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Abstract

The subject addressed in this thesis is 3D printing. The first chapters provide an
analysis of the concept, including its definition and the printing process. Subsequently,
the methodology of the work is presented, along with an introduction to 3D printing
technologies, printing materials, and a detailed overview of the printing process and
methods. The characteristics, properties, and tools of the Creator 3 printer are then
examined, while at the same time instructions for its use are also mentioned.
Additionally, the software employed during the project is analyzed, and the
experimental process, including the printed models and the purpose of their creation, is
thoroughly described. Finally, potential future applications of the printer are proposed,

as well as the conclusions that emerged from the implementation of this thesis.



[epitnyn

To 0épa 10 0mOil0 TPAYUATEVETAL 1] GLYKEKPIUEVT] OUMAMUOTIKY €pyocio eivar M
TPIGOLAGTOTH EKTOTMOT|. XTO TPATA KEPAANL, YivETAL avAAvoT NG £vvolag dnAadn o
OpIOUOg TG KOOMG Kol 1 OladtKaGior TNG. ZINV GLVEXEW, OVUPEPETOL O TPOTOG
EKTOVNONG TNG EPYOCIOG KOt Lo Eloaywyn oTig Texvoloyiec tov 3D Printing, ota
DMKG EKTUTTOONG KOl YEVIKOTEPO 0L OVAALOT 0TN OOIKAGIO, Kol GTOVS TPOTOLG
extonwong. 'Enetta, eetaloviol ta xopaKTnpioTiKd, ol I010TNTES KO To EPYAAEin TOV
Creator 3, ev®d TapdAAnAn ovaeEPOvToL Kot 0dnyieg yprong tov. AkOu, ovaivovtot
TOL TPOYPALLLOTO TTOV PNGLOTOONKOV KOTE TNV SIAPKELN TG SUTAMUATIKNG KO OAN
1 TEPOUATIKT SLOKOGIO [UE TOL EKTVTOUEVO LOVTEAD KOL TOV AOYO KATOAGKELTG TOVG.
Téhog mpoteivovTol OPIGUEVEG 10EEC Y10l TNV LEALOVTIKT] YPT|OT| TOV EKTUTMTY CALG Ko
TO. GUUTEPACUATO TTOV TPOEKLYOV HESO OO TNV VAOTOINOT TNG SUTAMUATIKNG OVTNG

epyaciog.



Evyaprotiec

['o v TepdTmon avtig TG EpYACiag 0QeiAm Vo ELYOPICTNC® TOV KON YNTH LoV
Kvpro Kinpoylov Miyomk ywoo v eumiotochvy Tov KoOMG Kol Yoo TV CWOTN
kaBodynon tov oAAd kol TIc ypnopes cvpuPoviég mov pov vrédeiEe. Emiong éva
HEYAAO ELYOPIOTM GTNV OIKOYEVELN LOL Y10 OGO OV £XOVV TPOGPEPEL AALG Kol YioL TNV

oTHPIEN TOVG GE OAN TNV SLAPKELN TNG SUTAMUATIKNG QVTNG EPYOCTOC.



Ene&nynon Axpovopwv

Axpovopo Ayyikn Oporoyia

3D Three-Dimensional

AM Additive Manufacturing

CAD Computer Aided Design

CAM Computer Aided Manufacturing
FDM Fused Deposition Modeling
FFF Fused Filament Fabrication
SLA Stereolithography apparatus
DED Direct energy deposition

LOM Laminated object manufacturing
SLS Selective Laser Sintering

EBM Electron Beam Melting

SLM Selective Laser Melting

TPP Two-photon polymerization
DLP Digital Light Processing

DIW Direct Ink Writing

BJ3DP Binder Jet 3D Printing
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Kepdaiaro 1

1.1 Xxomdg Kt GUVEIGPOPE TNG SITAMUATIKNG EPYACTOGC

Me v amd@aoct pov va acyoAnd® LE TO GUYKEKPLUEVO avVTIKEIEVO ¢ BEpa TNG
OUWTAMUOTIKNG MOV €pYaciag, E€MOIDKETOL 1 KATOvOnon g owdikaciog g 3D
EKTOTMOONG, TOV VAIK®OV OV YPNCUYOTOo0VTOL Kabdg Kot TS cLUPoAng g otnv

TOPAYOYT, OTOV GYEOOGHO OAAG Kot TNV TOKIAL) ADGEWV GE dLAPOPOLG TOUEIS TNG

Brounyaviog.

2KomOG TG epyaciag etvat 1 ¥pon TS CLYKEKPLUEVNG TEXVOLOYING OAAGL KO TIG
dvaTOHTNTEG TOV TPOGPEPEL PEGA OO O1APOPES TEYVIKES KOOMG Kt 1 avAAVoT| TV

TAEOVEKTNUATOV KO TEPLOPLGLMY OV TAPOVGLALEL.

1.2 MeBodoroyia,

H ovykexpévn omiopotikn omotedeitor and 2 pépn. Tnv €pgvva Ko ta
nepdpata. Apyikd Tpoypatonoteital ) PpAoypaeikn emcokdémnon pésa omd TV omoia
avaAHoVTOL Ol BOCIKES OPYES TNG TPICOLAGTATNG EKTOTMOTG AAAG KOl O1 TEYVIKES Kol TOL
VAKG OV YPNOUOTOOVVTOL. TNV GUVEXELD, TAPOLCLALETAL 1] TEPAUATIKT HEAETN
KT TV 0ol TPOYLOTOTOOVVTL 01 SOKLUEG EKTVTTMONG GTOV YDPO TOL EPYACTNPIOV
OTOL PEGA OO TOV GYESACUO KO TV KOTOGKELY] TOV LOVTEA®V 1 omoia yiveton péca
and e€edikevpuévo Aoylopko, dtvetal - dvvordt o Kotavonong e olodtkaciog.
Téhog, ta dedopéva oV TPOKHTTOLV OO TNV TEPAUATIKY OLOIKAGIN CLYKPIVOVTOL LLE
TIG TANPOPOpieg TG PLpAoypaiag TpoKeWEVOL Vo avTANB0UV AGQAAT] GUUTEPAGLOTO

oYETIKA pE TIS dvvatodtTeg ™G 3D ekTumOONC.

1.3 Aoun g SIMAMUOTIKNG EPYACTOG
H doun g smlopatikng epyaciog avaivetor wg eENg:

210 TPAOTO KEPAANLO OVOADOVTOL O OKOTOG Kot 1 peBodoAroyia mov akolovOOnie yio
va vAorom el  SMA®UATIKY gpyacio Kot 1 doun mov akoAovOnOnke. 1o devTEpO
KEPAAOLO OIVETOL O OPIOUOG TNG TPICOLAGTOTNG EKTUTMOONG KoL 1) apyES TNG KaOMS Kot
Ol TPOTOl LE TOLG OMOIOVE TPOYUATOTOLEITAL, TO VAIKA YPNOOTOinong Kol To

YOPOKTNPLOTIKA TOVG OALG KO 1) S1001KOGT0 EKTOTMOOTG EVOS OVTIKELLEVOU.



270 TPiTO KEQPAANLO OVOPEPOVTAL TO, YOUPAUKTNPIOTIKA TOV EKTVTMTY] TOV EPYUCTNPIOV
OAAG KOl QUAAO OEOOUEVMV TOL GYETIKA LE TNV XPNON Kol TNV GLVTHPNGCT TOV. XTIV
OUVEYEWL OTO TETOPTO KEPAANO TAPOLCIALOVIOL TO AOYIOCUIKO Kol TO EPYOAEin
oXEO10GLLOV TTOL XPNCHOTOMONKAY. XTO TEUTTO KEPAANLO YIVETOL 1 TOPOVGIOCT TV
OTOTEAECUATOV TOV TEPOUATOV VO TO €KTO KOl TEAELTOIO KEQPAAOLO TEPLEYEL TOL

CUUTEPACUOTO KO TIC LEAAOVTIKEC TPOTAGELS Y10 TEPALTEP® EPEVVOL.



Kepdaiaro 2
2.1.1 Opouog Tprodrdotatng Extinmong

H tpiodidota extdmwon (3D Printing) sivon yvoot) kot o¢ TpocHetn Katookevn
(Additive Manufacturing AM) n omoio €lvalr 1m TO oSOyypovn TEYVIKN TOL
YPNOLOTOIEITOL Yio TN dNUovPYie TEPITAOK®MV KOTACKEVOCUEVOV EEQPTNUATOV Yo
po wowkida epappoydv. I'evikdg, 1 (AM) katackevalet o tprodidotatn (3D) doun
TPOGOETOVTOS GLVEXDS TO LAIKO GTPOUO TPOS GTPOMO HE TNV Kaboodnynorn &vog
povtélov oyedioonc pe tn fondeia vmoroyiot (CAD Computer Aided Design). Téhoc,
o TPodoTAT)  EKTOMOON  ¥PNOOTOovvVToL  S1dgopol  TUTOL  VAIK®V,
CUUTEPIAAUPOVOUEVAOV TTOAVUEPDY, UETOAA®V, KEPOLK®V, YOOMOV, BLODAIKOV Kot

ouvBeTOV VAIKOV[ 1].

2.1.2 ITheovektuata kot Metovektipata g Tprodidotatng Extonwong

H ypnion mg tpiodibiototng extinwong Exel pépel emavdotoon ot Prounyavio
oAAG Ko o moAAoVUg GAAovg topeic. Tlopd to onuoviikd TG TAEOVEKTNUOTO
ToPOLCIAEl Kol OPIOUEVO HEIOVEKTHHOTA. XTOV Tapokdt®m mivaka Oo oavoivBovv

OPIGUEVA OO OVTA.

