLUGTOVV TPOPANLLOTO KO KEUTOSIO» Ta. 0Toia OV eiye TpoPAdyet. ' Eva chivnOeg
aLTOV Etvarl N ePayn TOV aKPOPLGiov. AVTH Umopel vo. OPEIAETOL GE TAPUTAV® OO
évav Loyovc. I'o mapddetypo pmopet va. éxet yiver AdBoc n pvOuion tov Leveling (mwap.
3.3.1 xou 3.3.2) 1 va unv €xet 000el 1 cwot BepUoKpacio GTO TPOYPOULLLL TELAYIOTC.
Xy Tpdn Tepintwon o extruder evdéyetan va givor moAd kovtd ot Bdor EKTOTMONG
LE OMOTEAEGLLOL VO GUCCMPEVTEL DAIKO GTNV KEQOAN Kot Vo unv popet vo Pyet. X
dgvtepn mepintwon, N Adbog Bepuokpacio onuoaivel 6Tt 0 YPNOTNG EYEL ODGEL GTOV
extruder Beppokpacio LIKPOTEPT OO AVTH OV OTTOLTEITOL Y10 VO, AIOGEL TO VAIKO TOL
Bploketot péoa ko 161 TAPAUEVEL PPUYUEVO GTO EGMTEPIKO TOV OKPOPLGIOV.

Yg T€T01EC MEPUTACELS O YPNOTNG UTOPEL vaL EMAEEEL AVANESH GE dAPOPOVS TPOTOVG
enilvong. H mpd Ko mo amdn amd 116 evépyeieg etvan va Beppdvet 1o akpo@holo o
této10 OepLoKpacio MOTE VAL AIDGEL TO DAKO OV VIAPYEL PPOYUEVO. T GUVEYELL VAL
avoi&el To pevol TPoPodATNONG VAIKOV Tov ekTumtmTy (Tap. 3.4) Kot vo emAEEeL TV
emdoyn Load. A@od 10 akpopicilo @tdcel otn Beppokpacio Tov TPEREL, O XPHOTNG
Eexwvdel vo aokel mieon pe to ¥€pt TOL Y. vo. OTAGEL TO LAMKO oTo onueio
TPOPOOOTNOTNG. MOAG TapatnpNoeL OTL TO LAIKO e€€pYETOL OO TO AKPOPVGLO Kot EYEL
KOVOVIKT] poN}, TOTE GTAUOTAEL TNV THEST KOl TO TPOPANA £xel EMAVOEL.

H 6e0tepn ko mo 606KoAN TV AGemv Tov pmopel va eMAEEEL 0 XPNOTNG Etvan M
xpNoMN eVOG epyareiov Yo TNV doknomn mieong o€ avtifeon pe TV mopandve AVoT Tov
N mieomn ywotav pe to yépt anevbeiog oto VAKO. H diontepdtnTa TG CLYKEKPIUEVNG
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Adomng gtvar 0TL 0 ypnotng Ba TPETEL VO ATOGVVOPUOAOYNOEL TNV KEPOAT EKTOTWONG.
[To avaivtikd, a@ov apapebov opiopéveg Bideg Kot Pyel TO TPOSTUTEVTIKO KAAV LA,
Oa Tpémel kot TAAL va yivel 0EpHavoT TOV 0KPOPLGIOL TETOLO MOTE VAL MMGEL TO DAKO.
MoAg odokAnpwBei 1 dradtkasio avty, Oo TPETEL 0 YPNOTNG VO ACKNCEL TESN LE EVal
gpyaieio mov tov mapéyeton pali pe tov exktvnotr. Otav Bo ctapatost vo vdpyet
POT LAKOD 0td TO OKPOPVGLO Kol EPAOGOV OVTO €V TPOPOSOTEITAL [LE ETUTAEOV VAIKO,
N QPAyN EVOEXOUEVMG VAL £XEL GTOUOTNGEL Kt TO TPOPANpa va Exel Avbel. H Adon vt
pumopel va givorl TOAVTAOKT GLUYKPLTIKA UE TIG VTOAOUWTEG OAAA €lval KOl 0T TOL
TPOTEIVEL O KATAOKEVAGTNG,.

Yyqna 3.12 (IInynq: 3d Fabrik): Epyaigio aoxnong micong vikov[26].

