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Evyaprotieg

Me v gukaipio TG TapoHooG TTVYNKNG epyaciog,Ba MOeha vo eKEPACH TIC EVYOPLOTIEG GTOVG
daokdrovg pov,otov K. [avayidt Kvpdton kot otov k. NikdéAao Evkodidn ywo v ekmdvnon avtig
NG TTUYKNG Epyaciog. Eva HeyaAo evyapioT®d 6TV 0KOYEVELD LoVv,6ToV Avtdvn kot atov [Tavayid.



Mepiinyn

To 0éua g mapohoOg TTLYIOKNG epYaciog €ival 0 oyedlOGUOC KOl 1 KOTOOKELY GLGKELNG
avVOKOKAMONG TAAGTIKOV Yio Topoymyr ] VAKoO 3D ekthnwong.Bacikdg otdyog eivan 1 avdmroén
oG 10€ag ed¢ To TEMKO Prua TG vAomoinonc.Apyikd YiveTol TEPLYpOP] AELTOVPYING TNG
GUOKEVNG, Y10 TNV OVOKUKAMGT TOV TANGTIKOD UEYPL Kol onuepa. Yotepa ££€TAloVTal LAKA Tov
TPOKELTOL VoL aVOKVKA®BOUV Kot 1 péBodog g tpiodidotatng extinwong Eneita axoAovbel o
TPIGOIAOTATOS OYEOIOOUOG 1) CLUVOPUOAOYNON OAMV TV €SOPTNUATOV KOl 1 QOTOPENAICTIKN
amelkovion ®ote vo. onuovpynbel telkn ewdvo Yoo TN HOPEY] KOl TIC AEMTOUEPLES TNG
6VoKEVNG.AKoAOVOEL 1 VAOTOINON TG KaTaoKELNG P Tpog Prpa Ko avaArdeton kabe péBodog
oV YpNoonomOnke Eexwplotd.Ztn oLVEXEWD YiveTow eme€nynomn TV 0dNYldv ypnong g
GLOKEVNG,PNUATO EVEPPYOTOMNGNG TNG GLOKELNG KO Ol TIVOKES KOTAVOUNG UETAPANTOV avaAoya
He to vAkd mov mpdkertar va avakOkhmBel. TEAOG TPoKOTTOVY AMOTEAEGUATO KOl GUUTEPACLOTOL
amd OAEG TIG TAPOUTAV® O10OTKAGTES.
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Kegpaharo 1° — Filament extruder-Baowkég évvoreg.

1.1 Ileprypagn Aertovpyiog TS GVGKELTG.

Ov pnyavég filament extrunders ypnowomolovviar cav e£@ONTéc vpotog,elvar Unyavég mov
HETOTPEMOVY  TO  TEUOYIOUEVO  TAOCTIKO GE  OVOAMGIHO  VAIKO Yyl TPIGOLAGTOTOVG
EKTUTOTES. AN UOVPYOVVTOL GE SLAPOPO GYNUATO Kol HEYEDT,0ALG 0 TpOTOg Aettovpyiog Tovg gival
0 1010G.

feed hopper- : - (:':)
- | heaters thermacouples shaping di=  — §
plasfio pe"etf B é £ é tubing and pipes
R R Y

turning screw barrel molten plastic extrudate m
— motor W

structural parts

Ewova 1: Avorapdotacn Aettovpyiog g GLOKEVTS.

lgpilovrag o yodvn pe 10 OPLUUATIGHEVO TAOCTIKO 1 CEOIPION KOL EVEPYOTOUDVTIOG 0L
NAEKTPIKN avtiotacn Oépuavong T LEUOVOUEVE CEUIPIO THKOVTIOL £TGL MGTE VO UTOPOVV V.
SlpopemBodv e0KOAN.XE QLTAV TNV KOTAGTOGCT, TO GQOPidle cuvdéovior pHeTad TOvS Kot
SLHOPOOVOVTAL GE V0L GUVEKTIKO, OLLOYEVOTIONLEVO VALKO.

Ewdva 2: O@poppatiopévo mAacTikod DAIKO.

Me v Bonfeta Tov KOPLOL NAEKTPOKIYNTIPO LECH EVOG LELMTIPO TOL EIVOL GLUVOEDEUEVOS LE oL
apida peTOPOPAg Kot mePPAAieTar amd po avoleldmtn cmAvVa,T0 VMKO cupmEletol HEGM TOL
aKPOPLGIOV KO TOPAYETAL TO AVOADGLLO VAKO. Otav 10 vVAIKO e€mbeite and v kepaln (Umek)
yoyete pe v Pondewa evog avepotpo.H toyvta pe v onoia palevetatl to vijpo kabopiler ™
dwpetpo Tov vipatog.Mia yapmAdtepn toydtnTa Oa £xel ®G amotélecua pEYAADTEPT OAUETPO,
EVO oL o ypyopn tavTnTo Kdvel to avtiBeto.llpémel va yivel cuyypoviopdg TovV GTPOPdV TOV
KOPLOV NAEKTPOKIVITIPA LE OVTOV OV givor vTEVBVLVO Yol TO TOAYLA TOL VAKOV,DCTE VO LILAPYEL
N emboputn SIAUETPOG.

Extruder Cooling System Puller Wind-up Machine

Ewova 3: Avoropdotact ToMyHaToS avaADGILOL VALKOD.



H dwodwcacio ToAlypatog EeKva e T HETPTON THG SOUETPOV TOL VIILOTOS Y10l VO SL0CPOAOTEL OTL
Bpioketar evtog TG avoyng g dapétpov otoxovl,75 mm.To vipa cuvdéetan pe €va Kapohil Kot
TUMyeTOL YOp® omd awtd.MOMC 10 KopoOAL givor yepdrto, to vipo KOPeton kot aceoiileTor.H
dwdkacio Eekwva Eovd, yepiloviog to emdpevo kapoOAl puéypt va e€oviinbel n moaptida tov

VT LLOITOG.

Ewova 4: KapoOht yepdto e TA0GTIKO DVAKO.

Ot ewbntég eivar Adyog avokOKA®oNG KoO®G TO VAKO omd OmOTUYNUEVEG EKTLTTMGELS,OTO
omplypata (supports) kot GALD TAOGTIKG TPOIOVTO PETATPEMOVTOL GE TEUAYIGUEVO TAAGTIKO 1)
oc@opidta kKot avakvkiovovtalt.H dtadikacioo ovt) €ivorl moAd 7o OKOVOUIKY] Ot0 GUYKPIGIUES
mocotnteg vnudtov.Ta unyovipato ovtd HEOVOLY TO KOGTOG TNG TPLGOIGTOTNG EKTUTWONG,
eEokovopmvtag £0¢ kot 80% o010 KO06T0G VAIKOV. TEL0G £xovv oyedtaotel yia va eEmBovv TANGTIKG
viuka 6nog ABS,PLA,HDPE,PET «x.a.

Ewoéva 5: Extuoropéva avtikeipevo mpv Kot LeTd TNV apaipesn TV Supports.

Avtd to pnyavpaTo 010£TouY oYEdOV EVIEAMG LETAAMKN KATAOKELN amd YoAiBovn Aapapiva yio
VYN oTiapdTNTO,0VTOYX GTOV XPOVO Kat T BepudTnTo.

1.2 AvaKOKA®G TAAGTIKOD

To mAaotikd amotehel MAEOV TO TIO OlOEOOUEVO VAKO Yl TIG TEPIGGOTEPEG YPNOELS OTNV
KaOnuepwvémrd pog. Eivor pépog twv cvokevacidv, twv VKOV pag ypriions kAm.Eivor miéov
avamOEeLKTO Vo unv ypnowonoteitat. Etvar ayabd Prounyaviag kot 660 avédvetor o mAnbuoudc,
060 Beltidveral to Protikd enimedo Kot 1 Tevoroyio avTikabicTovtol To TOAY VAKE [E TAOGTIKA
Kol avEdvetal 1 Tapaymyn tov. Yhpyet wwitepo peydAo mAN00¢ eVTEAMS SOPOPETIKOV UETUED
TOVG TAUGTIKOV.


https://www.engineering.com/3DPrinting/3DPrintingArticles/ArticleID/5412/The-Lyman-Filament-Extruder-II.aspx
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Eikoveg 6-7: Zvioyn Kot S10A0YT TOV TAACTIKMV.

H avaxvximon eivor pio dwdikacio katd TV omoio To OmopPPILUOTe ETOVOYPNCULOTOLOVVTAL,
UETOTPETOVTOL GE TTNYEG EVEPYELONG 1] GE TPOTEG VAEG AEyeTOl avaKOKAmoT. MEpog ¢ dadikaciog
G avaKLKA®MONG tval Kot 1 petatpom Prafepdv, yio 10 TepBAAAoV, VAIK®OV 6€ AydTepo N Kot
kaBolov Prafepd. Me tov TpOMO OVTO YiveTow OHOAOTEPO M EMAVEVTOEN TOVG OTO PUOIKO
neplPdArov.H avaxdximorn eivoar m Swdikacio TG GULOTNUATIKNAG GLAAOYNG, OWAOYNG Kot
EMOVOPOPAS TOV YPNOIL®Y DAMKOV.

AVOKUVKAQGILO TPOTOVTO.

» HAektpikéc ouokevéc.

* EEomAMo oG TANPOQOPIKIG.
* Hiextpikd kot nAektpovikd epyaieio Kot moyvida.
* latpoteyvoroyikd TpoidvTo.
* Oayntd (AMimacua).

* Xapri.

* [TAaoTiKo.

* Adovpivio.

e Tvod.

* EAaoTikd AVTOKIVATOV.