ITAEONEKTHMATA MEIONEKTHMATA
['pyopog ko eAeBepOC GYedACUOG [Tepropiopévo péyebog extdmmong
Owovopukd oQéan Avakpipeteg oyedioong
Meiwpévog xpovog mapadoong Opro 610 péyebog ¢ Katacokevng AOYo

tov peyéfovg Badldpov Tov EKTLTOTN

[TepBarrovtiKd opEin AvicOtpom 18010TNTA LAKOD
Anuovpyia EAPPLDV povtédwv | H taydtmra extdnwong peudvetot pe v
EKTUTTMOONG avénon ¢ oavéivong. T avtd ot

OUYXPOVEC  TEYVIKEG  TPLOOLAOTOTNG

EKTUTMOONG 0V €lvol KOTAAANAES Yin

poCikn mopoymyn

Mivakag 2.1: O@éAn Kon TPOKA|GELS TNG TPLodLdeTaTG eKTOTT®ONG [2], [3], [4], [5]-
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2.1.3 Tpomor Extonmong

Ot 1tpoémol exthmwong avaioyo He TOV TOMO TOL Pacikod VAIKOD OV
xpnopomoleitat propovv va ta&tvounfobv oe 3 d10KpLTtég Katnyopies:

1. Xrepedc Paong (solid-based)

2. Mg Bdon v okdvn (powder-based)

3. Mg Bdon 10 vypod (liquid-based)

H xd0¢ pio and avtég amotedeiton amd vrokatnyopieg kot givor n €Ng:

H solid-based vrodwopeiton oe:

e Movrtelonoinon Zvvinyuévng Evanofeong (FDM)

H powder-based vrodiapeitan oe:
e Xvoocopdtwon pe Aélep (SLS)
e  TnéEn Aéoung nAektpoviov (EBM)
o Emextikny TNEN pe Aéillep (SLM)

H liquid-based vrodwupeiton oe:
e Tlolvpepiopd dvo potoviov (2PP)
e Xvokevn ZtepeoMBoypapiog (SLA)
o  PYnowxn Enegepyacio @wtog (DLP)
o AmnevBeiog I'pagn Meiaviod (DIW)
e Extonwon Tpiodidotatng Extdnwong Binder Jet (BJ3DP)

<

'S
52

e Extinwon Inkjet 3D

°~0 3D Printing
Technology
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Tyfqpa 2.1: Ta&wvopnon g TpredtdetaTng ekTvmmong [6], [7].

Ot kVprot opmg pébodot g (AM) teyvoroyiag givor 1 eEmOnon vikov (FDM), n
ocuvinén vrootpopatog okovng (Powder bed fusion), n Inkjet printing and contour
crafting, 1 otepeoiBoypagia (SLA), n katevbouvouevn evepyetokn evardbeon (Direct

energy deposition) kot t€Aog Ta eAdopata oe eOAAa (LOM) [8].

2.2.1 EEmOnon vikod (FDM/FFF)

H pébodog mov ypnopomombnke yio vo ektum®wbovv tor HOVTEAX OVTNAG TNG
dumlopotikng elvar n e&mdnon vikov. Eivor pio pébodog mov ypnoipomotet €va
ouveyég BepLOTAACTIKO TOAVUEPEG VIO MG KVPLO DAIKO. ApyIKd, TO OKPOQVGLO TOV
extruder mpénel va Beppaviel cwotd ®ote T0 Mopévo vakd va dnbel mpog ta £E®
oV TAATEOpUO N TV omd To OTPpOMHOTO ToL £xovv NON ektvmmBel. H
0epLOTAAGTIKOTNTA TOL VALLOTOG TOV TOAVUEPOVS Eivart (o BacIKY 1O10TNTA Yol QDTN
™ 1éEB00, 1 0Tola EMTPENEL GTOL VILALTO, VO, EVAOVOVTOL LETAED TOVE KOTA TNV EKTOTMOOT)

KO GTN] GLVEXELD VO GTEPEOTOLOVVTOL GE OEPLOKPOAGIN dMUOTION PETA TNV EKTLTMOON

(81, [9].

) «— MATERIAL SPOOL

HEATER ELEMENT

OBJECT

S~ SUPPORT

MATERIAL

t

BUILD PLATFORM

Tyfqpa 2.2: Arsikovien e£E@Onong vikoo [10].
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2.2.2 ITkeovekthuata kol Metovektiuota g EEdOnong viukon
H teyvoroyia eEdOnong vikov (FDM) 6nwg etvar Aoyukd moapovstalel kdmola

TAEOVEKTNUATO OAAG KO LEIOVEKTALATO KATA TNV ¥PNon TNS. Avtd glvat:

ITAEONEKTHMATA MEIONEKTHMATA

Xounio kdéotog Asttovpyiog [Tepropiopd vakmv

YynmAn toyvtto Kot axpifeto AcBeveic pnyovikég 1010TNTES
EKTOTTOONG

DKo mpog Tov YpNoT AmokOAANGOT VAKOD amd TNV TAATEOpUOL
Amhdtta (€0KOAN GtV Yp1I0T) Oepukn vrofaduion wov odnyel otV

OTTMOAELL YPT|CLLOV O10THTOV TOV

TEMKOU HLOVTEAOV

Ko mowdtra enwpdvelag dwipopa oTpOUA-GTPOUA (YoUNAN
TO1TNTO KOl AVAALGT GTNV KOTAKOPLON

dtevbuvon.

Mivoxag 2.2: ZOvoyn TAeoveKTNRATOV KOl PEOVEKTNRATOV TG E®ON6ns viwkov (FDM) [6], [8].

2.2.3 YAKd extonmonc

Onwg kdOe d1001K0GT0 KATAGKELNG £TGL KOt 1] TPLOOIACTOTN EKTUTMON YpeldleTon
VAMKE DYNANG TOOTNTOG OV TANPOLV GTABEPES TPOSYPAPES Yo TNV KOTUGKELT
otafep®V cLOKELOV VYNANG mowotntag. Opmg, oavaioyo pe 1 pébodo kot to
YOPOKTNPIOTIKE TOL EKTLMTY 1] EKAGTOTE TEXVOAOYIM YPNOIUOTOLEL OPIGUEVAL VALK
exktonwong. 'Etol, n teyvoroyia tprodidotatng ektinwong gival oe Béon va mapdyst
TANPOG AETOVPYIKAE HEPT GE Eva VPV PAGO VAIK®OV, OTMG KEPUUIKA, LETOAAL KOl
TOAVUEPT] OALA KO GLVIVACUOVE TOVG GE LOPPT] GVVOETOV LAIKOV. Ztnv néBodo FDM
N omoia &ivar M péBodog mov ypnoyomomOnke yio va vAomombel 1 SUTA®UATIKN
epyacia ta vAKd eivar ta moAvpepn] cvpmeptiapfovopévov 1o ABS (Acrylonitrile
Butadiene Styrene), to PLA (Polylactic Acid), to PETG (Polyethylene terephthalate

glycol), 1o polyamide-nylon k.. moAAG vAa [11].
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Zypa 2.3: Yakd ektonoong (filaments) [12].

2.2.4 ABS

2tov 3D extuomoty TOL gpyactnpiov ypnowomodnke to ABS vAikd ko

ovykekpipéva o ypopa kitpwvo. To ABS tumdvetar oe Beppovopevo kpefdrtt

EKTOTOONG Le 101K KOAAX KpePatiod, kabamg eivar emppenés o€ otpéPrwon. Eivar éva

GUOPPO  TOAVUEPEG TPLOV  LOVOUEPDV TOV  OTOTEAEITON

amd  axpvAovitpilio,

Bovtaodiévio, otupévio Kot Eva adtapavég Bepuomiacticd pe Pdon to Addt. H ynuum

Kot Beppukn otabepdtnta TapéyeTarl amd T0 aKPLAOVITPIALO, EVA 1 GKANPOTNTO Kot 1

avtoyn TpooTtifevtal and to PovTadiévio.

TéNog, T0 oTVPEVIO divel 6TO TEAMKO TOAVUEPES Eva WPOio YLOMGTEPO QLVIPIGLLAL.

[T avtd Adyo tov Youniol onpeiov TENS TOL £xEL TOV EMTPEMETAL VAL YPNGLOTOLEITON

oTNV TPLOOACTOTY EKTUTMGN UE evKoAia [13].

[Mopakdto eaiveTot £vag TVOKAG Y10 TO GUYKEKPLLEVO VAIKO:

YAo | Oeppokpaocia | Oeppokpacia | Tayvmta | Feopetpwd | [locootd | [pocavatohopdg | Idyog
aKpoeLGiov | TAoTEOpUOG | ekTOTTOONG | HoTifo TApwoNg | ardbeong OTPOONG
(°O) (°O) (mm/s) (%) (Degrees) (mm)
ABS | 210 50 35 Tpioddotaro | 33 0°/90° kon +45° 0,14
Elayovikd 66 0,18
kot I'pappicd | 100

MMivokag 2.3: Hapdaperpor ektdnmong ABS vikoo [14].
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2.3.1 Avdpopa. IToAvuepn

Onwc tpoavapéptnke vdpyovy Kot Ao ToAvuepn ektdc Tov ABS. To mapakdtom
aVaQEPOVTOL AOY® TOV SLOUPOPETIKMV YOPUKTNPIOTIKOV Kol TNG O10POPOTOINGNG TOL
&youv katd v dwdkacia g 3D extdinwong. Ag Eekvioovpe and to PLA mov givan
évag Proectépag mov mpoépyeTar omd YOAUKTIKO 050 (2-vdpo&umpomiovikd 0&D), TOV
omoiov M Topaywyn mpoTATal TEPPAAAOVTIKG KaODG AapPdavetor yevikd omod
OVOVEDGLES TTNYES OTMG TO KAAOUTOKL, TO GLTAPL Kot TO pOQ KOOMOS Kot amd peyareg
TocOTNTES aepiov 010E€1810V ToL AvOpaka. I avtd eneldn ToPOVCIALEL KOAT UNYOVIKT
avtoyn, Procvupatodtnta, Proomodounotudtnto Kot Kupimg VYNAY KOUTOGTOToINo,

amoTeEAEL TNV 100VIKN EVOALOKTIKY 6T TOALUEPT] e BAon To meTpéhano [15], [16].