Edv kapio and T1g mapandave ADGELS 0V £xel amoTéELECA, TOTE O XPNOTNG Do Tpémet val
wpoundevtel Eva epyareio 1o 0moio OU®G OeV TEPIEYXETAL GTOV EEOTMGLLO TOL EKTLTTOTY).
To epyaieio awto Bpioketar EDKOAN 6TO S1001KTLO Kt EXEL YOUNAO KOGTOG. Ta Prjparta
™G TEXVIKNG avTNG eivar apywkd 1o pe tic mponyovueves. Ilpodta Oepuaiveton to
aKPOPVGLO Y10 VOL ADGEL TO DAKO Kot EmELTaL 0 ypNotns Ba mpémet va. fddet T pdtn Tov
gpyorelo oV KEQOAN TOL €€MONTN £TOL MOTE e KUKMKEG KIVIOELS VO APOLPECEL TO
epaypévo vako. H kivnon avt emavorappdvetar péypig 0tov va éxet aporpedet
oAOKAN PN N TosoTNTA VAIKOV. H Abon avti mpoteivetan oe oyéom e Tig dAleg d10TL
etval o €OKOAN KOl O ATOTEAECUATIKY|, LLE TNV VTOCUEI®ON OU®G OTL O XPNOTNG
npénel va, yvopilel tn SpeTpo g tpimag tov e€mbnti. Avtd cvpfaivel yio tov Adyo
Ot 10 epyodeio Oa mpémet va gival PEPIKA YIMOOTA LKPOTEPO £TGL MGTE VAL YOPHEL VOl
UTEL Y10 VO APOLPECEL TO VAIKO.

Mo mopddrypa oe akpoevoto dapétpov 0.5 mm, to gpyareio Ba mpémet va xel poT
nepinov 0.4 mm [27].
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Yypa 3.13 (IInyf: amazon): To gpyalreio kaBapiopov Tov e£mONTI) Kar 0 TPOHTOG Yp1oNG Tov[28].
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Ke@aiawo 4

4.1.1 To mpoypappa SOLIDWORKS

H extommon/onpiovpyio evog avtikeyévon dev umopetl va tpaypoatomombet yopig va
&xel mponynbet n oyediaon tov. Tn dvvardTTa GYEdiOIONG O XPNOTNG TNV OTOKTA
&xovtag va emrécetl avapeoa o€ opiopéva tpoypappota CAD. ‘Eva amd avtd, To onoio
YPNoWomomoOnke Kot Yy TN oxedloon TV OVTIKEWEVOV TNG OCLYKEKPLULEVNG
dumhopotikng, eivar 1o SOLIDWORKS. To mpdypappa avtd, divoviag 6tov ¥pnotn
amEPLOPIOTEG OLVATOTNTEG CYEdiOONG YpNoLoTotEitonl Kot o€ Prounyavikd emninedo,
YEYOVOG TOV TO KAVEL VO KATOLTEDY GLVOPOUT| Y10 T YPTCYLOTTOINGT TOV.

Aol 0 ¥pNoTNG £YKATACTNOEL TO TPOYPOLUO KOl TO €KKVIOEL, Bo gupaviotel 10
mapaBovpo tov Zynuatoc 4.1 6mov Ba emAéEel v emdoyn “Part” ya va Eexvnoet va
oyxedael amd v opyn.

S SOLDWORKE e tam ew mser Taon N A -

A=K B
e Sketch
x

msE e

Zynua 4.1 (Inyn: otrypdtumo 0006vng Tov cuyypagia): Apxikn 000vn 6to
SOLIDWORKS[16].

2 ovvéxeln o ypnotng Bo petapepBel oto mepPariov oyedioong Omov apyKd
emAéyel og o Oy Ba Eekvnoet T oyediaon tov kot énsrta péca omd to epyoreio
OV TOL TaPEXOVTAL £XEL TN dvvOTOTNTA VO GYedldoel otwdnmote. Ta epyoieio Kot ot
duvatdmTeS ivar oo TOAAG Tov fvar advvatov va avaivBovv yportog. o v
EKLAON G TOL TPOYPAULOTOS AdUPAvOLY Ydpa d1dpopa cepvapla Kabmg VITaPYovLV
Kot ToAAG video-tutorials oto dwadiktvo.
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Tynpe 4.3 (IIny1): otiyptdtumo 000vng tov cuyypa@éa): Tehké npoidv petd and cyedioon
o610 SOLIDWORKSJ[16].
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4.2.1 To mpoypappa Flashprint