H avaxvKA®61 TOV TAUGTIKOV DVAIKOV.
To mlaotikd egivor éva amd ta o cLVNOIGUEVE VAIKG OV YPNGLULOTOOVVTOL GTNV KOTOCKELT
POVY®V, OCULOKELOACIOV, TAYVIOUDV Kol ETITA®V. AKOUO Kol HEPT TOV  SOCTNUOTAOI®V
Katackevalovior and mhaotkd. Eivar elagpl kot oev omdel evkolo. H avakvkimor tov gival 1
O ONUAVTIKY Slodkocion OGOV aPopd TNV OXEIPIoN TOV TAUCTIKOV OAAL VTAPYOVV TOALA
EUTOS10L GTNV OAOKAP®OT| TNG S10TL:
* H ovAhoyn TV TAOCTIKGOV omoPANT®V gival SOGKOAN.
* X1 dupkeld TG SadKaciag £va TOGOOTO TOV ATOPPUUATOV TOPAUEVEL G omTOPANTO
e€oTiog TV 0VCIMV TOV TEPLEYOVV TO, TAACTIKA.
* Aev umopet va mpoypatomondel avakvkAwon edv degv mponyndel Souywpiopds TV
dwapopetikav v mhootikod. Ta PET, PP, PVC, PE 6ev pmopovv va avapeyfovv wote
va wapoyBel devtepoyevig DAN.

H avaxdkAwon Tov TAaGTIKGOV £(EL GOV GTOYO:
* Owovopia kot peimon teplocelog EVEPYELOGS.
* No pelidoetl Tov 6yKo TV OmoppLULUATOV.

* Tnv mpoctacio tov nepPariovtog.



['o vo Aertovpynoel amodoTIKE £vVaL TPOYPOLLLO OVOKVKAMONG GE Ll KOWmVio TPETEL VOl
GLVEPYOGTOVV Ol TOPUKAT® TOPAYOVTES:

* O1 KOTaVaA®TEG.

* Ot opyaviopot yio v tpoctacio Tov TepBAAAOVTOG.

* H appodwa droiknon.

* H avamtoén g teyvoroyiog.

H x®d1komoinon 1oV avOKUVKADGILLOV TAUGTIKAOV TPOTOVTMV.

OAa ta TAACTIKA TPOTOVTO £YOVV KATOL0LG TPOTOVGS Yl VO avaryvopilovpe og mold £100¢ TAACTIKOD
avoikouv kol TG ovaKvKAOvovior €kaotoc. Ta €idn tov Kodtkdv &xovv mpotabel amd Tovg
opyaviopovg a.International Standarization Organization (ISO), B. American Society for Testing
and Materials (ASTM) ot y. Society of the Plastics Industry (SPI). To cOuforo avtdv tmv
KOOWK®OV €xel tplar un ovveyopeva PEAn devbetnuéva oe éva tpiywvo. X1n péESN TOL TPLYDOVOL
AVTOV VILAPYEL VA aplBUOG, LE 1| YOPIS TNV GLVTOUOYPAPIKY] OVOLOGIO TOV EKACTOTE TANGTIKOV.
AANOG TPOTOG OVOLYVOPIOTG TOV TAUCTIKOV €lval Kot 0 Ypappmtodg kodikag (barcode). Ola avtd
£€YOUV GKOTO VAL S1EVKOAVVOLV TOV KOTAVOAMTH GTNV OVOYVMOPICT] TOL TPOIOVTOG OV EXEL OTA XEPLXL
Tov. Avtd TO GVOTNUO Kmdwkomoinong avartuydnke 1o 1988 otig HITA and ™ Prounyovio
TAOGTIKAOV Y10, VO SIEVKOADVEL TV OVOKVKAMGCT] TOV TAAGTIKOV.

Symbol Acronym Full name and uses
Polyethylene terephthalate - Fizzy drink
@ PET bottles and frozen ready meal packages.

High-density polyethylene - Milk and

Lz s HDPE washing-up liquid bottles

PVC Polyvinyl chloride - Food trays, cling film,
3 bottles for squash, mineral water and
shampoo.
% LDPE Low density polyethylene - Carrier bags and
&& bin liners.
Polypropylene - Margarine tubs, microwave-
] PP able meal trays.
Polystyrene - Yoghurt pots, foam meat or fish
6 PS trays, hamburger boxes and egg cartons,
é vending cups, plastic cutlery, protective
packaging for electronic goods and toys.
Any other plastics that do not fall into any of
Other the above categories. For example melamine,
often used in plastic plates and cups.

Ewova 8 : Ene&nynon katnyopudv TAacTLKoD.

H ypnon avtod tov kddko amoterel €va 100G mPOTHTOV Y10 KATO0L TAAGTIKA TPOIOVIO TTOL
TOAOOVTAL otV oyopd oAAd dev eivor vmoxpoTkds. O KOG TPoPAETEL €PTA KoTnyopieg
TAOCTIKOV pe Pdom o Pacikd vAIKO and 1o omoio givor eTioyHéEVOg KABE TOTOG TAAGTIKOD Kot TO
ouvnOn TpoidvTa Yo To OTTOia PN CILOTOLEITOL.



1.2.1 Yka mwov TpoKerton vo avoKVKA®Oovy.

PLA Ogpponiactid.

To PLA (Poly Lactic Acid) eivat éva frodtacndpevo Bepponiactikd mpoepyoevo Kupiog omd
QLTIKEG OVOVEDOCUEG TTNYEG TO OO0 TO KATATACCEL OO TOL TPMTO GTN AIGTA LLE TO O PUMKA TPOG
T0 EPIPAAAoOV TAaoTIKG VAIKA. To PLA glvatl okAnpd, avBektikd kot mapovstalel peyoivtepn
axopyio og cvykpion pe to ABS. H Oeppokpacio otnv omoia apyilel va poaiaxkover stvor mepimov
01 65 °C. Zg éva avtikeipevo etiaypévo and PLA umopel va yivel emeepyacio pe yoardyapto aArd
KOIL UNYOVOVPYIKT KOTEPYOTio OGS TPOTN LA, TOpvELST| Kot ppeldpiopa. Enione pmopet va Bagel
HE aKPLAIKA Kot GAL ypopota. Eivat 1o o kowvd 3D ekTumdotpo vAMKO, 100viKO Yo OAES TIC
EPAPLOYEG TTOL dev vPIoTOVTOL VYNAES Bepokpaciec.

H yopnAn 6eppokpacio ENG 10 K0O16TE 0KATAAANAO V1ot TOALES EQOPUOYEG TT.Y. LEPT TOL TTPEMEL
VoL TEPAGOVY TNV NUEPQ GE VAL AVTOKIVITO KAT® 0O TOV A0 LITOPOVV, Y10 TOPEOELY LA, VO
HoAaK®GoVY Kot va Topapopembovv. To mhactikd PLA glvar eniong davikd yo ektuondoelg 3D
Omov N oeOnTikn eivon onpavtiky. Adym e youning Beppokpaciog ekTHT®ONG, Eival o E0KOAO
VO EKTUTAOGETE KO EMOUEVMOG TLO KOTAAANAO Y10 OVTOAAAKTIKG LE AETTEC AETTOUEPELES.

[TAeovekTNHOTO — LEOVEKTHLOTA
*  E&mpetikn ontikn| motdtnToL.
*  EvxoAn exktdnmwon.
*  XounAn avtoyn o€ Kpovo.

LA

Ewcova 9: TThaoticd vawod pla.



ABS O¢gpponhacTtiko.

To ABS (Acrylonitrile Butadiene Styrene) eivar évo omd to Mo kowd €01 TAAGTIKOV TN
Bopnyavio katackewng tpoidovimv.To ABS €yl metpelaiky| Tpoérevon KATL TOV TO KAVEL MYyOTEPO
"tpacvo" and 1o PLA. Efvor modd avBektikd, oxinpd kol oe pikpd Pabud edkounto dcte vrod
neploplopévn mieon va Avyiler avti va ondetl. Awatnpetl ™ otiopdttd T0V Em¢ Toug 105 °C, dpa
etvar Wavikd yo epappoyég omov amorteiton avtoyn oe vyniés Beppokpacies. Ommg kot to PLA
pumopel va tpumn el adArhd ko va AstavOel pe tplyipo ympig Tpopanua.
[TAgovekTNHOTO — LEOVEKTHLOTA

*  Koln avroyn.

* Ko\ avtoyn ot Beppoxkpacia.

* [T evaicOnrto ot oTpéPrmon.

ABS

Ewova 10: [TAaotikd vAiko abs.

HDPE 0Oeppomlactikd moAvatBuiévio.

To vynAng mukvotrag toAvatbvAiévio (HDPE) elvan éva Beppomhactikd molvatBuAévio
KOTOUOKELOGLUEVO amd TeTpéAaio pe Tokvotnta (0,94-0,97 g / cm3).Mepikég popéc ovoudletal
"oAkaOnvio" 1 "moAlvatBuAévio" dtav ypnotpomoteitat yioo wANvVeG.Me vYNAN avoroyio avToyNG
TPOG TLKVOTNTA, 0VOEKTIKO 0 VYNAEG Bepokpacieg kot eEPeTikd avOEKTIKO GE YMNUIKES OVGIEG.
[Mowt6 ypnotponoteiton HETOED GAAWMV V1o OAO TO €101 UTOVKOAM®V (TT.). COUTOVAV, TOTA,
KaBoploTikd K.AT.) KaOdg Kot Y10 KOLTId, KIBOTIO TOTOV Kol GOANVES.,avOEKTIKOV 6T d1dPpmon
COAMVOCEMV,TAUCTIKEG COKOVAES KO KOTAKLY K.0L AVOKVKADVETOL GLVIO®G Kol EYEL TOV aplOuod
"2" ®G TOV avayvmploTikd Kmowd pntivng tov. Exet pkpr| dtakAddmon, divovtog ioyvpdtepes
duvdpelg drapoplakég Kot avtoyn o€ epeikvond. Ilepiéyet ta ynukd otoryeio Tov dvBpaka Kot Tov
vdpoydvov.Atatnpet ) oTifopdtnTa TOV MG Kol Tovg 120 °C.