Sugar cane, corn etc.

e Vo B

Composl m ——
POSL ~

- \

52 S

Lactic acid

\ © ~_0._0 Lactide

|| 7
. \‘; .:: (i /

" Polymerisation

Zyqpa 2.4: O xokhog dnmovpyiog evog yoraktikov o&éog (PLA) [16].

2.3.2 Awdwaoio tov 3d Printing

H tpiodidotatn ektommon mpoypotonoteitor pécm e owipeong (slicing) evog
apyeiov CAD oe Eeymplotd emimedo, To omoio oTn CLVEXEW KOTOoKELALOVTOL
dtdoykd, 10 éva mOvVe oto GAL0. Xvykekpipéva, o 3D exktvmwtng dnuovpyel to

avTiKeipevo og Aentég "péteg”, Yvwotég oc otpmpata (layers).
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O slicer Adappdver éva apyeio STL, To avalvel oe oTpDOGEIS Ko VITOAOYILEL TV TOpEin
mov o akoAovOnoel N kepaln eEmOnong (extruder) yuo kdBe pia amd avtég. Kabmg
Eexva 1 ekTOTOOoN KAOE GTPOLOTOG, 1 BAOT LETAKIVEITOL GTO AVTIGTOYO VYOS, EVM TO
ocvotnuo  kivnong katevBbvel TV KEQOA| EKTUTMOONG  KATO UAKOG  TNG
npokabopiopévng mopeiog, amobétoviag To VAIKO péow g e&mbnong. Otav
0AOKANP®OEL 1 O1001KAGT0, TO EKTUTMOUEVO AVTIKEIIEVO OLPOLPEITOL OO TNV EMLPAVELL
EKTUTMONG KOl UTOPEl va. VTooTel mepatépw emeEepyacia, av ypeldletor. Avtod
ovppaivel enedn, TAPOLO TOV TO. EKTLIMOUEVO, LOVTELD €ival cLVNO®G akpLPn Kot pe
Aeto empavela, TOAEG POPEG TEPIAAUPAVOVY VITOGTNPIKTIKES douéG (Supports) Tov

TPENEL VO, aPapeBoHV LETA TNV EKTOTTMOOT).

2.3.3 H petdfaocn and6 CAD (Computer Aided Design) ce CAM
(Computer Aided Manufacturing)

H dwdwoaocia e tpiodidotatng ektvmmong eivarl daitepa €VVOIKN Yo TNV
evoopdtoon mg oto cvotnua CAD/CAM (Computer-Aided Design / Computer-
Aided Manufacturing). Ta cOyypova mpoypappota CAD tpocpépovy Eva eupl GaGHa
TPONYUEVOV  SUVATOTHTOV OYESOONG, EMITPEMOVING TNV aKPP ovorTapacTaom

OVUVOETOV YEOUETPIOV KO TN ONUOVPYIN OVTIKEWWEV®V DVYNANG aKpifetag.

e avtifeon pe v GLUPATIKY APAPETIKN KATEPYUTIN, 1 0Ol OanTel TOAVTAOKN
TPOYPUUUATIOTIKY] TapépPact yia Tov Kabopiopd g akoAovbiog dStoapdpemong Kot
g teMKNG enelepyacioc, 1 TPOGOHETIKY KOTACKELT HEG® TPIGOAGTATNG EKTHTWONG
yapoxtnpiletor and onuavtikd arlovotepn pon epyacioc. H dadwacio katackeung
TPAYLOTOTOEITOL oTAdIOKEA, HECH TNG amOBeong LAIKOV Ge O1000)IKEG OTPMGELS,
YEYOVOG OV UEWDVEL TNV avAykn Yo eEE0IKEVUEVEG GTPATNYIKEG KOTEPYACIOG KO
el 1oTOTO1EL TN OTaTAAN VAIKOV. 6 ££050G Tov Aoyicpkod CAD ypnoylomoteitat Eva
apyelo tomov *.stl (stereolithography), to omoio meprypdper v empdveln. ToL
OVTIKEWEVOL UE XpNon evOg TAEypatog Tptydvav. To apyeio avtd amoterel TV £16000
010 CAM cvomua, 610 0moio AapBavel ydpa o TEUAYIoUOS TOL LOVTEAOV GE CTPMOGEL
(slicing) ko 0 kaBop1opdg TOV TAPAUETPOV EKTUTTOONG (TT.). TayvTNTa, OEproKpacia,
VROCTNPIKTIKEG O0UEG). TéAOG, éva onUavTIKO TAEOVEKTNHO TNG TPLOIACTOTNG
eKTOM®OONG €lval 1 SLVOTOTNTA KOTOOKEVNG €VOG OVTIKEWEVOL O &vav €viaio,

OLUVEYOUEVO KUKAO TOPOY®YNG, XOPIG TNV OVAYKN Yo, EVOLWIUECES KOTEPYAOiEG M
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aAayég epyaleiov, 6mmg ocvpPaivel otig apapetikéc pebodovs. H 1ddmra oot
KaB16Té TNV TPOGHETIKY KATAGKELT 10AVIKY| Y10 TNV VAOTOINGTN TPMTOTOTWYV, AAAG Kol

Y0 TOPOY YN HKPNG KAMpoKOG, te vynAd Boabud tposappoyng [17].
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Kepdioro 3
3.1.1 O Flashforge Creator 3

Yynpa 3.1 (IInyn: Flashforge) : O ektvnotig Flashforge Creator 3 mov vadpyel 6to epyactiipro
Y10 TV EKTOVI|ON] TG OITAMUATIKNG

O 1p1odAcTATOC EKTVTTOTAG TOL LIAPYEL GTO EPYOCTNPLO TNG OYOANG &ivol o
Creator 3 g FlashForge. H teyvoLoyia ektdnmong mov ypnoyonotel 0 GuYKEKPLULEVOS
eEKTLUTOTG elvanr M TeYVIKN €€DONONG VAKOD €yovtag OVO aveEdpTNTEG KEPUAES
eEmbnong (extruders), 6mov Ba avaAvBobv 1060 TO YAPUKINPIGTIKA TOLG OGO Kol
OPIOUEVES 00MYieg XPNONS YL TNV AGPAAE. TOL YPNOTN OAAGL KOl TOL 1010V TOL
eKTLTTOT. Apykd B avadlvBodv TPpOTA 01 EVEPYELEG OV TPAYLLOTOTOLOVVTOL ATV
YPNOYLOTOIEITOL O EKTVTIOTNG OO KATOLOV YPNOTH, OTAV YPENGTEL vaL YiveEL aAloyn) TOV
VAMKOV TPOPOS0GiaG TOL aKOLA Kot OTaV 0 1010 0 EKTLTTMTNG 0V dOVAEVEL GG TA. OAeC
aLTEG 01 eVEPYELEG GLUPAAAOLY otV Babpovounon g TAateopuag ektummong (bed),
™G KEPOANG EEDONON S KOBMG Kot TOL 0Py koD GNUEIOV EKTHTOONG. XTOV GLUYKEKPIUEVO
EKTUTTOTH TA TTpoavaPepBEVTA YivovTol avtopatomomuéva Tpdypa mov tov kadiotd

€0KOAO OTNV YPNOT TOV.
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3.1.2 M yevikn potid

Otav 0 ypnotc avtikpilel TOV EKTLTOT OVTIMAUPAVETOL TG TPOKELTOL Y10l Lol
OLOKELN UE O1BPOPEG AETTOUEPELEG TOCO GTO ECMOTEPIKO TNG 000 Kol 6TO e£MTEPIKO
™mG. AwBétel o TANOdpa TANKTPWV, AABOV 0ALE Kot TOAADY YOPOKTNPLOTIKOV, GOV

yperdleton m egokeiwon tovg mpwv v ypnon me. [Hoapakdro, eaivovror d1dpopeg

OTTIKEG YOVIEG TOV EKTUTTMOTY.

1)
2)
3)
4)
5)
6)
7)
8)

Zympe 3.2: Oyeig Tov EKTVTOTI

006vn aeng

Ewaywmyn USB

Ae&16g extruder
Apiotepdg extruder
Bovptoa akpopusiov
[MAatedppo ekTOHTOONG
[Ma&yadia avoymong
Kéioppa vipotog
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9) Aopn KOAOUUOTOG VIILATOG
10) Odnyoc viuatog

11) Mot vijpotog

12) Eicodog kaimdiov Ethernet
13) Awoakdmtng 16(00Gg PELUATOC
14) Eic0d0g 15y00g

3.2.1 IIpogtoacia yio eKTOTMON

Apywcd, avotyovpe to kdAvppo tov vipotog Pyalovpe €@ TO KOPOVAL Kot
Tomo0eTOVE TO VAIKO EKTOTOONG HEGA GTNV €1G000 GLUVEXOUEVO LEXPL TO LAIKO v
TEPACEL PLEGA OO TOV GOANVO MOTE VO TEPAGEL LEGO GTOV BALALLO TOV EKTVTTOTH. ZTNV
ouvéyela mECOVUE TO KOV TOV LGPYEL UTPOSTA amd Tov eEmbnTpa (extruder) yia
va l6EAOEL TO LAKO péEYPL vaL Unv UTtopel voL et o PEGa To LAKO Kot TEAOG KAEIvou e

TO KAADLLLLOL TOV VILLOTOG,.