To npoypappa tepdyong (slicing) Flashprint eivon and v etarpia Flashforge, n idw
etapio oOnAadn mov katackevalel kot tov Creator 3. o tov Adyo avtd mpoteivetal
GTOVG YPNOTES TOV GLYKEKPLUEVOD EKTLAIMTY] VO YPTGYLOTOLOVY ALTO TO TPOYPOLLLLAL.
A@ov 0 ypiotng oyedldoel To HOVTELD TOL Kot To peTotpéyel o€ apyeio STL, to
uetapépet oto Flashprint yuo vo to mpoetoyidost yio ektommon. Iépa and v tepdyion
OUMG TOV HOVTEAOV, HEGM TOV GLYKEKPUYLEVOL TPOYPAULOTOS UTOPOVV Vo puOcTtodv
KOl Ol TAPAUETPOL TOL EKTLAWTY. [0 Topaderypo pumopel va aAraEeL 1 Beppokpacio
oV €O, N Beppokpacio TG PASNC EKTOHTOONG, TO VAIKO EKTOIMONG, 1 TAXVTNTA
K.o.. Metd to T€A0¢ ™G pOOIoN G TOV TOpAUETPOV, TO TPOYPOUULA TEUYILEL TO LOVTELO,
onuovpyetl tov G-Kddtka antouato Kol ToV «QOPTOVED GTOV EKTLTMOTN, £POCOV
TPAOTO £YEL YiveLl | 6OVOEDN.

4.2.2 TlposTolpacia povTtéAov KAl EKTUTTWOT)

‘Exovtac exkivioet o ypriotng to Flashprint,ue tyv yvoot) dadikacio oand 1o pevov
evtorov emihéyetl File > Load file kot avoiyet o STL apyeio oto omoio avikel o
HOVTEAO TOL. XT1 cLVEYELD O ELPAVIOTEL TO LOVTEAD GTO TTPOYPOLLLO OTTWC PaAivETOL
oto oynua 4.4 ka1 0o Tpémet vo emdéEel v emhoyn Start Slicing oto Tave uépog g
006vng.

©

0

@
@
Y
8
&

Tympa 4.4 (IIny1): otrypdtumo 000vng Tov ovyypa@éa): Mepiparrov Tov Flashprint mpw my
TEPdyon Tov povrélov[16].

To mapdBvpo mov gppavileror otn cvvéyewn (Zynua 4.5) mepiéyel Oleg TG pubuicels
oV PUTopel va aALAEEL 0 XPNOTNG OVALOYOL LLE TIC OVAYKEG TNG KAOE EKTOTOONG.
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eiler:-: 0.4 - Normal Mode
yfquo 4.5 (IInyn: otrypotumo 000vng Tov ovyypa@éa): To mopadvpo puOpiceov
ekTHTOong[16].

IMa tov Adyo 611 o1 puBuicelg eivan ToALEC, Ba avapepBovv ot o Pacikég Kot ovTEG
OV YPNCUOTOMONKOV TEPIGTOTEPO GTIG EKTVTTMCELS.

Apykd o ypnotg £xel T dSvvatodHTNTA Vo EMALEEL TO DAIKO eKTOTOONG. AQOD yivel M
ocmotn emAoyn, 10te Oa mpémel vo emié€el mowov omd tovg dvo extruders Oélet
YPNOLOTOUCEL KO PLGIK( TN OLGUETPO EKTVTMOONS AVAAOYQ LLE TO VAIKO.

21 ovvEKEL, £xovTag pLOIcEL TNV TOOTNTA EKTVTTMONG AVAAOYd UE TIG avdykec, Oa
npénel va. puOotel n Beppokpacio Tov €N ko ¢ mhatedpuoac. [nyaivovrog
OTIG TOPAKAT® KopTEAEG puOicemy o yprot¢ umopel va aAAdEel moAAG akdpa. T
napdderyuo  pmopei vo mpocbicel ommpiypota  (SUpports) oto poviélo, vo
ypnoonomost 1 Oy oyedia (raft) yuo v extdomwon 1 akduo kot va pvOuicet 1o
TOGOGTO YEUGHOTOG TOV LOVTEAOV.

Ortav olokAnpmBovv ot dadikacieg avtéc, emiéyetan n emAoyn Slice kat speoviCeton
TG To Tapdbupo Tov Zynuoatog 4.4, divovtag opmg Tig emthoyég Slice Preview, Save
To Local ka1 Send To Printer. EmAéyovtag o ypriotng to Slice Preview pmopei va det
TEPLOGOTEPEG TANPOPOPIES Y10 TNV EKTHTOON OTWS TO VAIKO oL amoteital, 10 Pépog
TOV HOVTEAOV, O YPOVOG EKTUTTMONG, KaBMG Kot Eva-£va Ta Prpata ektdmmong. TEAog,
Yo, vo, oToAEl TO HOVTEAO Yoo EKTOTT®ON, emAéyel Tnv emhoyr Send To Printer kot
€POGOV £xel GUVOEDEL 0 VTOAOYIGTNG LE TOV EKTVIIMTY, EEKIVAEL 1] EKTOTTMOOT).
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Tympa 4.6 (IIny1): otrypudtumo 000vng tov ouyypa@éa): To Slice Preview pe Tic minpogopisg
ekTHTOong[16].