Ewova 11: [TAaotikod viAkd moivaBvuAiévio (HDPE).
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1.3 TpiodraotaTy EKTOTMON

H Tpiodudotom extommon amoteret néBodo npochetikng Kotaokeuns (Additive manufacturing) ko
€xel mpokOyel Kupimg omd TOV YOPO NG MUNYAVOAOYIOG Yl TNV KOTOOKELN] TPOTOTLTMOV
povtédwv.Etvar pia pefddog toyelog mpmToTumonoinomg e tKovOTomTikd amoTEAEGUATO. XUVETADG,
vdpyovv 3D exTLIOTEG Yoo TNV EKTOTOON TAACTIKOV TPOIOVIMV, TNV EKTOUTMOOCT UETOUAAMKOV
TPOIOVTOV, TNV €KTUT®ON YOYWvoV Tpoidviov,cmitidov kKAT. Boaowr| mpobmdBeon vy v
TPLEOLACTATH EKTUTWON amoTeAEl 1 VITOPEN KATAAANAOL oyediov og mpdypappa cad (TprodidoTato
poviéro) pe  popen apyetov STL.Yrmapyovv mAéov mOAAEG TEXVOLOYIEG TPLGOAGTOING
eKTUTT®OONG,01 3D extum®oelg Tpaypatomolovvion eLGKE pe ™ xpnon 3D ektvnwtdv. Onwg ot
OAeg TIG TEYVOAOYiEC, €TOL KOU OTNV MEPIMTMOOTN ALT VRAPYEL peYOAn ykapo 3D extunwtdv,
€EEOKEVUEVOV OVAAOYO TO DAIKO EKTOTTOGONC KAOMG Kot TNV Tot0TNTe EKTHTOONG,.

Fused Deposition Modeling (FDM) 1| aAlwg Fused Filament Fabrication (FFF) Bociletor oty
™mMEN Kot TV emAeKTIKY] evamoBeon pog Aentg tvog (0,1 — 0,8 mm) Beppomhactikod VAIKOV o
TOV GYNUATICUO TOAADY OAAETOAANA®V GTPpOGE®V N pid Tove omd v GAAn ol omoieg kot Oa
onuovpynoovy to TEAIKO avtikeipevo. To mlhyog 1 OAMGDG VYOG TOV OIPOCE®Y  OVTOV
mpocdopilovv v avdivon ¢S eKTOMOONG.XE HEYOADTEPES aVOAVCELS (LKpd Tayos-Oyog)ot
GTPMOOELS £ivor OVGKOAN dLOKPLITEG OTOTE KO TO OTTIKO OTOTEAEG AL EIVOL TOLOTIKOTEPO GE GYEOT LE
TIG AVTIGTOLYEG YOUUNAATEPTG ALVAAVOTG.

expanded layer

————s

thermal contraction

FDM 3D object

warping
= 5
S 4 <& 215 deformation
5 = 5
o= (55 =
=T 1]
é RERRRERRRARENENR bed
2 > heat element

shrinking force

Ewova 12 : Baowm meptypoen Aettovpyiag g tpiodidotatng ektonwong (FFF — FDM).

Eivan pior owovopukn péBodog kot yapaktnpiletar and vynin oyéon anddoong / TG CLYKPLTIKA
pe dAdeg peBooovg tayeiog mpwrtotvmomoinong N ovuPatikng mapaymyns. To mapoyoueva
avtikeipeva gtvar avBextikd Kot cuviBme ETola TPog ¥pNon aeoh 0AOKANPWOEL 1 EKTOTTMON Kot
dev amatteital Kamola mpochetn enelepyacia.MoOvo e TEPIMTMOGELS TOV Yo Vo Onpovpyn el Eva
HOVTEAO omouteiton 1) ¥PNON TOV OTNPYUATOV (Supports) Kol OTn GUVEYEW TPEMEL V.
apoapefotv.Yotepel 6TOV GYNUATIOUO TOAD AETTMOV YOPUKTNPIOTIKOV Kot 6T0 Pabud Aentopépeiog
mov umopel vo  amotummcel. Ady®m Tov OTL givor M TO €VPEWS OLOOESOUEV  TEXVOLOYINL
OVOTTTUGOOVTOL CUVEY®MG VENL VAKG 7OV TPOGOId0LV OTA OVTIKEIpHEVH E01KEG 1O10TNTEG KoL
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YOPOKTNPOTIKA. EToL 1 Tp1odidototn eKTOTMOoT YPNOUYOTOlEITal 6 OO KOl TEPIGGOTEPES
EQOPLOYEC.

Tp1od146TATEG EKTVTDGELG AVTIKEILEVODV 0td TAaoTIKE VAKE 6ntmg: PLA / ABS / HIPS / PC / TPU /
TPE / NYLON / PETG / ASA / PP / Glass Fiber Filled / Wood-Filled / Carbon Fiber. To vAko,mov
Bpioketar og popen vipatog pe dapetpo 1,75 1 3 ythootd, mepvd and Evav eEmbnti, o omoiog £xet
TETOL0L VITOAOYIGUEVT] POTIT) MGTE VO TEPVAEL L0 CUYKEKPLULEVT] TOGOTNTA DAKOV. TNV GLVEYELD, TO
VMKO Tepvdel oe éva ydpo otov omoio Bepuaivetal péypt vo ADOCEL Kot eEEPYETOL HECH HLOG
KePaAng pkpng dtapétpov (d = 0.2 — 1.5 mm).MoAg olokAnpwbei 1o TpdTO GTPDOLCEL, 1 PdoT TV
omoia givot TorofeTuUéVo KIveiTal TPog To KATM 1) 6 GAAN TEPITT®ON KIvEiTal 1) KEQUAN ToL GEova
Z mPpog 10 TAV® OOTE TAVD OO TO VIAPYOV GTPOUA Vo dnpovpyndet Eva véo.AkolovBel avt M
dwdkacio péypt va dnpovpyndel 1o tp1od1dotato HovTELO.

Filament

Heated
Extruder

Printed Material

Ewoéva 13 : Tleprypagn Aettovpylog tov 0Nt Kot TV S1000YIKOV GTPOLATMV VALKOV.

Avaivon morotntog 3D Extinowong.

Kavovikn — 0.3 mm - To méyog xébe otpdomng pvBuiletan ota 0.3 yihootd. To anotédespa etvor Eva
avlekTikd kot oTifapd avtikeipevo mov OU®G £xel OKPLTE emimedd TOGO OMTIKA OCO KOl GTNV
agn.Eivart n mo ypnyopn Kot OWKOVOUIKY E€MAOYN KOl GUVIGTATOL YO EKTUITMOGELS OV GOG
EVOLUPEPEL TEPLGGATEPO 1) AEITOLPYIKOTNTO TOPE 1) EUPAVION TOV avTiKEWEVOL. Meosaio — 0.2mm -
To méxog TV GTPMOGE®V €lval OPKETA AENTO MGTE Vo, U1 SKPIvVOVTOL EDKOAM, UTOPOVLE OUMG VO
TIC VIOGOVUE TNV 0QT). ATOTEAEL Lo PEGT Ao Yo VoL OMLLOVPYNGOVLE EVA TOLOTIKO EKTUTTOUEVO
Kot OHOPPO OVTIKEINEVO GE KOAN Ty, yopig peydAn avapovr. Méyweom — 0.1lmm - Xe ke
YA0GTO HWYOULG TOV AVTIKEIUEVOL avTIoTotyoVV 10 oTtpdcelg vAKoV.O1 6TpdoElg avTéS ivat TOG0
AEMTEC OV OV UTOPOVLE VO TIG avTIAN@OovpE oVTE omTikd oVTe Kol otV ar). H emioyn avt
otvel capmg to KaAvtepo ontikd amotédespa. H 3D ektommon ota 0.1 yiAiootd amottel onpovtikd
TEPIGCOTEPO YPOVO Y10 VO OLOKANPWOEL GE GYéom e TIC YOUNAOTEPES OVOADGELS e TOTELEGLLOL VL
glva Ko n o akpipn.

0.1 mm 0.2 mm 0.3 mm
Layer Height

Ewobva 14 : Avdioon motdtrog ovaAoya e TO TAY0G / GTPOCT] TAASTIKOD TAKOV.
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Mvkvotnra 3D Extonmong.

H mokvémra avaeépetar 6to Katd mOco yepdtes Oa eivatl 6 VAIKO 01 KAEIGTEG OOUES TOV
AVTIKEWEVOV TTPOG eKTVTT®OT|. H Tmukvdtta, 1 aAl®dg T0606TO TANpmONS, EKPpaletal cov
1060010 £mi 101G £k0T0. OG0 peEYaADTEPO TO TOGOGTO, TOGO TEPIGGOTEPO VAKS Bl ypnoyomonet,
6mov 10 100% pog divet éva mAnpwg copmayés avtikeipevo. H otifapodtnta Kot 1o TeElkd Bapog Kot
0 xp6vog Tapay®wyng Tov 3D eKTLIOUEVOL OVTIKELLEVOL EQPTMOVTAL AUEST OO TN PLOLICT QVTH.
Elvar xado ota avtikeipeva mov givol AEIToVpYIKd, 0moTE Kol VOIGTAVTOL UNYOVIKT KOTATOVNOY|, VO,
EMAEYOLLE KATOLO atd TO VYNAOTEPOA TOGOGTA. ALPOPETIKA OV TO povTéLo TpoopileTat va etvar
OVTIKEIIEVO TaPOLGTooNG Elval 0oQUAES VO ETAEEOVUE L0l YOUUNAOTEPT] TLUY.