Filament

intake
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Yyqpa 3.3 (IIny1: FlashForge): Toro0étnon Tov vijpotog 6TOV EKTUTOTI

H dwdwasio torobétnong ko apaipeong Tov vijpotog (LVAKov) gival facikd fripa
SOTL Y10 va Tpary patomon0el piol eEKTOT@ON TPETEL VAL LITAPYEL EKTLTTOGLO VAIKO. Etot
1N 6ot TorofETnomn tov givar KHplo pEANUa yia vo unv vedpEovy avopaiieg kad’ OAn
NV SLIPKELN TNG EKTVTTMONG. BAETOVTOG TO pevow g 006vNg Tov EKTLTTMTY 0 XPNOTNG
npémel vo eMAEEEL TO gkovioto “Tools” yla vo TpoYwpGEL GTO HEVOD TOV LYNUOTOG
3.4. Xmv cvvéyela, oaréyet To eikovioro “Filament” ko opilet pia Aoyikn| Oeppokpacio
Oépuavone ocdppmva pe v omortovpevn Ty Oeppokpaciog tov viAkov. Eivor
OTTOPOATNTO VO AEITOVPYNGEL COLPMOVOL LLE TIG 00MYiEg TNG 000VNG KoL VO TEPUEVEL £OC
O0TOL TO OKPOEVGLO €&dyel opoAd TOo opoldpopeo viua. [ldvtote petd amd tétoteg
dwdwkaciec Oa mpémel va yivovion cmotd kot ot dtadikacieg “Homing” ko “Leveling”

Yol T COGTH AELTOVPYIO TOL EKTLAWTY).

21



4> FLASHFORGE

& = ok w

; Level
Filament Calibration [WERIVE]

O )

Setting Status

Xyqpa 3.4 (IInyn: FlashForge): H emioyn Filament 6tnv 006vn 70 v ekTom@TY

4 FLASHFORGE 4 FLASHFORGE

Load Unload Load Unload

] Left Extruder v Left Extruder ] Left Extruder 1 Left Extruder
<r =

2+ Right Extruder . 7+ Right Extruder {1} Right Extruder . {4 Right Extruder .

4 FLASHFORGE 4> FLASHFORGE

) Left Extruder Heating
Adjust Temperature 7

Xynpa 3.5 (IInyn: FlashForge): Toro0étnon-Ag@aipeon vitkov ka0®Og Kot opiopdg Oeppokpaciog

3.2.2 H dwdwoocio tov Homing

H dwdwcasio Tov Homing givor avt | omoia kaBopilel tnv BEom tov akpo@iHciov.
Eivon pia dtadwcasio mov wpémetl vo mpaypatonoteital TpdTn aAAd Kot LETA TO TEPUG
L0 EKTOTTOONG. ApyIKa, LOAG evepyomomBel 0 EKTVTOTNG Kot EREOAVIGOET TO pevoD
0V ZyMpatog 3.6 oty 006vn 0 ypNotng Tpénel va emAEEEL T eikovido “Tools” yia va
TPOY®PNGEL 6TO PEVOD TOL Zynpotog 3.7. Znv cvvéyewn, dtaréyet To eikoviolo “Home”

Kol akoAoLOel Ta frypata Tov Tov epeaviCel oty 006vN.
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€ FLASHFORGE

Preheat

Tyfqna 3.6 (IIny1: FlashForge manual): Apytké pevod oty 006vn Tov ekTOTTOTIH

4§ FLASHFORGE

@ +
Level

Filament Calibration (\WETVE]

3 9

Setting Status

Xyfqpa 3.7 (Inyn: FlashForge): H emioyn Home 6ty 006vn 100 ekTomtodT)

3.3.1 Awdikaocio woootdBuong (leveling)

O efomhopdc €xel mpocappootel kKo Pabuovoundel cootd mpv evyeL omd 10
gpyootdolo. Qotd6co, N amdoTaon HeTaEy extruder kKot TAATQOPUOG EVIEYETOL VOl
vrootel (ud AOY® TV KPOSOGUAOV TOL dNUIOVPYoLVTOL KATA T petagopd. 'Etot,
GULVIGTATOL 1) SLOIKOGI0 IGOCTAOONG TPV At TNV TPMTY EKTHTOGT. Y TapYovV 600
Aertovpyieg 160oTAOMIONG, I PonOnTIKN Asttovpyia Kot 1 xelpokivntn. Xt Bondntky
Aertovpyio, OAeg ot ekteréoelg Bo oAokAnpwBohv pe T Ponbeta Tov usOnTHpo TOV
eEwnmpa kot TV BondnTikdv TPOTPOTMV, EVO OTN YEPOKIvVNTN Acitovpyia 1

1600Td0UIoN TG TAATEOPLOG OV B evepyoTOU|CEL TN AELTOVPYiR TOL OGO T PO

Onodte, and 10 apywkd pevov mpémel va emAégel to ewkovido “Tools” yia va
TPOYMPNOEL GTO LEVOL TOL ZyNUaTog 3.8. 1NV cLVvEKEL, EMAEYEL TO €1Kovidlo “Level

Calibration” kot dtaAéyet avtd mov BEAeL va icooTabpicet.
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4 FLASHFORGE

Level

Filament Calibration Manual

€ FLASHFORGE

Manual Manual

4+ C
- -

XY >

Calibration Z Calibration XY Sensor Calibration Platform Level Auto Level

then the sprinkler

Xympoe 3.9 (IInyn: FlashForge): Xepoxiviytn 11 BonOntiki Aerrovpyia

3.4 Abpopa onuovTiKd eE0pTHLOTO TOV TPLGOIIGTATOV EKTUTMOTY

O tp1ed1a0TATOg EKTVIMTNG £Vl Uio TOADTAOKT] GLGKELY 1 OTOl0, ATOTEAEITOL
amo évov peyaio apBpd dapopmv eapmuatov. Oia peta&d tovg cupfdiiovy yio
TNV EMITEVEN LOG GOOTNG EKTOTMONG, 0md TOLG EMONTNPES, T doyelo AmOPPUUATOV
VAUOTOG UEXPL KOl TOV QOTIGHO TOv BOAGUOV KOl TNV GTEYOVOTOINGY| GTIC TOPTEG.

[Tapaxdtw, avarlvovrol Kamotla amd avtd:
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o  Kepal ektomtmong 1 eEmOntig (extruder): e évav Tp1od140TATO EKTUTMOTY
amoPoiTNTO EEAPTNUO YO TNV EKTUTTMOGN €VOG OVTIKEWEVOL givan o extruder.
Yndpyovv dvo tomor extruder, évog eivar o Direct extruder o omoiog givat kot o
TOMog oL PPIOKETAL GTOV EKTLWOTY] TOVL gpyoactnpiov Kot 0 dAAOG gival o
Bowden extruder. H diapopomoinon peta&d toug yivetat AOyo Tov Tpdmov 61ov

TPOPOSOTOVVTOL TO EKTVTAGIUO VAIKO.

: —Bowden tube
Filament supply
Gear feeding velocity v, _— —

{ )( 7 Feeding gears

Hot end Printer frame
Molten filam:
Solidiﬁcdl filament

s st — |

Stage velocity V

Yyqpa 3.10: H swegopd petalv evog Direct kor Bowden extruder [18], [19]

o Ilateoéppo extvmoong 1N (Paon) exktimwong: Eva dido amopaitmro
eEapmua elvar n faon ektommong 1 oAM®OG Tpamélt Baidpov. O ekTunOTAG dgv
umopel va evamofécetl 1o MoUEVO VIO GE OTOLONTTOTE EMPAvELN XPEILETOL M
KatdAnAn. H Bacwmn Aertovpyia g Pdong ivar yioo va KOAANGEL TO TPATO
OTPAOLO VAKOD ETAVE TNG OOTE VO LTOPEGEL VAL ONULOVPYNGEL KOt T LITOAOUTOL
otpopata (layers) £161 dGTE VO UNV LETOKIVEITOL TO OVTIKEIPLEVO EKTOTMONG,
YU avtd ko yperaleton va givon otnv cwot) Oeppokpacio. H kivnon g
TATEOPLOG etvar KAOET ONANON LETOKIVEITOL TAVO-KAT® KoL 1 EMAOYT TNG

Baciletar avarloya e TO VAIKO EKTOTMOOTG TOL TPOKELTOL VO YPNGLOTONOEL.
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Zyfqna 3.11 (Inyn: ®otoypaeics cvyypagia): H paocn extvnmong Tov FlashForge Creator 3