4.3.1 TomwoO£Tnomn povtéAov

1o 0e&i uépog g apykng 006vng tov Flashprint vdpyel pia Alota pe gpyodeio mov
BonBovv oV TtomoBEéTNON TOL HOVTEAOL Kot Oyl UOvo. Apyikd vrdpyel n emAoyn
LETOKIVNONG KOl TEPLOTPOPNG TOL HOVTEAOL 6Tovg GEovec X-Y-Z. 'Emerta dtveton n
dvvatdTNTO GTOV ¥PNOTH Vo LeYEBUVEL N} va LkpOVEL TO LOVTELD. ATIOPOITITO GE AVTEG
T1G EMAOYEC €lval 0 ¥poTNG Vo UV Pyaivel amd ta Oplor Tov EKTLTMTY. Xe avTd Pondaet
Kol 10 1010 T0 TPOYpappa pe pa Evoesn ERROR onwg gaiveton oto Zynua 4.7.
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yfquo 4.7 (IInyn: oTrypotumo 000vng Tov ouyypa@éa): Movtého ektdg opiov ektoneTi[16].

4.3.2 Xpnon pondnuatwv (supports)

Mia akoun moAd onUavVTIKY 1810TNTa TOV TPOcEEPEL T Tpdypouua Flashprint eivou n
wpocOnkn Ponnudrwv supports. Ta supports eivar fondntikd otnpiypato to owoio
BonBovv povtéda pe TOADTAOKEG OOWUES VO EKTULTTMOOVV GMOTA YWPig TOV QOO
mpofAnuatov ttdong. Ta supports propovv vo torobetnbovv gite avtouaTO OO TO
TPOYpapLO o€ onuEio oL LVITAPYEL LEYOAN KAlon (>45 polpdv) 1 amdoTaon and To
EMIMEDO AVAPOPAS, EITE ATO TOV YPNOTN YEPOKIVNTAL.

Tympa 4.8 (IIny1): otrypdtumo 000vng Tov ovyypa@éa): Movtélo pue 18101tepoTNTES 6TO
oyfura. Xpion supports (d&ia) ko amoveia sUpports (apiotepa)[16].
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Ke@alawo 5

5.1 lepapatikn Sladikaoio

Kotd v vAomoinon g SIMAOUATIKAG OLTHG EPYACTIOG TPOYULATOTOMONKOV d1U(pOPES
TEPOUOTIKES EKTUTTMOELG e OKOTO TNV QIIOKTI O YVAOCEDV GYETIKA LE TOV EKTLUTTOTN
Kot T SdKacio EKTVTOONG. APoD OLOKANPOONKE TO GLYKEKPIUEVO GTAS10, GEPQ
POV Ol EKTLVITAOCELS HOVIEA®V TO OTOio UTOPOVV Vo, €lval AEITOVPYIKE Kot Vo
«yevVNooLVv» VEEG 10€eG. OAEG 01 EKTUTTMGELS £YIVOV GTO EPYUCTIPLO NAEKTPOVIKTG TOL
AITTAE pe ™ ypnon tov Flashforge Creator 3. To vwAkd ekTOm®OONG 7OV
ypnoworomdnke frav to ABS ce pmle ypopa. ZOUEOVO e TO YOPAKTNPIOTIKE TOV
VAMKOV 0VTOL OAAG Kol [E TO Tl TPOTEIVEL O KOTOOKEVOOTNG, Ol Beprokpacieg Tov
extruder xopaivovtav amd 220°C émg 240°C. H Ogppoxpacio avth petd amd didpopa
nepdpata otabepomombnke ot péon, dMiadn otovg 230°C étol mote va emitevyHovv
kaAvTepa amoteléopata. H mhatpoppa ektommong nrov gite otovg 100°C gite otovg
110°C, avdAioya L TIG ATOUTAOEL TOV LOVTEAOL.

Tympa 5.1 (IIny1): ewtoypa@ia and tov cvyypa@ia): H npdty nepopotiky ektdnoon.
Typical Flexure aepropiopévng Aertovpyikotnros Aoym avénuévov nayovg Tov papddcemv [29].