100% 7 5% 50%

)
On

Eucova 15 : Teptypagn mukvOTnTog TOL TPIedIEeTUTOL HOVTEAOL 6€ T0G00TO %o.

IMieovexktqpata 3D Extonmong.
Kawvortopieg otov Zyedoopo.

*Emitoyvveror o KOKAOG GYESOGHOV, TAPAYMYNG KOl EAEYXOV ETTPEMOVTAG GTOV GYEOIOCTY|
va a&loAoynoel queco ™ Plooudtno vog TPOoidVIOS Kol VO EVOOUOTOCEL OAANYES
OYESOG OV OTTOV TVYOV ATALTOVVTOL.

*H dvvatdmta va tpomonombei to oyéd1o amevbeing kot va dnuiovpyndet to avrikeipevo
YOPIC GTATAAN YVTEVLOTG 1 S1ATPNONG,KUOIGTA TNV TPOGHETIKN KATACKEVT £VOV OIKOVOLLKO
TPOTO Yl TN ONUIOVPYIO LEHOVOUEVOV OVTIKEWWEVOV, KPOV TOPTIOMV Kol EVOEYOUEVWMS
TPOIOVIOV HOlIKNG TOPOy®YNG.

*H mpocBetikr] kotookevy] €EoAeipel TOLG MEPLOPIGUOVS TOV TOPASOCIOK®OV HeBGd®V
oxedGHOL Katd TNV katookevn. Kobiotd odvvarn tn onpuovpyio aviKEWEVOV TOL
TPONYOLUEVMG BemPobvTay Tapa TOAD TEPITAOKN KOl EMLTOYVVEL TOV TEMKO GYESUGHO TOV
TPOIOVTOC.

Ewova 16 : Tprodidotata PLOVTEAN TOPAUETPIKOD GYESLOCLLOD ndpayépsva and 3D gktunmT).

13



E&owovounon evépyelog kot KOGTOVG.

*H npocOetikn| katackev| amattel Aydtepo LMKO amod TIC «OPOIPETIKES HEBOdOVG
KOTOGKELNG, OTMG 1 KATEPYAGIA 1 1] YOULPUKTIKT.

*[Tapayovrar Aydtepa amdfinta: Xtiovrog aviikeipevo og 0AETOIAANAES GTPAOGELS, OVTi
TOV TOPUOOGLOKOV HEBGOWMV KATEPYUGING OOV OTOKOTTETOL TO VAIKO, LELDOVOVTOL Ol
avAyKeG Kot TO KOGTOG TV VAKAOV péEypt 90%.

*Emituyydverat yaunAdtepn evepyelokt| vTaot: AVTEC Ol TEYVIKEG EEOIKOVOLOVV EVEPYELDL LUE
™V e€dAenym TOV oTAd IOV TOPAYWOYNG, YPNCLUOTOIMVTOS OVGLUCTIKA AYOTEPO VAIKO,
EMTPEMOVTOG TNV EMOAVAYPNGUYLOTOINGT TOV VTOTPOIOVIMV, KOl TV TOPAYDYT EALAPPVTEPOV
TPOIOVTIMV.

Apeon 0160eom oy ayopd.

*Mewwvetal o xpovog dudbeong tov mpoidvtog oty ayopd: Ta avrikeipeva Umopovv va
KOTOGKELOGTOOV HOAIS ONUOVPYEITOL I TPIOOIAoTAT YNnelokn meptypoer| (oxéoo CAD),
eColeipovtag €10l TNV avayKn Yo akpiéc Kot ypovoPopo epyorelakd €EOTAIGUO Kot
KOTOGKELT] TPOTOTVTOV.

*EfacpaiileTon peyolvtepn evel&ia: Ot teyvikég g mpocsheTikng teyvoloyiag emtpémovy
™V TaxElo avtidpaon oTIg ayopES Kot ONUIovPYovV VEES SLVOTOTNTES TOPOUY®YNG EKTOG TV
gpyooTacinyv, OT®MG KWNTEG LOVASES TOV UTOPOVV va TomofeTnBovV KOVTd GtV TNyn TOV
TOTIK®V VAKOV.

*Me v 1prodidotatn ektdmwon doev elval mAov amapoaitntn m Onovpyioa cHvleTwv
YPOUUOV TOPOY®YNS TPV EEKIVIGEL 1) TOPAYOYN.
Egappoyéc tng 3D ektdnmonc.

Avtoktvntofropunyovio.

Me ™ pé€Bodo avt ekTLT®VOVTOL TPIoOLdcTATO foNndNUaTO TOPAYM®YNG TOV PN GILOTOLOVVTOL
Kkanpepvd ot ypapp suvappordynons. Etot dev Basifoviar mAéov oe eEmteptkovg mpounBevtég
Yl T EPYAAELD, TIC GLOKEVES Kol TOL EENPTNLATAL, LELOVETOL GNUOVTIKA TO KOGTOG KOl O YpOVOG
TapAdoomg amd apKeTég foonades o Ayeg povo nuépes. Evod mapadooiaxd 1 tpiedidotat
EKTUTTMOOT) GLGYETILOTAV LE TN ONUOVPYIN TPOTOTLT®V, £XEL LEYAAEG dSVVATOTNTEG Y10l TIG
EMYEPNGELG TOPAYWOYNG OTN dNUIOVPYIN TPOGAPUOGUEVOV EPYOAEI®V, KIYKAMOOUATOV,
eEapmudtov kot dAhov Bondntikdv katackevmv. Ta epyareio propodv va TpoGapUOGTOOY OOTE
VO 0VTOTTOKPIVOVTOL GTIG OKPIPEIS Aot GELC.

Ewova 17 : To e&dptnua owtd ypertdotnke 35 npépeg oto ypdvo avamtuéng otav mpoundevdtay eEmtepikd Kot KOoTile
400 €. Mg v Tp1od146TaTH EKTOTMOT), TO £PY0 OAOKANPOONKE Gg 4 NUEPEG KO TO KOGTOG pEldOnKe ota 10 €.
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Ewova 18 : Avtog o petpnig mxpael')pov kootle 180 €. Me v 1p1odidotatn ekTOT®oN T0 KOoTog 35€.0 Ypdvog
avanTuéng petmdnke omd 8 og 6 NuUEPES.

b
b,

- : A\t 2 -
Eucova 19 : Avti 1 1p1odidotorn ektomopuévn tpoctacio tpoydv iye mpoundeia 800 €. Me v tpiodidotarn
eKTOT®ON 10 K0010G 21 €.0 Ypdvoc avdmTuéng petddnke and 56 oe 10 nuépec.

Poumotikég epappoyéc.

Ta televtaio ypovio €xer vmdpéer onuavtikn wpdodog otV TEXVOAOYioL TPOGHETIKMOV HEADV.
[Mapovcialoviar cuvexdc TPOcHETIKAE PEAT TOV EMTPETOVY GTOLG KATOXOVG TOVS VO EXOVV OAOEVH
KOl LEYOAVTEPT] OVTOVOUIO KIVICEDV VM 0EAVETAL TAPAANAQ OGO TEPIGGOTEPO Eival EPIKTO M
aicOnon g aeng.Emmiéov 10 mpocshetind avtd pérog £xet wiaitepa Younid KOGTOG G GYEoN LE
ta vtoroura. Ta PovoKmOTO XEPL lvar pEPEL TPOIOV TEXVOAOYING TPIGOIACTATNG EKTOT®ONG. ALTO TO
pocheTikd yEpL Kootilel mepimov 500€ Otav ta cOyypova Provikd mpocOetikd péAn kootilovv
Oekdoeg YIMAdEg doAapLaL.

Ewodva 20 : Exturopéva teyvntd dKpol.
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latpikég epappoyéc.

M omd TIC TPATEG YPNOEIS TNG TEXVOAOYIOG TPIGOAGTATNG EKTOTMOONG NTAV 1 WOTPIKN Kol
ocvykekpipéva  TpocBetikn| yepovpykn. [ave and 20 dopopeTikd LELTELLOTA TOV KVpaivovToL
oo KPOVIOKA HEYPL ELPLTEVUATO 1OYIOV, YOVATOV, OKOUO KOl GTTOVOVAIKG ELOVTEVLOTE TOV EXOVV
eykplel amd v Ymnpeoio Tpogipov kor Papudkov tov HITA (FDA) koatackevdlovior pe
dupopeg teyvoroyieg ALM. Emumdéov, péypt onuepa mepiocotepa omd 100.000 spputedpata
woyiov &yovv mapayfel péow ALM pe nepinov 50.000 amd avtd va govv totobetbei o acbevels.

Ewdva 21 : TIpocbetikd yepovpykd epputedpata.
Koopnuarta.
H ayopd twv 3D printed koounpdrtwv, &xel Eexvioet og poda and ) Néa YOpKn Kol avanticoETol

ocvveydc. To 3D printed Koounpota PIOPOLV Vo YPNGILOTOMNB0HV MG TPMTOTLIO, Y10 KOG LOTO
mov Ba tvol amd TAAGTIKO,UETAALOD, YPVGO, AGTILL K.0

Ewodva 22 : Koopnpoata mopayoueva and 3D ektdimmon omd S1épopo VAKE.
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Moda.