3.5 Ta epyareio Tov Creator 3 ko 1 ¢p1on TOVG

Kobhg kamolog eivar og dadikacio ektdnwong givor moAd mbavov vo copfodv
eowvopeva mov Ba dnuovpyncovy TPOPANUa 6e avTiv Kot Ba v Kotacticovv Aiyo
mo mepimiokn. 'Eva modd cbvnbeg mpdfAnua sivor n epayn g potng tov extruder.
Av16 pumopet va cuppaivet ya dtapopovg Adyovs. ‘Evag amd avtoig sivor 6t phOuion
tov Leveling dev éxet yivel cwotd 1 1 Oeppokpacio mov £xel 600eil 6To TPHYpapLLL TOV
slicing dev givar n katdAAnAn. Otav to Leveling dev elvar cwotd mbavdv o extruder
va gtvat ToAD Kovid otV PAcT TOV EKTLTOTY UE OMOTEAEGHO VO pLolebeTon mePicoto
VAMKO 0TV KEQOAAT Kot vo unv umopet va Byet. Ztnv AavBacuévn Beppokpacio onuoaivet
OTL 0 YPNOTNG EXEL KATAYMPNOEL LKpATEPT BEPUOKPACIO OO TNV OMOLTOVUEVT] GTOV
extruder ko €161 dgv pumopel vo AMMGEL TO VAKO KOl VoL TOPOUEVEL PPAYUEVO HECH GTOV
eEonmpa. ['o v eniAvon avtdv TV TpoPfAnudTmy o ypnotng uropet vo tpofel o
HePKEG evépyeleg M omoieg Ba amodeyBodv comtpleg. Zinv mepintwon tov Leveling o
YPNOTNG YO VO €lvan To oiyovpog 0Tt Ba meTHYEL N dadikacion GuvicTatol vo yivel
yewpoxivnta (map. 3.3.1), oe mepintwon mov oty Pondntikn Aettovpyio KAmwol0G

aleOnmMpag 0ev H0VAEVEL COGTA.
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[TapdAinia, umopel emiong va Oeppavel tov eEmbntipa oe Beppokpacio Tapamdve
amd TNV cLVNOIGUEV DGTE VO, UTOPEL VoL AIDGEL OTL VAIKO €xel omopeivel péca Ko va.
TPOYWPNOEL 6TO UEVOD TOV eKTLTTOTY (Tap. 3.2.1) ko va emhéEet To ikovidwo “Load”.
MoMg to axpo@iholo mdoetl TNV Bepuokpacio mov £xel eMAEEEL, 0 ¥PNOTNG TPEMEL VO
OGKNOEL TEST GTO VIO LE TO ¥EPL MG OTOL TO VAIKO @avel oty it Tov extruder.
Edv to vAko evamobéteton oe kovoviky pon omd tov extruder tote onuaivel 0Tl TO
TpOPANUa Exet emAvOel. Mia aAAN pnéBodog 1 omoia BEPata TpobimobETel epmepio oAAG
elvar kol mo ypovoPdpa, eivor vo ypnoylomouoel €vo €0KO gpyaieio oL
ocVUTEPIAOUPAVETOL GTOV EEOTAMGUO TOL EKTUTIMOTN OGTE VO AMOPPAEEL TO TEPICTLO

VAKO oL €xet polevtel oTNV KEQUAN.

Unclogging pin tool

Tyfqna 3.12 (IInyn: FlashForge): Epyaieio kaBapiopod gpaypévov axpo@vceiov

H wwutepomta oavtig tmg pebddov eivor O0tL 0 ypnotng mpémer  va
OTOGVVOPUOAOYNGEL TNV KEPOAN Pyalovtag OTL TPOCTATEVTIKA KOTAKIO £YEL OAAG Ko
Bideg yia va pavel o unyaviopog péoa. Xtnv cuvéyelo péca omd To pevov Ba opicet puo
Bepurokpacio KATAAANAN Yo va. uopel vo amo@paéel To TePIcT10 VAKO Kot avThHv TV
Qopa va acknoel mieon pe 1o €016 epyareio. Otav PePorwbel dt1 0 extruder €xet
(UGLOAOYIKT PO} VAIKOV TOTE 0 ¥PNOTNG TPEMEL VO, EAVACGLVOIESEL OTL KOUUATIO £XEL
BydAetl ko vo KAveEL pior SOKIUAOTIKY EKTOTMON Yl VoL lval olyovpog OTL EKTLTMVEL

oMOTA.
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Edv ocvveyiler petd amd Ao avtd 1 KEQOAN Vo PNV EKTUTMOVEL GOOTA TOTE O
xpNog €ite o mpounbevtel amd 10 eundplo gite KAmolo GAAo epyareio KabBapIGHOV
Yo TNV ot gite Ba mpofel 6TV AVTIKOTACTOGN TS TOV VITAPYEL AVTOALUKTIKO GTOV

apykd e£omMopd mov diveton poll e TOV EKTVTMTY.

Nozzle kit

Xyqpa 3.13 (IIny1): FlashForge): Avtailoktiké potng Tov extruder
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Kepdiao 4
4.1.1 To mpoypaupo SOLIDWORKS

['o v oyediaon evOg AVIIKEUEVOL TPV PTAGEL O YPNOTNG OTNV SladIKAGTio TNG
eKTOTMONG Ypetdletar va emAéEetl Kamotlo mpoypoppa CAD. Avtd mov emA&ydnke yia
Vv vAomoinon awtng g dumhmpatiknig gival to SolidWorks. Eivar éva mpoypappa
6mov divovian otov ¥pNnotn MOAAUTAEG dvvoTdTNTeg OYediaong o€ emimedo OMOL
Kamolog oev ypetdletar va dtobétel eumelpio mave o avtd dMAadn N ekpddnon tov
elval oyetikd €OKOAN &V TOPAAANAC TO YPNOUOTOOVV KOl ETAYYEAUATIEC OE
Bounyovikd emimedo. Apyikd, HOAMG EYKOTAGTAGEL O YPNOTNG TO TPOYPOUUO GTOV
VTOAOYLOTH TOL Kot EEKIVIGEL TNV eKKivinon Tov Ba tov gppavicdei To mapdbupo tov
Yyquotog 4.1 kon ekel Bo emAéler 1o ewkovioro “Part” ywo va mpoPel otnv ceAida

oyedlaonc.

A SOUDWCRS  Fle View Tooks @Dg - - ® @ ® - & x

New SOLIDWORKS Document X

LIEENEEC

;@ SOLIDWORKS Tutorials WOJ E KS
9157
20253
r = 8 == 5

Select the document type and the Ltorial 0ption if vou are currently following the tutorial @

Zyfpa 4.1 (Inyn: Zrrymotomo 000vng ocvyypagéa) : Apyikn 006vn oto SolidWorks
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Mohg petapepBel oty oerida oxediaonC TO TPAOTO PrLLa TOL TPETEL VAL KAVEL ETvor
va emAé€el oe mowo Oyn emBopet va oyedidocel. Ta epyareio mov dSabétel yo v
oyedlaon evog avtikelévo gtvat Tdpa ToAAL TOV KATO10G deV UITOPEl VoL ToL AVOADGEL
ypamtdc. Edv kdmolog ypnomng dvokolevetor oty €0PECN KATOOVL amd 0ovTd,
VILAPYOLY 6TO O10d1KTLO d1dPopa Pivteo OV Ba TOV FLEVKOAVVOLY OAAY VITAPYEL KOL 1)
duvatodmto mopakorovdnong ocepvopiov yio va yivel kémolog KaAOTEPOS GTO

TPOYPULLLLOL.

Tools Smuation Window * @ 0 B -@-&-9-7-L- -0 BH®- Part B oo O ® - & x

¢
Convert Entities. Offset On . Rapid Instant2D
& Surface = Sketch
Features  Sketch | Markup | Evaluate | MBD Dimensions | SOLIDWORKS Add-ins | Simulation | MBD | SOLIDWORKS CAM | SOLIDWORKS CAM TBM | Analysis Preparation 00 -5 x|
. c|* @pantt Defauit) <<O.. PLHCHER-©-+-OR-2 _ ]
SlElE[e[e8 ] ] ®
Edit Sketch @ /

> Lol

% @
Message ~
Select a plane on which o create a sketch
for the entzy. @

|
/"'
/
Y
J /-
///
X P
| *Timetic
Model | 30 Views | Motion Study 1 |

'SOLIDWORKS Education Edition - Instructional Use Only Editing Part MMGS - ®

Yynpa 4.2 (IIny: Zriypétomo 006vng ovyypagéa) : Emioyn emmédov oyediaong 6to
SolidWorks

Toos Smuston Wincow * B O - -@-&-7 - -[§|0 B &- A1 components Base Plate SLOPRT B e

2
PS SOIDWORKS  File fdit View |

E & /O N ¢
Sketch Smart Dimension [5] - ¢ + (@ - A Convert Entites Offset On . Rapid Instant2D
Surface
: » ®@-0 o 2 5 . . 5
Features | Sketch | Markup | Evaluate | MBD Dimensions | SOLIDWORKS Add-ins | Simulation | M8D | CcAM CAMTBM | Analysis Preparation | 00_o
PLEAPEB-T-»-0&-T
R E1 ®
\d Iﬁ
& @ All components Base Plate (Defa '@
& History ’
(@) sensors (=]
» %) Design Binder
+ [ Annotations )
+ [ Solid Bodies(6) E
£ Material <not specified>
(] Front Plane
1 Top Plane
(7] Right Plane
L., origin
@ Piate base-1-solid1
@ Laser Point (comect)-1-solid1
@ Films(1)-1-solid1
@ Pot-1-solid1
@ Films(1)-2-solid1
@ Camera-2-solid1
< >
Model | 3D Views | Motion Study1 |
SOLIDWORKS Education Edition - Instructional Use Only Editing Part [ )
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Xypa 4.3 (IInyn: Zniypétomo 006vng ovyypagéa) : Tehkn Baon petd andé oyedioon 6o
SolidWorks