5.2.1 Mnxavika Meta-vAtkd (Mechanical
Metamaterials)

Me tov 6po «UETA-LAIKAY, 1) OTMG ival To Yvootd ot Propnyovio «metamaterialsy,
EVVOOVLLE TEXVNTA KATAGKEVAGUEVE VAIKA TTOV £X0VV GYEOAGTEL Y10 VAL £XOVV 1010TNTES
OV GTAVIO TOPATPOovVTAL 6T PUGN. Ta LAKE 0T AmoKTOVV TIG 110TNTEG TOVG ATd
TNV €0MTEPIKN TOLG UIKPOdOUN Kot Oyt amd tn ovvbeon tovg. Ta metamaterials
KATOOKELALOVTOL OO GLYKPOTNUATO TOAAUTADV GTOLEIOMV KOTAGKELAGUEVE OO
ovvleta VAKE Ommg HETOAAD Kol TANGCTIKE, v eivar cuvnbmg dlatetaypéva oe
emavorappavopeva potifa [30]. T tov Adyo OTL €va TETO0 OVTIKEIUEVO €givol
TPOKTIKA adOvaTo vo ektummBel and tov Creator 3, amopovddnke £va KOpUdTL TOV
(k0TTOPO) Ko ekTLIMONKE GE peyéBuvon g tdEewg Tov 900%.
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Iyfque 5.2 (IIqyn: mdpi): Metamaterials diapopetukiig dopng [31].

5.2.2 leipapa pe AetTopépeELa

310 gpYAOTNPL0, OTOC AVOPEPONKE TOPUTAV®, GYEdIAoTNKE OAOKAN PO TO Metamaterial
OUMC €MEWN 1M eKTOI®OTN TOv O MTOV YPOVIKA KOl CYNUOTIKG OTOyOPELTIKY,
AmTOLOVOONKE £VOL KOUUATL TPOKEYWEVOL VO TAPOVGLOCTEL.

268 6 <

S Mo e

e Grestor 304 Nomatiada
Tympa 5.3 (IIny1): otrypdtumo 006vng Tov ovyypa@éa): To povrédo tov metamaterial oto
apéypappe tepdypong Flasprint [16].

Kotd v extdnwon tov avtikellévon autod epueavicTnKoy diieopa TPofAiaTe To
omoia améTpemay TNV OAOKANp®SN tG. Apykd Empene va Bpebel To kKaTtdAAno péyebog
TOV OVTIKEWEVOL €Tol OOTE vo. pnv givol mopo oAy pikpd, Ommg eivor oty
TPOYUATIKOTNTO, O10TL OV Bal glxe TNV OLVATOTNTO O EKTLIIMTNG VAL TOL ODGEL LOPON,
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OAAG Vo unv etvon ko Tapo ToAD peyddo S10Tt Oa vnpye HeydAn damdvn LAIKOD Kot
xpOVoL. e 3e0TEPO OTAS0, €EAIPETIKA OCNUAVTIKA NTAV 1 ¥pHon Ttov Bondnudtov
(supports) d10tL ywpig avtd o1 gvdldpecol GEOVEG TOL GYESIOV KOTEPPERV Ko
OTOLOTOVGE 1) EKTOTMOT], EVA GTO 1010 UNKOG KOUOTOG NTOV KOl 1) TOToBETNOT GOvidag
(raft) otn Paomn. Xwpic m cavida TopotnprOnke 1t To SUPPOrtS dev 6TEKOVTOVGAV OTN|
Baomn ekTOTMOONG UE AMOTEAEG LA VO, XOVOTOV 1) GUVOYN TOL GYNMUOTOC.

& Flashori
il

Tympa 5.4 (IIny1): otrypdtumo 000vng tov ovyypa@éa): H tehkn popon tov metamaterial
pe To supports ko to raft apw Ty ektdnmon [16].

O1 pvBpuicelg kot ot TapopeTpomomoelg mov ywvav oto Flashprint eivoan ol e€nc:

®eppokpacia extruder: 230°C

Oeppoxpacio fdong exktommong: 120°C

Tvmog support: Linear

Iapovoia Raft

Fill density: 100% (1060610 YEUIGIOTOG TOV OVTIKEWWEVOD GTO E0MTEPIKO TOV)

O1 howtég puBuicelc tov eKTLTIOTY OTMG TOYVTNTO EKTHTOONG, TOLOTNTO EKTVTMGNG
K.o. mapépevay otig default emroyéc.
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Tympa 5.5 (IIny1): ewtoypa@ia and tov cvyypa@éa): To skroropévo avrikeipevo [29].