H 1eyvoloyia TgTplod1doTotng EKTOVTMONG EXAVATPOGOLOPILEL TNV TOPASOGIOKN GYECT OVALEGH
070 0Yed100TH Kol TOV KATavaAmTr, 6101t pe To 3D Printing n udéda wpocappoletot oto HETPO TOV
evOg aTtOHOL OTMG aKPIP®S Kot TNV LYNAN partikt). O KatavaAmTg etval og Béon va mapoayyédver
avTIKEIPEVA oSO akpPdS oTa HETPA TOV Kot va TopepPaivel 6To oxedlacpd avtov. Eidn

povyo oY, aesovdp, KabdS Kot TATOLTC UToPovV v eKTVT®OOVV oe PeYdAn oo
APOUATOV.

) £

————

Ewova 23 :Extonouévo @dpeua omd v oyedidotpia Monika Januszkiewicz. Eival katackeaouévo omd viiké TPU
92A-1 éva avBekTiKd, EKAUTTO Kot EAOOTIKO VAIKO, Toplalel moAd 6Tov o)edaeUd TG HOSIG.
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https://www.monic-dzej.co.uk/
https://www.monic-dzej.co.uk/

Téxvn kot Staxdopunon.

H tpiodidotamn ektommon éxet aAAdEet Ta dedopEVA GTO YDPO TNG TEYVNG GE O,TL EXEL GYECN LLE TN
dnuovpyia. ATd v YALTTIKN, TO X0pd, TN MOVGIKY, To art and craft péypt Ko to animation, to 3D
printing divel otov KOAMTEXVN TN OLVOTOTNTO VA LDAOTOWCEL GE TPES OOCTACELS OTL EYEl
eavtaotel.H 3D teyvoloyia gival onuavTiKn 6TOV TOUEN TNG OVOTOPAY®YNG EPYOV TEXVNG KABMG
péom ™G 3D cdpwong kat TG EKTHTOGNS TOVG (o€ 101e¢ 1 AAAES OLUCTACELS) LELDVETE CUAVTIKA O
xpévog oyediaong. [lapdAinia, HEGH TOL YNELOKOL apyElov TNG olpmoNg £xovue TN duvoTdTNTA
TPOCAPLOYADV KOl dSOpODCEMV.

Ewova 24 - 25 : Tlpotoémunog oyedlaclds EKTVTOUEVOV SLOKOCUNTIKAV AVTIKELLEVMV.

Apyaoroyioa.H ypion g tp1odidotamng EKTOTMOONG OTNV EMOTAUN TS opyotoroyiog divel
dvvatotnTa vo yivel To €0KoAn 1 avamapayy Kot 1 peAétn apyaottov.Ta nepiocdTepa apyoio
avtikeipeva Ppiokoviol S10GKOPTICUEVE GE LOVGEID 0VA TOV KOGUO Y1oL AOYOVS GUVINPNONG,EVD
TOAAG amtd avtd givol povipo amodnkevpéva Adym EAAEYMG YOPoL.Me TN onpovpyio TPOyUOTIKOV
avILYpAQOV HECH TPLOOAoTOTNG EKTUTMONG (TPOTOUEG, aydApota, oyyeld, KOGUNUOTO, KTA.)
aKOUO KOl TO 7O HIKPE OVTIKEILEVO UTOPOUV Vo avamopoyfovv yuoo pedétn 1 Kot €kbeom
aVILYPAQOV TOV OTOIMV To TPOTOTLTOL OEV LIAPYEL 1 dvvatoOTnTa va ektefovv.Or gpevvnTég
umopovv vo, wapordpovv évo motd avtiypapo 6mov kot ov Ppiokovtat. Télog,  avtiypoaen Kot
AVOTOPOY®YN OPYOLMV EPY®mV TEXVNG Y10l ELTOPIKOVG OKOTTOVS ivot TALOV i oA O1001KaGioL.

EtKg\)a 26 - 27 : IIpdobeto elcnmc)uOKouudu oe mpotoun.Extunopévo apyoio avtikeipevo €€ oloxAnpov
Tprodibotatng ektomwong.Me ) pébodo 3D scanning dnpiovpyinkav To TpeSAcTOTO LOVTELA.
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Kepaiaro 2° — Tp1o6o1a.610T0G 6YEOLAGPROG
2.1 TprodudoTaTog oyedacpnidg facika@v eEupTnuaTOV TAULGI0V.

Yyeddotnkay Olo o EQPTRHATO TG KoTaokeLnG o Tpoypaupa oxediaong (CAD) oe khipoka
1:1.Me avt ™ pébodo amopedydnkav mBava AdOn mov pmopel va giyov mopoLGLOoTEL KATA TNV
vAomoinor o€ ToAAd onueia. Eniong évag onuovticdg Adyog akdun gival 6Tt vapyet 1 duvatdTnTo
e€étaong G KATOOKEVTG G TPLOOAGTAT OMEKOVICT] MGTE VO YIVOUV OAAAYEC GTOV AELITOVPYIKO
KoL 6TOV oloONTIKd TopéaL.

Ewova 28 : Boaowd oopo — 7A0IGIO TOL  pnyovipatog,oe  dwaotdoelg  650*%150%100 mm. Yo
katackevng,Aapapiva ST 37 kou mdyog 1,5 mm.

Ewova 29: Kdaroyn oopo — mhaicio tov  pnyovipotog,ce  dwotdcelg  650*150%100 mm. Yo
rkatackevng,Aapapiva ST 37 xon mdyog 1,5 mm.
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Euwovo 30 : IMTAovd komdKt TOL pNYVAHOTOS UTPooTd Kot miow,0e dwotdoelg 147*%98,5 mm.YAwd
kataokevng,Aapapiva ST 37 kot méyog 1,5 mm.

Ewova 31 : Kdtow xomdkt — 7wAToOpe TOV  PNXOVAHOTOG,0E  OlooTdcelg 648,5%147*%24 mm. Yo
kataokeung,Aapapiva ST 37 kot méyog 1,5 mm.

Ewova 32 : Bdon otipi&ng xvprov niektpokiviipa ,o€ dotdoels 127%76%23,5. YAMKd KataokKeug,Aapopiva
ST 37 ko méryog 1,5 mm.
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Ewova 33 : Bdon ompiéng ocoijvag - woyAlo petagopds oe Swotdoelg 102*62*%22  mm.YAuo
katackevng,Aapapiva ST 37 kou mdyog 1,5 mm.

Ewova 34 : Aoyeio tpopodocing Bpuvpatiopévov mhaotiko,oe daotdoelg 105*105%90. Yk kataockevng, PLA
pe ™ puéBodo g TP1edacTUTNG EKTHTOONG.

Ewova 35 : Avtanrtopag katevBouvong tov 0épa,oe dwaotdoeg 80*80*17. Y ko kotaokeunc, PLA pe 1 pébodo
g TPLESAoTOTNG EKTOTOONG.
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Ewova 36 : [IpocOnkn otmpiéng poviepav KP,oe dtouotdoelg 77%25%21 mm. YAkd kotookeunc, PLA pe ) pébodo
Mg TPLEOACTOTNG EKTOTOOT|G.

Boowd ocopo — mhaiclo ocvokevng amofnikevong mAaoTikod VApaTog,oe Saotdcelg 150%200*50.Y Ao
katackevng,Aapapiva ST 37 kou mayog 1,5 mm.

A&ovag ompiéng oe dtdpetpo D = 11mm ko prjxog L = 210 mm.
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2.2 Xvvapporoynon 6Lov Tov eEopTnudToy.

Ewoéva 37 :

Ewova 38 : Zuvolikn eikdva Tov unyoviLatog HETA T GLUVAPLOAGYNOT] OAWV TMV KOUUATIOV,TPOCOWN,KATOYN.

Ewova 39 : Zuvolikn e1KOVA TOV YOV LATOG LETA T GUVAPUOAGYNON OADV TV KOUUOTIOV, WTPOGTA, TG M.
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2.3 ®OTOPEUMOTIKES UTEIKOVIGELS.

Ewova 40 : Zuvolikn ¢mTOPENMGTIKT OTEIKOVIGT] KO TPOGOUOIMOT) TOV TPOYUATIKOV DAIK®V.

Ewova 41 : Kdtoyn cuvolkng ¢mTOopEOMOTIKNG ATEIKOVIGNG.
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Ewova 42 : Eotioomn mo Kovid 6g TEPIoGOTEPEG AETTOUEPLES.

Ewova 43 : DotopeaMoTiKy OTEKOVIOT] 00 TNV oW Kol uapootd oy tov filament extruder.
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OLOKAPOTIKY QOTOPEVMGTIKTY UTELKOVIGT OA®V TOV EEUOTNUATOV GTNV TELELOTIKI LOPPT] THS CVGKENC.
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Kegpaharo 3° — Yromoinon KatacKevg.
3.1 Mnyovikd e£opTHoTo TOV PNYeVI|LATOG.

A@ov cvAAéynkav OAa To amopaitnto  eCopthpote Yoo TV ohokAnpwon tov filament
extruder,mapoakdto Oo yivel Tapovsiosn Kot avaALGCT] TOV AEITOVPYLOV KOl TOV YOPOKTNPLOTIKOV
TOVG,.

*  YoMva avoEeldm.

20mm

Ewova 44 : Avoleidwtn coiva pe eEotepkn odpetpo D = 20 mm.Ecwtepn ddpetpo d = 16 mm won pnxog 1
=245 mm.

*  KoyMoag petagopds.

W

Ewova 45 : KoyMog petagopdg vAkod KaTooKeLaoUéVos and eTIGKANPLIEVO aTciAl pe dapetpo D = 16 mm
Kot prog 1=310 mm.

*  ITHpog amobnKeLoN S VAIKOV.