4.2.1 To npoypappo FLASHPRINT

[TapdAinia, T0 mpdypoupo tepdyiong (slicing) mov ypnoipwomomdnke eivor 1o
FlashPrint. O Adyog mov emAéyOnke avtd t0 TPOYpaUpa givor eedN eivan g 1dtog
etapeiog Tov ekt g Flashforge kot cuotivetal 6 OAoVG TOVG XPNOTEG AVTOV
TOV EKTUIOTN 1M €m0y Tov. Edv o ypnotg €xel tedeidostl pe v oyediaon tov
OVTIKELEVOL-LOVTEAOD Kot TO €xel amoBnkevoet og apyeio .stl (stereolithography), to
petapépetl oto FlashPrint yuo va 1o emeepyaotel mpv v 1Mk KTOTOON TOL. Méca
o€ aVTO T0 TPOYPOL TO ETOACEL Yia Tepdyion (slicing) aAld £xel kot TV duvaTOTHTA
Vo puOUIGEL TIC TAPAPETPOVG TOV EKTVTIMTH. MTopel va puBpicet tnv Beppokpacio Tov
extruder, v Beppokpoacio Tov TPaTEQOV TOL EKTLTIMTI, TNV TAYVTNTU EKTVTMOONG, TO
VKO ov Ba ypnopomomBet k.a. TéAog, LOAG €xel KAveL OAaL Ta TPONYOVUEVE, CLUVOEEL
TOV EKTUTIOTH GTO 1010 S1KTLO pE AVTO OV €ival Kot O VTOAOYIGTNE TOL XPNCUOTOLEL
TO TPAYPOLLLLO KOt £TGL TO TPOYPOULO Elval ETolpo va EeKvioet TV Tepdyion (slicing)
TOV HOVTEALOL Kot VoL dNUOVPYNGEL TOV G-KMOTKA OVTOUOTO KOL VOL TOV «TTEPAGELY GTOV

EKTUTTOTN.

4.2.2 AMadikacio TpoETOUAGToG LOVTEAOD KOt TEAKT] EKTUTTOGN

"Exovtog exkkivnoet o ypnotng to mpdypoppo FlashPrint kou Bpioketon péca oto
nepPaAlov Tov, emdéyet endve apiotepd “File”> “Load File” kot dtadéyetl o apyeio
stl mov €xer MO amobnkedoel 10 avtikeipevo-poviéAo Tov. MOMG Kkdvel avtd ta
Bruata B Tov epeavicBel To LOVTELO TOV GTO TPAYPUULL OTTMOS PAIVETOL GTO XyNUa

4.4 xon petd o Tpémetl va matnoel To kKovpmni “Start Slicing” mov Bpioketal 6To KEVTIPO

™g 000vng
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4> FlashPrint - untitled.fpp*

File Edit Print View Tools Help

e Creator 3 - 0.4 - Normal Mode

Start Slicing

3

o
)

S W e p

Zypa 4.4 (IInyf: Zriypétomo 006vng ovyypagéa) : To mepifdirov tov FlashPrint wpwv tnv

Tepayon (slicing) Tov povrélov)

To ovykekpévo mapdbvpo (Zynua 4.5) mov o eppavicel otny cuvéyeta eivar

Yo TNV pOOUeT OA®V TOV TOPAUETPOV EKTOTOGCNC.

&> Slice

Printer
General
Shells
Infill
Supports
Raft
Additions
Cooling
Advanced

Others

Machine Type

Nozzle Size

Material Right

Material Left

Slice Profile

Right Extruder Temperature
Left Extruder Temperature
Platform Temperature
Temperature Control List

Control Module

Creator 3
0.4 mm
Flashforge-PLA ¥  1.75mm
Flashforge-PLA ¥ 1.75mm
Standard

240°C
200°C
100°C
a2

Right Extruder

+

Start Layer End Layer Temperature

Basic M

Save Configuration
Restore Defaults
Import

Export

Save As New

Slice

Xyfna 4.5 (Inyn: Zrvymoétomo 006vng tov cvyypagia) : PvBpiceig mapapétpov ektdiTmong
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Tig ovykekpluéveg puOuicelg o EKAGTOTE XPNOTNG UITOPEL va TIC aAAAEEL avaAoyOL
HE TIG avAyKeG eKTOTMONG Kot To Tt embupel va kdvel. Eneldn ouwg eivon apketéc Oa
avaeepBovv pepicéc amd avtés. [pmtov, 0 ¥poTnC VITOYPEOVTAL VAL ETAEEEL TOLOV OUTTO
Tovg dvo extruder BELeL va ypnoloTomoet Kot e Tt VAKO Ba ekturtmoet. [TapdAiinia,
podi pe to VAKS ekTOTOONG UTopel Vo 0pioeL Kot T YIAMOGTA SLOUETPOV TNG KEPOANC.
Ag0tePOV, avVALOYO LLE TIG OMOLTIOELS TNG EKTOTMOTG TOV, TOV JIVETOL 1] SVVATOTNTO VL
oAAGEEL TV Beppokpacia tov extruder aAld kot g Pdong tov BoAdpov. Mrmopel
emiong vo pvBuicer edv ypedlovtar otnpiypato (supports), ce Tt TOydINTA Ot
dovAgbovv ot avepotnpeg K.o. ['evikdg vbpyovv moAAES kaptédeg pvOuicewv mov

pmopetl va aAAGEEL e BAon ™G avEYKEG TOL.

Epocov éxet ohokAnpmcel 0t puBuiceig 0eie petafaivel 6to endpevo oTad10 TOV
etvar 7o slicing. Tov gppavileror to mapdbuvpo tov Zynuotoc 4.4 Tov giye Kot otV apym
otav GvolEe to mPAYPALLLA, LE TNV aAAayT OTL Tdpa pmopel va mpoPel ko oe GALES
emloyéc omag Slice Preview, Save to Local kot Send to Printer. Exel emthéyet to Slice
Preview yio vo pmopéoetl va 0l T¢ o TEPOYLIOTEL TO OVTIKEILEVO-LOVTEAD TOV E
neplocdtepn Aemtopépeto. Kieivovtag, ylio vor pmopecel 10 avTIKEIUEVO-LOVTELD VO
otoAfel otov ekTLOTH, emAéyel v emhoyn Send to Printer kot edv vmdapyet

oLVOEDENEVO TO 1010 OlKTLO pTopel va EEKIVIAGEL 1] EKTUTOON.

Onwg paiveror oto Zynua 4.4 o ypoTNG LETA TO PrILLOL TOV TEUAYIGLOV, LTOPEL VOL
O€tl OAeC TG AemTtopépeleg OGS fvor 1) S1dpKed TG EKTHTWGNS TOV LOVTEAOV, TO TOGO
Quyiler to povtéro, 0Aeg Tig otpmoelg (layers) kot Tt fripota Ba kavel o extruder yio v

EKTUTMOT KOODOS Kol GAO TOV KMOTKO TOV TPOYPEUUATOS OVOAVTIKA.
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&> FlashPrint - Films(1).gx - m] X

Eeislidng Close Pievick Slice File Name: Films(1).

Estimated Print Time: 1 Hours 40 Minutes
Estimated Material Right:  16.98g / 5.69m

File Edit Print View Tools Help

Structure

58 G1776.650 F420

Infill N
) G1X18.06 Y-12.60 F6000
W solid Fill C
M Bridge 4 M104 SO TO
B Inner Shell A140S0TO
ZF1800
Outer Shell .
M Supports 4457 1
B Brim 44576
B Raft
M Wiping Tower
Wall
W Travel
B Retraction
B Others
Position X: 18.06, Y: -12.6, Z: 76.65
Structure ¥ Films(1).gx
Only Current Layer Layers: 421/76.55mm  *
Retraction .
e Creator 3 -0.4 - Normal Mode Travel Steps: B =

Zyqpa 4.6 (IInyn: Ztiypétvmo 006vig tov cvyypapéa) : Slice Preview pali pe Tic minpogopicg
EKTUTOONG

4.3.1 ToroBétnon tov poviéAov endved oty Paon

2t 0e&ld TOV TPOYPAUUATOS LITAPYEL Mo umdpa kdBetn Odmov ekel PAEmEL Ko
pumopel va tomofBetnoel 1o poviého embveo otnv Pdorn, tovg X,Y,Z dEoveg mov
VIdpyoLvV, va kével rotate To povtédo, vo to kdvel upscale av embopel aAld Kot TOAAEG
dAAeg Aettovpyiec. Oha avtd TpobimoBEétovy 0 ¥pNoTNG var unv EEMEPVAEL TIC YPOULES
TOV TAEYHOTOG TTOL gfvar Ta Opla TG PAong Tov ektummtr. Edv cvpPet kdtt t€toto 1o

npoypoppa tpogdonotet pe unvopo ERROR 6noc paiveton oto Zynua 4.7.
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4> FlashPrint - untitied.fpp* = o X

File Edit Print View Tools Help

@
L
Y
8
&
\\\/
e(rea(or 3-0.4 - Normal Mode

Zyfqna 4.7 (Inyn: Ztrymotomo 006vng ovyypagéa) : Advvapia tepdyiong Adyo Toro0itnong

ROVTELOV EKTOS TOV 0PIV TOV EKTVTOTI|

4.3.2 Xpnon Ponnudrov (supports)

Kéitt moAd onpavtucd mov tpoceépet to FlashPrint etvor | mpocsOjkn Bondnpdrov
(supports). Eivar fonntikd otnpiypoto to omoio S1eVKOAOVOVY OPIGUEVE LOVTEADL LIE
dVOKOAEG-TOADTAOKES OOUEC VO EKTUT®OOVYV GMOTA YWPIS TPOPANUATO TTMOGONC.
TomoBetobvton gite avtoépata amd to 1010 T0 TPHYpAUUN GE onueion TOV VRAPYEL
kivouvog eite yepoxivnta amd tov id1o0 Tov ypnom. [ v ypnoiponoinon avt®v
TPEMEL TOL LOVTEA VO EYOVV KATo™ peyaddtepn twv 35 popdv petald pe v Pdon tov