5.3 PovAsuayv

To poviepdv elvarl £va punyovikod e£apTnuo Tov VTOoTNPILEL KOl HEWOVEL TV TPPN
HETOED KIVOOUEV®V LEPMV. XPNCLOTOLEITAL GUVIOMG GE TOAAEG UNYOVIKEG EQAPLOYEG,
OTMG TOKIVITA, OEPOTAAVA KO BLOUNYOVIKE UnyaviLOTO. AETOVPYEL EMTPETOVTOG
o€ OVO EMPAVEIEG Vo, KvovvTon 1 pio OimAa. otnv GAAN pe eAdylotn avtiotoon.
Ovolaotikd, €va poviepdv eivor g Aelo emedaveln mov yopiler dvo uépm,
EMTPEMOVTAG TOVS VO TEPIGTPEPOVTAL 1) VO KivovvTar eAevBepa pe pkpn 1 Kaborlov
Tp1. Ydpyovv morroi d10.popeTikol TOTOL pOLAEUAV, OAAL T o cuvnOGuéva ivat
TO. POVAEUAV GOAPOV KOl TO POVAEUAV KULAVOpwv. Ta povAepudy ocoQopoOv
amoteAOVVTOL amd HKPES YaAOPoveg cpaipeg TomoBetnuéveg peta&d dvo dakTvAinv
amd yxaAvPa. Ta povAepdv KvAivopwv, omd TNV AEAAN TAELPA, YPNOLLOTOLOVV
KLAIvOpovg avti yo pmddeg (opaipeg) [32].

270 €pYUCSTHPO TPOTUNONKE 1 KATAOKELY] VOGS POVAEUAY GOAP®V. AQOL £yve 1
oxedioom oto SOLIDWORKS pe t1g 600616 d100TAOES 68 OUKTVAIOVG KOl E0OTEPIKO
OVAAKL, £yve ayopd GOOPAOV doUETPOL 4mm.
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Ziﬁu}i 5.6 (IIny"): otiypdTtumo 000vng Tov cvyypagia): H oyedioon Tov pov;»;:u(iv p—
SOLIDWORKS [16].

H extdnowon tov aviikeipévov mpaypatoromOnke opketd 0koAo GTO £PYACTNPLO
KaBmG dev VILAPYOVY TOAAEG AEMTOUEPEIEG KOL OMOUTHOELS GTO GYNUO £TCL DOTE VO
dvokoAevtel 0 exktumOTG. O pvBuicelg OBeppoxpaciog MrTov 101EC HE OVTEC TOV
metamaterial evé amovoialav Raft kot Supports. Metd 1o TéA0og NG EKTOTMOONG
tomofeTnOnKav o1 ceaipeg 010 e0wTEPIKO TV d0KTLVAI®Y. H Agtrtovpywdtnra Tov
POVAEUAV MTOV OPKETO 1KOVOTOUTIKY], MOTOGO Y0, VO AETOVPYEL owOTh €lval
amopaiTNT M TOPOLGIN MITOVTIKOD 1] «AETTOV» ANSLOD GTIC GPOIPES.

FLASHFORGE"
3D PRINTER
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yfque 5.7 (Inyn: @wtoypa@ia amod tov cuyypa@éa): To eKTum@péivo povAEnay petd Ty
TomofiTnon TOV cpurpdv [29].

5.4 ApOpwon TtuTov Flexure

210 TAOIG10 TNG £PELVAG YO TIG UIKPOSOUES OV Bl avaAvBOVY TN SIMAGUOTIKY VTN
epyaocio, eopetikd peydro evolapépov mpokdrecav ta flexures. Ta flexures £yovv
ypnoworombel g Lotwkd pnyovikd eSoptnuoto o€ €EOMAMOUO  akpifeiog Kot
LIKPOUNYAVIGHOVG Y1 TNV KaBodynon g kiviiong LeTa&d TV UNYOVIKOV COUATMV.
AmoTteAOVVTOL OO [0 GEIPE GTEVDV, CLVEXDV COUATOV TOV KOAUTTOVIOL EANGTIKA
O6tav ookeitor dvvoun. Ta flexures ypnowomoodvion oe pIKpoxkAitoka Yo va
OVTIKOTOGTHOOVY TUTIKEG UNYOVIKES 0pOpMOOES TOALOTAGY TUNUATOV TOL Elval
dvoKoro va mopayfovv og TOAD pikp| KAlpaka kot gival emppensic og tpPn, pOopd
Ko avakpiPeleg Tov TpokaAovvTal omd opdipata cuvapporoynong [33].

»>aba
Paba

Yo 5.8 (l'lmm: researchgate): Ilopodciypota ﬁmq)opmv adav Flexures [34].