Ewovo 46 : Ilvpog omobrkevong vAwoy katackevoopévog omd  (dpok.  (Kpdpo petdAlov  pe
WELIAPYVPO,0AOVUIVIO, LaYVAGLO Kot X0AKk6). Me duapetpo D = 12 mm kot pkog 1= 210 mm.
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*  Movpa KeQUANG.

Ewdva 47 : Movga e ongipopa (Yovipod totydpotos), and avoleidmto atodit todvtntag AISI304.EEwtepikn
duapetpo D = 26mm, ewtepkn Sdperpo d = 20 mm wou prog 1 =35 mm.

*  Mmnex ke@aAnG.

Ewodva 48 : Mrek ke@aAng KOTOOKELOOUEVO ad opeiyoiko kot didotaong 1/2 pe e&dymvn KeQoiy.

*  Poviepdv pe kaparéro KP0OO.

Ewcdva 49 : Povdepdyv pe kaparéto KP000.EEmtepikn| dubpetpog poviepdyv D = 66mm Kot e6mTEPIKT SIGUETPO
a&ova d = 10mm.
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*  Poviegpdv.

Ewova 50 : PovAiepdv pe eEmtepikn didpetpo D =28 mm,sowtepikn diapetpo d = 12 mm kot wéyog s = 8§ mm.

*  Koapvddakt kot 6Towpog onacstdc.

Ewova 51: E&hyovo kapuddaxt 1/4 9 mm kot 6tavpdg onaotog 1/4 yio T 6hvEESN TOL KOYAIN LETAPOPAS LE TO
KOP1O HOTEP.

e Tudvtog ypoviopov.

Ewova 52: Tpdvtog ypoviopov pe mepipetpo 320 mm yio LETOPOPE KIvONG 00 HOTEP GE YPOLLLIKN 1
TEPLOTPOPIKT Kiviom.

*  ZEWKpog LETOAMKOGS.

Ewova 53: Zewmpog PeTaAAkoc koddpov pe Pida pObuiong pe dibpetpo D =45 ewg 55 mm.
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3.1.1 HiexktpoMywkd — NAEKTPOVIKG EEUPTNNOTA TOV PNYOVIIHLOTOG,

*  Kiplog niextpoxivntipag.

Ewoéva 54 : Tlpoxertan yio DC xopro niektpokivntipa petddoong kivinong 12 V — 10A.Méyiotog apiBuog
oTPOPOV/AENTO, 60 GTPOPEC.

*  Aevutepedov NAEKTPOKIVITIPOC.

Ewodva 55 : Ipdkerron yioo DC nhextpokiviipa pe petaAlkods dEoveg kol oTig dVo HEPEG TOV UE avoAoYia
1:48.Méyiotoc aptBpdg otpoedv/Aento, 120 otpopés, 3 — 6 V kar 1 A.

*  Tpopodotiko.

Ewdva 56 : Tpopodotikd cuveyovg pevpatog (DC) 12 V — 20 A pe entd emagés - tpelg e€6dovg (+ & - ).
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*  Ogppooctdng

Ewoldva 57 : Ogppootdtng Lovoeaosikdc,evailaccopevov peopotos (AC) 230 V — 16 A.Ogppokpacio Aertovpyiog
50 -300 C.

*  Avrtiotdoeis.

Ewova 58 : Avtiotaon evarlacoopevov pevpotog (AC) 230 V- 60 W.

*  PuOotig otpogiv.

Ewova 58 : PuOpiotc otpo@dv cuveyovg pevpotog S —30 V & 5 A.

*  Awkdmtng emergency-stop.

Ewova 58 : Ataxdnng migong EKTaxtng avaykng evailacoopevov peopotog (AC) 600V 10A — 300V SA — 125V
3A.
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['evikdg drokomTng.

Ewova 59 : T'evikog draxodmtne 230 V ON/OFF pe évdeién Aoyvio.

AloxoOmTEC.

Eucova 60 : Awaxdnteg 230 V ON/OFF pe évdeién Avyviag.

Avepuompag.

Ewodva 61 : Avepuotipag WHéng svveyoig pedpotog (DC) 12 V kat Sroctdoeig 80 * 80 * 25 mm.
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3.2 Koatookevn] pacik@v eEaptnudtov Ttlorciov.

Ewova 62 : Kbpo copa — Baon 6lov tov eéaptnudtov,katackevacpévo and ST 37 xon wéyog 1,5 mm.Eywve
Spdpewon g YeopeTpiog pe tn pébodo g otpavioc.

Ewodva 63 : Z10 apéowng emdpevo Prpoa KoMﬁOﬁKow T 3VO TANIVA Kouﬁdtta MOTE VO NV VIAPYOVV KEVE KOl VoL
yivel o otiapn n Paon.

Ewova 64 : Anpovpyinkov omég 0mov amattouvtoy MOTE VA GTIPLYTOVY Kol Vo Bddcouv OAa ta eE0pTHLOTA.
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Ewbdva 65 : Ohokdnpwon e o avorypo OAmv TV ondv.MiKkog tov punyovipatog 650 mm,midrog 150 mm ko
Hyog 100 mm.

] L

— o

L}

Ewova 66 : Kataokevn faoemv otpiEng g coMVos 6€ S106TAGELS, WKOG 100 mm kot Vyog 60 mm.

mm.

Ewova 68 : Kol coinvag yuo tnv 1popodocio. 00 TAUGTIKOD VAIKOD. Awotdoeig oviakiov 40 * 10
mm.KoAAnon dvo omprypdrov yio 1o doyegio Tpopodociog.
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el R Sk 3 o
Ewova 70 : Kopro cdpa — Baon dhov tov eéaptnudtov,kotockevacuévo and ST 37 kot ndyog 1,5 mm.Eywve
Swpdpepwon g yeopetpiog pe tn pébodo g otpavioc.

3.2.1 Mé£00dog Tprodastatns ekTutmonc. (3d printing)

Mo mmv mopayoyn Kot vAomoinon mOAA®V  €EQPTNUATOV 7OV  OYESIOTNKOV Yo, THV
KATOoKELN, Y pNotporomOnke Tpiodidototog ektummtic.O Creality Ender 3 pro pe ) pébooo Fused
Deposition Modeling (FDM) 1 aAMidg Fused Filament Fabrication (FFF).

I

- l Creadity Ender-3 Fro < ! ;':';"n”"‘ ¢ = standard Quality - 0 1mm Bowm [lof $of » -
|
bl Profle Standad Quaity * v
iy
| | =
|| ‘ | = ouality B
T Loyer Hoght #0 0 ’
O sheit s
Wl Thécimess @80
Wall Lime Count 2
P 2@
Top Thicenes:
B Layrrs 0
Boterm Trickeess
Bottom Layers n
Horizontal Expanson o
A nfin 4
€ Recommended
1
ewThE o

Ewova 71 : Xpnowononbnke 1o Aoyiopukd Ultimaker — Cura y v mopaywyn tov Kodiko (g-code) apov
£ywvav ot KoTaAANAes pubpicels.

35



Ewova 72 : dotoypapieg KoTd TN S8PKELN TN TAPAYDYNS TOL d0YEIOL TPOPOS0Giag. XpNoIUOTO0nKe TAGTIKO
VAKO PLA y1o0 OAeG TG EKTURAOGELS TOV EEAPTNUATOV.

Eucova, 72 : @wroya(pisg KOTE TNV S1EPKELD TNG EKTOTMONG SLAPOP®V EEUPTNUATMV TOV U0V LLOTOG.

Ewova 73 : Baon ompiéng aEova pe povAepdy yio TNV omobnkeuon Tou avol®GIHLOD VAIKOD GTO KOPOVAL.
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3.2.2 M£00dog vopokomnc. (water jet)

H vdpoxonn eivar po péBodog kommg pe ektdEEVOT vEPOL, e TNV KavdTTa Vo KOPEL OA TO €10M
TOV VAMKOV, GE 0KOVOVIOTO GYAUOTO, He eEalpeTikn akpifelo kot modtnTo aKune. AmoteAdel pio
Kpva néEB0d0g KaTepyasiog Katd tnv omoia dev avanticsovtol Bepikés Toels, KATL mov KobloTd
™ ovykekpévn pébodo aitepa acpoin.E&ottiag ¢ TEPAOTIOG KIWNTIKNG EVEPYEWNG TTOV
avomTOOOEL, TPOCPEPEL HUEYOAN akpifelo KOMG G€ OMOLOONTOTE LAKO aveEapTiTOV YOV, EVED
£xel T SuVATOTNTO VO, EVOAAAGGEL GYNILOTO, KOl DVAKE YOPIC VoL TOL TOPULOPPDVEL..

== =

]'"lﬁ

To vepd ouhtpdperor Kot copmiéletor PEGH oG avtAiog LYNANG TECNG KOl GTN GUVEXELL
OlOYETEVETOL HECH OCOANVAOCE®Y TOV VOPOKOTTIKOV UNyovinotoc. 'Eva  akpo@OGlo  pukpng
OWUETPOV GLYKEVIPMVEL TO VEPO,TOL OTOIOV 1| VYNAN Tieon peTaTpEémeTal oe VYNAN TovtnTe. H
VIEPNYNTIKY aKTiva vepol KOPel kdbe eidovg vAIKO Kot 1 dwadikacio avty ovoudleton kabapn
VOPOKOTTIKY] LEHOSOG.

>

V4
.u.?
Ewodva 74 : TonoB£Tnon Tov KOUUATION GTN UNYovH MGTE VO, YiVOLV 0l KOTES.
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Ewova 75 : dotoypapio kotd ™ didpketo kKomng.[o Tov oYedGHO KOl TPOYPULUATIGUO TG KOTEPYOSIOG
ypnoyorombnke o Aoyiopo, AutoCad 2017.