EKTLUTTMOTN.
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Yynpa 4.8 (IIny1: Zriypétomo 006vng cvyypagéa) : Movtého pe morldmlokn dopr) diymg
T0m00£TN 61 supports

&> FlashPrint - Laser Point (correct).gx — O X

File Edit Print View Tools Help

Slice File Name: Laser Point (correct).gx
Estimated Print Time: 3 Hours 3 Minutes
Estimated Material Right:  26.06g / 8.74m

Structure »

74877 G1763.150 F420
G1X-21.80 ¥-18.66 F6000

Infill

M solid Fill 7 end qcode
M Bridge m 7 M104 S0 TO
B Inner Shell 7 MidosoTO
Outer Shell 7 G162 Z F1800
uter she 7 V652
B Ssupports 74884 G91
M Brim 74885
B Raft
M Wiping Tower
Wall
W Travel
B Retraction
W OCthers
Position X:-21.8, Y:-18.66, Z: 63.15
4 |
Structure v Laser Point (correct).gx
Only Current Layer layers: 346/63.05mm 3
Retraction -
e Creator 3 - 0.4 - Normal Mode Travel Steps: 693 v

Xyqna 4.9 (Inyn: Zrtiypétomo 006vng ovyypagéa) : Moviého pe moAOTAOKY dOpUN KO pe
T0m00£TN 61 supports
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Kepdhao 5

5.1 Iepapatikn dadtkacio

Kaf’ 6An v dudpkela ¢ SOIMA®UATIKAG OVTAG EPYNCING TPOUYLOTOTOONKAY
OLAPOPEG EKTVIIDGCELS L€ OKOTO TNV EKPAONOT TOGO TOL eKTLTTWTH OGO Kot OANG NG
dwdikaciog ektvUmwone. MOMg olokAnpwbnke m mpdT| @Aon, Eekivnoav ot
EKTUTTAOCEL HOVIEA®V To omoior Ba  eivar Aettovpyikd kot Oo  pmopodv  va
YPNOUOTOMO0VV GE TPAKTIKEG PaPpOYES. OAEG 01 EKTLIMGELS TPOLYLOTOTO|ONKOY
070 €PYNOTNPLO NAEKTPOVIKNG ToL AteBvéc [Tavemotuiov EALGdog (AITIAE) pe v
xpron tov FlashForge Creator 3. To YVAKO EKTUTMGONG TOV YPNGLLOTOONKE HTOV TO
ABS c¢ «itpwvo ypopa. Me Bdon ta yopaKkTnpIoTIKE TOV VAIKOD oavToh 0AAL Kot LE TO
TL TPOTEIVEL O KOTOOKELAGTNG, Ol Oeprokpacieg Tov extruder kvpaivovton and 220 °C
¢mg 240 °C. Zuykekpéva, 1 Beppokpacio mov emiéymre ntav 240 °C evd yia v
Oepurokpacio ¢ mAateoppag extimwong 100-110 °C. TTapaxdtem o avorvBodv ta

TePapaTa TOL VAOTOMONKAY GE OAN TNV S1dpKELN TNG SOUTAMUATIKNG.

5.2 Kataokevn koprog faong Kat Tov eEaptnUATOV GLUVOPUOAGYNONG

O 616)0¢ 0VTOV TOV TEPALOTOG NTAV 1) KATAOKELT Hog KEVTPIKNG Pdong e mévte
ecoyés oto Block g dote va otepebBodv kdmola eEapTHHOTO ETAVD TNG Yo Vo
vAomo 0oV KATOEG LETPNGELS YPNCULOTOIDVTOS T PIALL TOAMONG TNG £TCL MOTE VAL
EXOVLE KAADTEPES PMTOYPOAPIEG MG ATOTEAEG LA, OTIC Omoies Oa paiveTon o EekdBapa

1 01O aon ToV PMTOC TOL TPOKAAEITOL OO TO, COUATIOW.

H Baon mov oyedidotnke Kol EKTUTOONKE ¥PNGILOTOMONKE KOl OC VTOCTNPIKTIKO
eEapTUa Yoo T OMA®UATIKY €pYacia cuvePYOlOUEVNS GLUEOLTNTPOC, N OToin
agopovoe TNV avamtvén piog ovokeVNG-acHNTPA Yo TNV TapoKoAovON o
OLLLOTOAOYIKAV SEKTOV Y0pig TN ANyn eucikov detypotoc. H cvokevn Bacileton oty
Myn ot AMyYn OTOYPAPIOV Kol 6TV avAdAvorn g okédaons eotdg HEGH amod
Swpavn doxeia pe detypata. o v akpipn kor otabepn tomobétnon avtodv TV
doyelwv amorteiton pio aEOTIGTN UNYOVIKT DITOOOUY], TNV OToi0, KAAVTTEL 1 KT OV
Baomn. 'Etot, n mapodoa KoTaoKELT] GUVEPBOAE GTN GOOTH EVOVYPAUUICT] KOl CTEPEMON
TV doxelov, eEac@aAlovtag ETAVOANYILOTNTO OTIS UETPNGES Kot oTo dedopéva

0KE00OMG TOV amoutovvTaY Yio TNV aviivon[20].
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4> FlashPrint - All components Base Plate.gx - [m) x

File Edit Print View Tools Help

Slice File Name: All compone...se Plate.gx
Estimated Print Time: 13 Hours 38 Minutes
Estimated Material Right: 139.91g/46.91m
Structure
1280.180 F420

X76.82 ¥-16.02 F6000

Infill
Solid Fill
Bridge 1M104 50 TO

Inner Shell ' s0To
162 2 F1800

QOuter Shell

W Suppoits 1
W Brim
W Raft
W wiping Tower
Wall a
W Trevel »
M Retraction
B Others
Position X:76.82, ¥:-16.02,Z: 80.18
Structure v All components Base Plate.gx
Only Current Layer Layers: 444/80.08mm &
Retraction
eoeamrsruawumalmde Travel Steps: 466

Yyqpa 5.1 (IInyn: Ztiypétomo 006vng ovyypagéa) : Orokinpopévo To povréro pe 6ia to

eCaptipata otepémong

Apycd 6Aa To eEaptuato Kabodg katl 1 faon ektunddnkay Eexwpiotd, KoOmG To
KaBéva Topovctdlel StaupopeTikn Yempetpio kot popeoioyio. H tavtdypovn exktdmmon
T0UG B 0dNyovoE GE AVOUOLOYEVT] YOEN KOl TOPALOPPMOOT AOY® SopOopdV GTNV
EMPAVELD, ETAPNG, LLE OMOTEAEGHA TNV 0ALOIMOT TOV S100TAGE®MY Kot TN peimon v
axpifelog TV HETPAGE®V. TNV EKTOTOOT TG fAoNG TopaTtnpRONKe HETA amd KATOLES
dpeg wrapping AOY® NG HLEYOADTEPNG EMPAVELONS, OTTOTE EYIVOV KATOLEG TPOGAPLOYES
omwg M aAdayr amd raft oe brim petagd tov bed kot Tov poviéhov GAAG Kol M
amgvepyomoinon tov ventilation fans ywo yprion otabepng Beppokpaciog pésa otov

OaAapo. Avtifeta, Ta EExOPIOTA EEQPTAUATO EKTLTOON KAV UE TIG TVTIKES pLOUICELS.

Katd v dadikasio cuvappoddynong 6Aov tov poviélov mapatnpninke 0t n
oot epappoyng (fit) tov eaptudtov endvo oty facn ennpedletol GNUOVTIKA
amd TIG AVOYEG OV TPOKLITOVY AOY® TNG EVOMG ¢ eKTVTTOOoNG pe ABS, 6mwg N
Oeplikn  ovppikveon Kol 1 OVOLOOHOPEio dlooTACEDV HETOED oyYediov Kot

TPOYLOTIKOV OVTIKELLEVOV.
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Yypa 5.2: (IInyq: @®otoypagics ovyypagén): ExtiTrmon ohoxinpng g Paong kot otepémon

eEupTNRATOV 6TIC £60YES TNG

[T ovykekpyéva gpapudotnie avoyr 0.25 yIMooTdv PeTald TOV ETLPAVELDV
emopnc. Emmiéov oto endvo mpoécono kdbe ecoyng g Pacong dnpovpyndnke Kot
chamfer dwaotdcewv 0.8 yihoot®V VIO yovia 45° pe okomd TV SevkOALVGN NG
EICOYMYNG TOL OVTIGTOWOL €EUPTNUATOS Kot TV pelmon mhoavotntag eBopds twv

KUV KATO TNV GLVOPUOAOYNON.

[Mopd 11 Tapandve tpononomoelg kpinke amopaitnto vo mpaypatorombet Ko
éva 0e0TEPO TEIPANO [LE OKOTO TOV TPOGOIOPIoUO TNG KATAAANANG avoyng petad
eCopmuatov ko avoywv. To meipapa avtd meptypdeeTonl avaALTIKO GTO ETOUEVO

KEQPAAOLO.