[Maipvovtag 10éeg oo TV £pguva 6To d1adiktvo yio to flexures, oyedidotnke £va této10
oe oynua «X». H extdnwon tov Ntav apketd amortntikny Kot YpedoTnKe, TEPOV TmV
supports kat tov Raft, ka1 0 606TOC TPOGAVATOMGHOG TOV LOVTELOV OGOV APOPA TNV
TomofETNON TOL KOTA TNV EKTLTOON.
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Tympa 5.9 (IInyt): otrypdtumo 006vng tov ovyypagéa): To flexure torodstnuévo swetd 6to
Flashprint [16].

Ol 0¥1UTEPOTNTEG TOV GLYKEKPIUEVOL HOVTEAOL €ivol opKeTEG Yoo avTd Ko ypniet
TPOGOYNG. Apykd, ol AEOVEG TOL EVOVOLV TO. dVO TUNHOTE de&ld KOl OPIoTEPE TOV
HOVTEAOL givar TOAD AemTol pe O1000)IKA KEVE KOTA UNKOG Y10 VO EMLTPETOLY TNV
evkapyio tov. 'Emetta, oto ovo kOplo pEPN TOL OVTIKEWEVOL VTAPYOLV UIKPA
omePpOUATO Yo TV vrodoyn Powv. Eivoar ainbeia 6t1 To0 omepdpato oavtd dev
EKTUTOON KAV [e LeYAAN akpifela S10TL 1 AETTOUEPELN TOVG Elval TETOLN TTOV OEV UTOpEl
va, Tpaypatorom el amd Tov eKTLTOTY, EW0IKA o8 pKkpd uéyefog. L1 yeVIKY €KOVa,
®GTOCO, TO LOVTEAOD Eival AEITOVPYIKO Kol EDKAUTTO.
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Tympa 5.10 (IInyn: ewtoypa@ia and tov cvyypa@ia): To X-Flexure skromopévo [29].
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5.5 OL LBLALTEPOTITEG TWV EKTUTTWOGEWV

Ot extvnwoelg mov mpaypotomowHvtar pe tov Creator 3 €yovv opiopéveg
1O101TEPOTNTEG GYETIKA LLE TO TEAIKO TPOTov. [apakdtm Oa yiveln avagopd avtdv aAid
KOl O TPOTOG LE TOV 0moio avTieT®milovTon Kot EemepViovvTaL.

5.5.1 H peta-eneiepyaoia

Edv xamo1o¢ kortdEel TpooeEKTIKA TOL TOPATAVE GYNUOTO LE TO EKTUTOUEVO LOVTELQ,
00 TOPATNPNOEL TWS VTLAPYOVY KATOEG KOKOTEYVIEC GTNV EKTOTWOT LLE TO OVTIKEILEVO
vo punv eivon Aeglo o pe opoAn emedveln. To yeyovog avtd ovuPaiver 010t 0
EKTUIOTNG TOL €PYACTNPIOL EVM &Xel OPKETA HEYAAES OvVOTOTNTES EKTOHTOONG,
dVoKOAEDETOL VO VAOTOGEL LKPEG Aemttopepeieg ota oyfuata. Ot AeTTOUEPELES AVTES
umopel va elvarl Aentopépeleg otn oYediooT, AETTOUEPELEG LLE T SUPPOILS 1] oo Kot
OVOUOALEG LE TNV TAXOTNTO EKTOTMOOTG.

H Abon oto @avopevo avtd sivon omdn kKo ovopdletan peta-eneEepyasio. H peta-
enefepyacio etvan pia dadkacio Katd Ty omoia o0 xpNotng maipvel 1o TeMKd Tpoidv
kol to enelepydletal pe T€TO0 TPOMO MOTE VO PEIMOEL N Ko vo e€0pavicel Tig
kaxoteyvieg tov. H emeEepyasio cuvnBmg yivetan pe kKdmoto yvaddyapto tpifoviag kot
Aewaivovtag to avtikeipevo. Mo axoun Avoen mov apopd to VAKS ektummong ABS
gtvar n gpnon oxAnpov acetdv. To ABS eivar mold vdAwto 6to VYPO AVTo, divovTog
TN OVVATOTNTO. GTOV ¥PNOTN HECH OGS UTATOVETOC 1 GAAOL €pYOAEion vo AELdvEL
KOO0 EMUPAVELD TOV LOVTEAOV.