Ewova 76 : Ko Aoyotomov oe Aapapiva ST 37 kou mdyog 2 mm,ce 81(3((5‘[?(1(51]. 100 * 90 mm.
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3.3  Baywo tov optnpdtov.

A@obv oloxkAnpoOnkav OAo Ta oTAdW SWUOPE®ONG Kol KatEpyosiog TV  eEupTNUATOV
akoAovOnoe mn dwdkacia tov Payipatoc.To Pacikd ypdOHO TOL UNYOVAHOTOS &ivol TO
TPAGIVO,BOCICUEVO GTNV AVAKVKA®GT Ol LOVO TOL TAAGTIKOV VAKOL 0AAL G OGAO TNG TO £VPOG.

Eucova 77 : TTAGy1o Gy Kot KATOWT 06 TO KOPLO GO TOV UNYOVALLOTOG LETH TV Boen.

Ewova 78 : Byito tov kdte [LEPOVG — TATOG TOV LUIYOVTLOTOC.

7 e
Ewova 79 : Bayyo d10popmv LETAAMK®V Kot TAACTIK®V EE0PTNLATMOV TOV UNYOVALOTOS GE XPOUA LODPO LAT.
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3.4 ZXvuvopporoynon tov eEapTNRaTOV.

AxolovBel 1 cvvoppordYNoN OA®V TOV HNYOVIKOV KOl MAEKTPIKOV €Eaptnudtov OoTe va
0AOKANP®OEL 1| KATOTKEDT).

Ewova 82 : ToroBEtnom unyovik®v Kot nAEKTPIK®V eEaptnrdtov (MAextpokivitipa,facemv
o pigng,dloKontdv,0eproctdtn,emergency stop).
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Ewova 83 : TomobBétnon pnpovikdv eEoptNUATOV  GTAGTOV  GTOLPOV,apidd  UETAPOPES,POVAEUAV
opEns,Paoenv opiEng,eEmtepikd Kol E6mTEPLKO doyelo GTNPIENS.

Ewova 83 : ToroBétnon pnyovikedv eEoptnudtov Kiviong Kot LETaQopag.
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3.5 Hlektporoyikn 6GUVOEGUOLOYIO KOL KUKADNOTO.

To teMKO GTAO10 Y10 TNV OAOKANPMOT| TNG KOTAGKELNG £lval 1 NAEKTPOLOYIKT) GLUVOEGLOAOYIO OA®V
TV e&aptnratov.AKolovdovv mopakdT® To PHate GVVOEGHOAOYING.

Ewova 84 : TomoBétnon avepiotipa 12 V yio v yHEN tov Pacikod nAEKTPOKIVITAPO.

Ewova 85 : Tonoeérncm TPOPOdOTIKOV GEVEYOVG pevpotog AC 12 V ue tpeic e€6600g cvvsouokoy{ag +/- ko
ouvdeoporoyia tpopodociag. ®don L(kapé kadmdlo),0vdétepog N (umhé kokmdo) kot ['elwon (kitpvo-mpdovo
KOA®DI0).

Ewova 86 : TomoBétnon kot cuvdesporoyio niektpicov avepiotipa 12 V yio v ynién tov 1po@odotiko.
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Ewova 88 : Zuvdeoporoyia Tpo@odociog 6Tov Yevikod d10KOTTN ENELTO GTO emergency Stop Kot TEAOG OTO
TPOPOSOTIKO.

Ewova 89 : Tehkn ewdva petd ) cuvdecporoyia OOV TV EapTnUATOV Kot KOAMIIWV.
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Kegpaharo 4° — Oonyieg ypniong.
4.1 Bnpata evepyomoinons cvGKELIC.

[IpaypatonoldvTog TG Tapamdve SodKaGIES KATAGKELNG KOl GUVOECUOAOYIOG KATAAYEL GE EVOV
00MY0 Yo ta Ppate EVEPYOTOINoNG TNS GLGKELNG KOl XEPIGUOV AVTHS.AKOAOVHOVV TO TOPAKATM

Bruata.

1. TomoB&tnon tov kakwdiov Tpopodocios o prpilo evarlraccoopevov pevpatoc AC 230 V.
2. Evepyomoinon tov yevikol dtakdmtn oty évden " 1",

3. Avorypo tov emergency-stop (otpifwvtag mpog ta 0e€1d) MoTE Vo KAEIGEL TO KUKAMLOL Kol
Vo umopet vo AELTovpyfoEL.

4. Evepyomoinomn g NAEKTPIKNG 0vTIGTAOTG GTPIP®OVTOS TOV POOGTATN TPOG TNV KOTAAANAN
Oeppoxpacio,avaioya pe T0 VAIKO TOv TPOKELTAL VA 0VOKVKA®OEL.

5. AoV 1 avtictaon @tacel oty emBountr Beppokpacia,tdte T0 EMOUEVO Pripa efvor va pmet
70 OPATIGUEVO DMKO GTO EGMTEPIKO dOYEL0 TPOPOOOGING.

6. Evepyomoinom tov Bacikov niektpokivntipa (motor extruder) :

a) POBion otpopdyv / Aemtd,omd 10 moviESIOUETPO TG YNPLakng 006vng.H évoeién g
006vn¢ eivar 6 1060010 £l T01g %0. (BAéne Tivako Katavoung petaAntdv)

B) Avotypa tov dtaxomtn 0e€1d g 000vng (motor extruder).
7. Avorypa Tov S1aKOTTY (TPACIVO AEVT) Yo va vepyomonBel o aveotpag YHEng Tov LAKOV.

8. Apov Eexvnoet 1 oladikacio mopaywyns kot eEEABEL TO0 avaA®O1O VAKO GE LOPPN
viuotog,eivar amapaitnro vo torofet el oto KapovAl (save filament) to omoio givan
vrevBuvo Yo TV arobnkevon AV TOL.

9. Evepyomoinom tov devtepedmv niektpokivntipa (save filament) :

o) PuBuion otpoedv / Aemtd,and 1o moviesIONETPO NG yNnolakng 086vng. H évdeién g
006vn¢ eivar 6 T0600T0 £l T01g Y0. (BAéne Tivako Katavoung petaAnTdv)

B) Avotypa tov otaxontn 0e&id g 000vng (save filament).

10. Avatpopoddtnomn tov doyeiov e OpHaTicpéVo TAAGTIKO VAKO.
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4.2 ITivoxkeg Koatovopuns petafintav Aettovpyiog.

"o Vv TepacKeLr] AVIADOGILOL TAAGTIKOD VAIKOD OMHovpynONKe 0 TapaKATo TivKoc,ovaroya e
™ ovumeplpopd Kabe vAIKOL.Ot TéG mov avaypdeovial oTov mivakae givol 6€ mocootod %.
PuBpifovron pe movreoidpetpo mov Ppioketar oTic Yynelokég 00OVES TG GLGKELNG YO TNV COOTN
mopayoyn avtov.Katd mv e£mdnon mAdotucod vAIKOL 0 avepioTpos Yoéng ivol amapaitnto va
glval Tavto evePyoTOmUEVOG.

YAIKO MOTOR SAVE FILAMENT | OEPMOKPAXIA
EXTRUDER (MIOZOXTO %)
(MOZOZTO %)
PLA 65 80 - 85 190 °C
ABS 65 80 - 85 200 °C
HDPE 65 70 - 75 170 °C
HDPE + PLA 65 75 - 80 190 °C
40% + 60%

O1 TIEG IOV VO PAP®VTOL TUPUTAV®,EVOEYETE GE KATOEIEG TEPUTTMCELG VO, OTOLTOVY HOPPOTOINoN.
4.3 Illapaymyn avarl@oipov VAKOV.

[Mopovcidlete n cvokevn €EDOONONG GTNV TEMKT TNG LOPPN,ETOLUT Y10 TOPYWOYT-0VOKOKA®GN
TAOGTIKOV.Q20TOG0 01 SLVATATNTEG TOPAYMYNG EIVOL O1 TAPOUKATO:

e Tlopaywyn avol®ctpov VAo 1,33m / Aento.

Katavédiwon 1,75gr / 1m avor®G1Lon DAKOV.
*  Tlopayoyn avordotpov vikov 571m / 1000gr Opipaticpévov TAacTukoD.

e Toapayoyn avardoipov vikov 1000gr oe 7 dpeg & 15 Aemtd.

Ewova 90 : Tehuen popoen tov filament extruder.
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Ewova 92 : Zvokevn| amodnkevong vikoo (save filament).O nAEKTpOKIVITAPOG LETOPEPEL TNV KiVION UEG® TOV
Wwévto oto Ypoaval ®ote vo amonkevutel To VAIKO 6TO KaPOVAL.

Ewova 93 : dotoypagia kotd v dadikacio eEndnong mlaotikod vipatoc, og dtapetpo 1,75mm kot vikd ABS
ue pmAe ypopa colorants.
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Ewdva 93 : EEhbnon tov mAacTtikod,apécms pHetd akorovbel n woén kot mepvd péca amd Tov 0dnyd dote va
ToMyBel coTd 6TO KPOovAL amobrKeELOTG.
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Kepaiao 5° — Anoteréopata.
5.1 Avédivon vAK®V Kot 3D povtéAmv mov EKTVTOONKaAy.

[Mopakdto yiveTar avdAvon TV YapaKINPIGTIKOV OADV TMV DAKOV TOL YPNCLOTOmOnKaV
Eexwplota.

[MAaotiké PLA :
*  Xaunin Oeppokpacio eEmnong (190°C).
*  XounAn Oeppoxpoacio ektdnwong (205°C).
*  I'pfiyopn yoln petd my e§mbnon.
*  Opoopoppio otnV SAETPO, G€ OAO TOV TO UNKOC KT TNV e&mOnom.