5.3 IIpocdiopiopdg kotdAAniov avoymv (Fit Test)

EmAéybnrav 1peig Pacikol tomor yewpetpiog ecoydv (opboydvia, KLKAIKN,
TPLY®VIKT) KaOOG avTol avIrpoo®nevovy TIg cuvnBEsTEPES LOPPES GUVOESTS. [t TO
kéBe oynuo oyeddotnkay Ko ektvmodnkav 5 doxia (Block) xou 5 (Inserts) pe
SlpopeTikn avoyn, pe Paua 0.2 ytwootd (0, 0.2, 0.4, 0.6, 0.8). O otdY0C KAOE
ekTOMOOoNG NTav Oyt Lovo vo eEetactel 1 TodTNTA EPAPUOYNS TV Inserts péoa otV
EKAOTOTE €00YN, OAAG Kot vo dtepeuvnOel 1 EMAVOIANYILOTNTO TOV ATOTEAECUATMV.
‘Etot a&odloynOnke 1 ikavOTTo TOV EKTUTOTN VO AVATOPAYEL e GLVETELD TNV 1010
dwotaoloK okpifeln o S0y IKEG EKTLIMGELS, OTOEl0 KaOOPIoTIKO Yoo TNV

a&10moTio TOV OMOTEAEGUATOV GYETIKA UE TIG WO0VIKES 0VOYXEG GLUVOPLOYNG.
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Me tov tpdémo avtd KaTESTN SLVATN 1 TEPAUATIKY OVTIOTOIYIoN HETAED TNG

Oe@PNTIKNG AVOYNG Kol TNG TPUYLOUTIKNG COUTEPIPOPAS Kot TNV cuvapuoroynon. Ta

OTOTEAECUOTO TOV TEPAUNTOS TOPoLGLAlovTol 6Tovg akOAovBovg mivakeg Kot

OTOTLTTOVOVVY TN HETOPOAN] TNG EQPOUPLOYNG CLUVOPLOYNG OE GLVAPTNON Ue TO PEYEOOC

™G avoyng Yo kéoe yewpeTpioL.

Gap total (mm) Amotéieopa (Fit) Xyola

0 No Fit To insert dev ywpdel péca oto Block

0.2 Tight press-fit Xperdletonr peyain micomn ko €6v to Block €yet
VROGTEL TOPAUOPPOGCT LTOPEL VO UMV YOPEGEL

0.4 Sung slip-fit Kpatiétal otabepd, oAld €bv T0 TOLYOUATO TOV
gap &yovv ribbing o vdpEel duokoAia 16OV

0.6 Easy slip-fit Epopudler aveta, ovikd 7y  povtapiotd
Tepdylo

0.8 Loose fit Kovviétan pésa oto Block, Oa ypelaotel kdmolo
nécso otepéwong (Pida, kOAAw)

Mivokag 5.1: Amotehéopata cvvapproyS 0pBOYOVI®OV EG0YAV Y10 S10POPETIKA gaps

Gap total (mm) Amotéreopa (Fit) | Zyoha

0 No Fit To insert dev ywpdet péca oto Block

0.2 Tight press-fit Xpebletar peydAn mieon vy vo Y®PEGEL GTO
Block 1 mepiotpoon|

0.4 Sung slip-fit Kpatiétor péca otabepd aAld pmopei va Pyet
KIOAOG

0.6 Easy slip-fit Eivor xado yuo Kivovpevo pépn pmaivet dveto

0.8 Loose fit Mmnopel va otpafaocel pe @optio, Oa ypelaotel

Kémoo péco otepéwong (Pida, KOAAY)
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Mivokac 5.2: AmoTeAéopATA CUVAPROYIS KUKMKAV EGOYMV Y10, OLAPOPETIKA gaps




Gap total (mm)

Amnotérecpa (Fit)

Zyona

0

No Fit

To insert ywpdel péoa oto Block

0.2 Tight press-fit Mnopel vo pmer 0AAQ Ol Y®VIEC OTOTEAOVV
TOPEUTOOIOT Yo, TO insert

0.4 Sung slip-fit To xoptepd onueic oMAadn m Kopveés Oa
dnpovpyncovv tpoPAanua (binding)

0.6 Easy slip-fit Mmraivel evkoha pésa oto Block

0.8 Loose fit To insert moiler péoo oto Block dniaodn

neploTpépetol, Oa  ypewotel  KOmOwO  PEGO

otepéwong (Bida, KOAAX)

IMivokag 5.3: ATOTELEGPROTO GUVAPLOYNS TPLYOVIKAV EGOYADV VLU OLUPOPETIKG gaps

Ao ™V avAALOT TOV OTOTEAEGUATOV TPOEKVLYE OTL O1 BEATIOTES TYLES AVOYDV Y10

exktunooelg ABS otov ektvnot) Flashforge xopaivovron petagi 0.25-0.4 yiiiootd yo

KUKMKEG Ko oploymdVIEG EG0YEG, EVD YO TPIYOVIKES ATOLTEITOL EAAPPDOG HEYOADTEP

avoyn], 0.4-0.6 y1Aootd AOY® TOV KOPLE®OV TOV ONUIOVPYOVV TOTIKEG TOPEUTOIGELS.

Ot Tyég avtég elvar Wavikég Yo opaAr] cuvaproAdynoT Ympic vrepPoitkn dHvoun-

PN N xorapoTNTO.

XTI TOPAKAT® POTOYPOPiEG TaPoLGLAlovTal To EKTVTOUEVE dOKia Yo kaOe

TEPIMTOOT, LUE OKOTO TNV OMOTIUNCY TOV OTOTEAECUATOV TOL TOPOUTEONKAY GTOVG

nponyovpevovg mivaxkes. H ddtaén tov dsrypdtov, and apiotepd mpog to 0e&ld

avtiotolyel oe avéovoa T avoyns (0.0-0.8 mm), eved 10 Koo insert tomobeteitan

dimha Yo Adyovg cVYKPIoNC.

41




Yypa 5.3: (Inyq: @otoypagics ovyypagén): ExktiTtmon doxkipacstik®v Blocks pe opOoyovia
gooyi] 0.0-0.8 kot kowo insert Yo ELeyyo avoydv

Zynpa 5.4: (IInyn: @otoypaeics ovyypagin): Exktinmon soxkipaostik@v Blocks pe kokiki
gooyn 0.0-0.8 kon koo insert yia £heyyo avoydv

Xyfqpna 5.5: : (Iny: Potoypagics cvyypagia): Ektinmon doxkipaostik®v Blocks pe Tpryoviki
gooyi] 0.0-0.8 xor kowvé insert yia £Leyy0 avoydv
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Kepdiaio 6

6.1 Zvunepdopata Kol TpoTAcELS

H 1piodidotorn eKtOmmon omotedel KpIGO €PYOAElo Yoo TV ovYYpovn
Bopnyavio kot TNV avamTTLEN KOWVOTOMI®MV 6€ TOAAOVUC Toueic. Emupémer
dnupovpyio cHVOETOV YEOUETPLOV OV €lvarl dVoKOAO M advvato vo Toapaybovv pe
Topadoctokég HeBOSOVG, LELMVEL TOV ¥POVO TOPAYMYNG KOL TO ATOPPILUATO DALKOD,

EVOD TPOGPEPEL ONUAVTIKN EvEMETLD GTOV GYESACUO KO TNV TPOGUPUOYT| TPOIOVTM®V.

Katd v viomoinomn g SUmA®UATIKNAG QTG PYOCiaG, TO TEPAUATO ATESEENV
OTL 0 EKTLUTTMTNG KATAPEPE VO VAOTOOEL e aKpiPeia Kot mTuyio OAEG TIG EKTVTMGELS,
OVTOTTOKPIVOLEVOS GMOTO  OTIS  TOPOUETPOTOMGCEL; Kot oTlg  pubuicelg mov
epappooTnKay ylo kébe mepintwon, mopd to yeyovos Ot o LOVTELD NTOV OTOLTTIKA
Kot SoKipooav To Opa TG TEXVOA0Yiag Tov. Xuvolikd 1) Stadikacio £d€1Ee emiong OTL M
CUCTNUOTIKY TOPUUETPOTOINCT KOt O EAEYYOG TOV TOAPOUETPOV EKTVTMOONG Elvarn
kpiowa yio v alomotio Kot TNV ETAVOANYILOTNTO TOV EKTVTOUEVOV EEAPTNUATOV,
emPefordvovtog TV onuacics Tov GLVOLACHOD GYESUGHLOV, LAKOD Kol TEXVOAOYING

Y10t AELITOVPYIKE OTOTEAEGLLOLTAL.

Kietvovtog, mpoteivetar 1 depevvnon g ¥pNong Mo €0KOA®V Kol EVEMKTOV
vAKaV avti Tov ABS, ta onoio pmopodv vo TpoceEPOVV SUPOPETIKA YOPAKTPIGTIK
EKTUIMOONG KOl UEYOADTEPT Aveon omnv dwdikacio mapaymyns. EmmAéov, n
a&lomoinomn kot Tev 600 kePaA®V (extruders) Tov EKTLITMTN Y10 TOVTOYPOVT EKTVTMOOT),
omov pion ke@oAN ypnowonoleitor Y VAKS vrootnpiEng (support), pmopel va
EMTOYVVEL TNV OLOOIKOGI0, VO LEUDGEL TNV OVAYKT Y10l LETAYEVESTEPO KOOAPIGHO KOt
VO EMTPEYEL TNV EKTOTIMOT) TLO GOVOETOV YEMUETPIOV e PeYaADTEPT aELOTIoTIOL AVTEG
o1l BeAtivoelg Ba dtevpHvouy Tig duvatodTNTEG £QapUoYNS TS 3D extummong ko Ba

EVIGYDGOLV TNV TOPAYOYIKOTNTO KoL TV TOWOTNTA TOV LOVTEA®V.
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