5.5.2 H onuaocia ¢ 0sppokpaciog

Kotd v mpaypatomoinorn eKTum®oe®y, Kot €0KOTEPO OVTNG TOV POVAEUAV TTOV
omoutel peydn oxpifelo otig dwotdoelg, mapatnpndnke mwg aArldloviag ™
Oepuoxpacio g TAATPOpHOS, AAAALOVY Kol 01 S10GTAGELS TOV HOVTEAOL. Ot aAlayEC
avTéG etvarl TOAD iKkpEC Kot dvokola @aivovion pe youvo patt. o tov Adyo awtd
OYEOIOTNKE €VOG  OOKIHOOTIKOG OTOVPOS KOl EKTUTOONKE G€  JLOPOPETIKEG
Oepuoxpacieg pe okomd v €AYy COUTEPACUATOV.

Ot dnotdoelg Tov oTawPov 6T oYediaon givor ot €ENG:

[TAdtog: 2¢eK.

Yvyoc: lek.

"Yyog kévtpov: 2¢ek.

[Mopakdto @aivovior 6Ta oyNUaTe ot dSpopEs Kabe EKTOTMOONG.
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Yympa 5.11 (IInyn: pwtoypa@ia and tov cuyypa@ia): 1" skrinwen pe Ogppokpacio
extruder 230°C kot Ogppoxpacio mhateoppog 90°C [29].
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Tympa 5.12 (IInyn: pwtoypa@ia and Tov cuyypa@ia): 2" ekrinwon pe Ocppokpacio
extruder 230°C kot Ogppoxkpacio mhatéppog 100°C [29].
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Yympa 5.13 (Inyn: pwtoypa@ia and tov cuyypagia): 3" ekrinwen pe Ogppokpacio
extruder 230°C kot Ogppoxpacio mhateoppog 110°C [29].

@aiveton Aowmdv mwg aAralovioag TN Oeppokpacio TG TAATEOPUOG EKTLTMOONG
aAAGCovV Kot 01 016TAGELS TOV KO avTikelévov. ['a to eavopevo avtd dev vTapyel
OLYKEKPIULEVN Ao KOOMG eV LITAPYEL KATO0 «HOTIPo» oAAOYNG doTACEDY E£TOL
®oTe va TPOoPAEYOLLE TO AmOTEAESHA. B0 TPETEL AOUTOV 0 YPNOTNG VO KAVEL OPIGUEVOL

nepapota dkpifoong (evbuypdupiong) pe okomd vo katoaAnéel oy emBount
EKTUTMO).
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Ke@aiawo 6

6.1 SUUTIEPACUATA KAL TTPOTACELG

Yav texvoroyia kot HEB0S0G TOPAYMYNS 1 TPIGOACTOTN EKTUIMGON dEXETOL OAOEVA KO
nePLocOTEPEG PEATIOOELS KADIGTOVTOC TNV EAUPETIKA GNUOVTIKY OTn Propnyavio Kot
oyt uovo.

Katéd v viomoinon ¢ dumhouatikng avtig epyaciag, n ypnon tov Flashforge
Creator 3 yw 1o mEPAUOTO NTOV EEQUPETIKA EVOOPEPOVCH LLE TOV EKTLIMTH VO
OVTOTOKPIVETOL GTO UEYOAVTEPO HEPOG TOV EKTLIMGEMVY. TToAAL povtéda MtV TOAD
OTTOLTNTIKO PEPVOVTOAG TOV EKTVTTMTN GTO OPLd TOL LE OKOTO Vo, BYOVV GUUTEPAGLOTOL
®¢ mpog Tov do tov Creator 3 oAl kol YEVIKA Yo TOVG KOVOVEG EKTOIWOMNC.
Youmepdopato to. omoio avaAvovioy Kot Aapdvovtay v’ Oyty Kot TG EMOUEVES
EKTLIMOELS.

O exTLIOTNG TOL EPYASTNPIOL UETE OO TNV ATOPOLTNT CLVINPNOT TOL OTALTEITOL,
UTopel Kot TPEMEL VO EKUETAAEVTEL 0TO HEAAOV Kol pe GAlec ypnoels. Kamoteg amd
VTEG TOPOOETOVTOL TOPOKAT:

e  Xpnon PLA ®g extum®otpo vAkd kabmg eitvor E0KOAOTEPO GTNV EKTHTMOGT Kol
dtvel d1apopeTikég duvatdtnteg 6€ oyéon pe to ABS.

e Xpnowonoinon TPU/TPE w¢ ektundotpo vAko aélomoimvtag v veMEio Tov
o€ JLAPOPEG EPUPUOYECS.

e Tavtoypovn xpnomn tv dvo extruders yio VAomoinom ToATAOK®Y GYNUATOV
LE OPOPETIKA VAIKEG Ko Oeplokpocies ekatépmbey.
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