*  Ebdxoro viko kotd v 3D ektdnwon.

OnKN amodnKevoNg UTOTAPLDV.
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[Thooctikd ABS :

XapnAn Beppokpocio EdOnong (200°C).

Yynmin Oeppokpacio ektommong (235°C).

Ipriyopn woén peta my eEdbnon.

Opotopopeio 6TV SLAUETPO, GE OO TOL TO UNKOG KOTA TNV eEDON oM.

Eldyioteg duokolieg katd tnv 3D extdnwon.

Amotuynpévn eKTOTOON. Emroynpévn extdnoon.
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Ymodoyn TUALYLOTOG KOG TIKMV.

AmoTUYNUEVT] EKTOTTOGT. Emoynpévn extdnoon.
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[MAaotik6 HDPE :
*  XounAn Oeppoxpacio eEd@Onong (170°C).
*  Xaunin Oepupokpoacio ektormong (205°C).
*  Apyn yHén petd v eEmbnon.

*  Avopolop@io 6TV SIUUETPO GE OAO TOL TO UNKOG KOTA TNV €EDONGT, LE ATOTELEGLA VAL TO
ka010Td axotdAAnio yo 3D ektommon.

Amotuynpuévn ektdmwon pe kabapod avaiooipo vikd HDPE.
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>t Swdwacio evog mEPAUATOS, €ytve mpoomén dvo ewov miootikod HDPE + PLA, pe
amotédeopa TV oot eE®Onomn tov vAwov.H avaroyia avtdv 70% HDPE + 30% PLA.

[MAaotik6 HDPE + PLA :
*  XounAn Oeppoxpacio eEd@Onong (190°C).
e Xaunin Oepuokpoacio ektormong (205°C).
*  I'pfiyopn yoén petd ty eEdbnon.
*  Opowopopoio otnV SLAUETPO, GE OAO TOV TO UNKOG KaTtd TNV e&MONOM).
*  EAdyioteg duokoiieg katd v 3D gktdmmon).

*  Avaloyia mpoopvéng ayxpouov vikaov 40% HDPE + 60% PLA.

Klm agpooteyéc ac@aiong yio caKoOAEC.
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5.2 Mleprrtooseig Tpofripatov Katd Ty eE0dnon.
H AdB0o¢ eEdBnon avadldoov TAACTIKOD VAKOV,eE0pTaTaL omtd TNV Beppokpacia.
o) Avénuévn Bepuokpacio amd v TpoPAemduevn :

o Taydtepn e€Edbnon pe amotéhespo un emiboputy) S1GUeTpo.

* Tlapamnpovvrol puGoAidia 6E OAO TOV TO PUNKOC.

*  Mewwpévog xpovog oto Bepuevopevo BAAapO e OmMOTEAEG O VO UV M®OVEL GOGTE TO
Opuatiopévo TAacTIKO.

* Tlapampeitoan og kamowo onpeion ofGA-mAaKe dadueTpog, 010t dev emapket | Yo&én og
oo e TN OdETPO.

*  AxotdAinio yuw 3D ektommon.

B) Meiopévn Bepuokpacio amd v tpofAemduevn :
*  Apyn e&mnon pe amotéreopa pun emtBopity SAUETPO.
* Avopotop@io 6TV SIAUETPO G€ OO TOL TO UNKOG KATA TNV eEDON oM.

*  AxotdAAno yuw 3D ektommon.
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5.3 Xvopmepdaocpato.

Méoa and avtv v mTuylakn epyacio pe Bépa tov “filament extruder” mpokdmTovv ta €EN1G

GUUTEPACLOTOL

*  Meuwwvetal 10 KOGTOSC TAPAY®YNG TOL AVOAMDGLUOL VAKOV katd 80 % oe oyéon e TNV T

™G ayopdc.

e Xvppetoyn ot dpdomn g avaKOKAM®OoNG,Kabmg TPoTOVTO EXTAVAYPNGILOTOIOVVTOL LLE GKOTO

TNV TOPOywyn VEOL VAIKOD.

*  Meydin mowiiio ovoKOKA®ONG TAOGTIKOV DAIKMV.

e Tlopaywyn LVAIKOO OTOL0ONTOTE YPOVIKY CTLYUN).

*  EvxoAn Aertovpyio Tov UnyoviLoTog.

*  Avvotdmra mopoymyns OVOET®V TAUGTIKMY TOV deV d1aTIBEVTUL GTO EUTOPIO.

5.4 Extipnon kéotovg.

MMPOION XAPAKTHPIXTIKA | TEMAXIA TIMH / €
Hlextpoxvnmpog DC-12V-10A 1 45
Hiextpoxivnmpog DC-12V 1 11
Tpogodotikod DC-12V-20A 1 16,5
OeprocTdtng AC -220-230V & 0-300 °C 1 10
Avtiotdoeig AC -220-230V & 0-300 °C 3 15
Poubiomc otpoodv DC-3-12V 2 16,6
Awkomtng emergency-stop AC -220-230V 1 1,5
IMeviog draxdmTNg 230V 1 2,3
Kalmd1o tpopodosciog 1,5 m. 1 1,8
Kalmdo-cvvdesporoyieg Sm. 2 3
OepUOGVOTEALOEVO KOA. Sm. 5 1,7
AwokomTng Aoyvia — on /off 230V 3 3,9
Avepuotpaog 80*80 mm — 12V 3 10
Aapoapiva ydAvpa + otpavtio S =2 mm 1 25
ZoMva avoEeldm D=20mm ,d=16 ,1=250 1 14,75
Katepyaoio coivag (oneipopa) Yreipopo TPymvIKo 1 10
KoyMog petagpopbg D=16mm ,] =320mm 1 13
Katepyooio koyAio pet. -0,Imm & dropop@.Aaptod 1 10
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[TYpog amobnkevong LALKOD D=12mm ,] =210mm 1 3,5
Koatepyaoio mopov -Imm & 6vo avAdkia 3*3 1 3
Movpa KeQaANg D=27mm,d=20mm,|=35mm 1 1,5
Mmrek keQaANg D=27mm,d=20mm 1 1
Poviepdv OKP d=10mm 1 2,5
Poviepdv D=28mm,d=12mm 2 3
2T00PpOC 6TaGTOG D=9mm & 1/4 1 5
Kapvdakt D=9mm 1 1,5
[pdvtog ypovie oo TG-2 1=400 mm 1 1,8
OepUOLOVOTIKT TOVia 30 m 1 3
Ympel LETOAAKO/ ot [Ipdovo — pavpo 3 9
Ypuyktpeg - Bidec — n&ipdoa D=45-55mm 2 7
Mootk Bdon-palepo vAKOH - 1 9
Yo ektonopévov egoptnudtov Pla 9 5
Taneg (Baoeic-modapdiia) 4 1,2
YYN. 266,55
Biioypaoio

Kepdaharo 1° — Filament extruder - Baowkéc évvoleg & AvokUKA®ON TAAGTIKOV.

https://all3dp.com/2/the-3d-printer-filament-recycler-s-guide/

https://all3dp.com/2/6-best-tfilament-extruders-to-build-or-buy/

https://www.instructables.com/Plastic-shredder-for-making-3D-printer-filament/

https://www.instructables.com/Build-your-own-3d-printing-filament-factory-Filame/

https://www.open-electronics.org/an-open-source-filament-extruder-for-3d-printer/

https://aranieco.com/2020/03/05/recycling-plastic-key-challenges/

https://telfil.com/abs-filament-for-3d-printing-learning-about-plastic-materials/?v=>5ea34fa833al

https://telfil.com/abs-filament-for-3d-printing-learning-about-plastic-materials/?v=>5ea34fa833al

https://telfil.com/pla-filament-for-3d-printing-learning-about-plastic-materials/?v=5ea34fa833al
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	PLA Θερμοπλαστικό.
	Το PLA (Poly Lactic Acid) είναι ένα βιοδιασπώμενο θερμοπλαστικό προερχόμενο κυρίως από φυτικές ανανεώσιμες πηγές το οποίο το κατατάσσει από τα πρώτα στη λίστα με τα πιο φιλικά προς το περιβάλλον πλαστικά υλικά. Το PLA είναι σκληρό, ανθεκτικό και παρουσιάζει μεγαλύτερη ακαμψία σε σύγκριση με το ABS. Η θερμοκρασία στην οποία αρχίζει να μαλακώνει είναι περίπου οι 65 °C. Σε ένα αντικείμενο φτιαγμένο από PLA μπορεί να γίνει επεξεργασία με γυαλόχαρτο αλλά και μηχανουργική κατεργασία όπως τρύπημα, τόρνευση και φρεζάρισμα. Επίσης μπορεί να βαφεί με ακρυλικά και άλλα χρώματα. Είναι το πιο κοινά 3D εκτυπώσιμο υλικό, ιδανικό για όλες τις εφαρμογές που δεν υφίστανται υψηλές θερμοκρασίες.
	Η χαμηλή θερμοκρασία τήξης το καθιστά ακατάλληλο για πολλές εφαρμογές π.χ. μέρη που πρέπει να περάσουν την ημέρα σε ένα αυτοκίνητο κάτω από τον ήλιο μπορούν, για παράδειγμα, να μαλακώσουν και να παραμορφωθούν. Το πλαστικό PLA είναι  επίσης ιδανικό για εκτυπώσεις 3D όπου η αισθητική είναι σημαντική. Λόγω της χαμηλής θερμοκρασίας εκτύπωσης, είναι πιο εύκολο να εκτυπώσετε και επομένως πιο κατάλληλο για ανταλλακτικά με λεπτές λεπτομέρειες.
	ABS Θερμοπλαστικό.

