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Evyoprotieg

I[Iptv v mopovcioon TG TOPOVCOS OIMAMUOTIKNAG Epyaciag, aicOavouor Tnv
VIOYPEMON VO EVYOPLOTHOW® OPICUEVOLG Oamd TOVG OvVOPMOTOLS 7OV  YVMOPLGO,
ovvepydotnio pali Toug Kot Ema&ay ToAH onUavTIKO pOAO GTNV TPOYUATOTOINGT| TNG.
Apyikd 0ého va evyapiomnom® Vv emPAETOV KaONYNTPLOL TG OUTAMUATIKNAG
epyaociog, Enikovpn Kabnynipio Iocotikddv MebBddwv Ap. Mapioa Mavpn yio v
TOAOTIUN KalBOOYNoN TNG KOl TNV EUTIGTOGHVI KOt EKTIUNGN TOV HOL £JE1EE.
Idwaitepeg evyopiotieg BEA® va amevBive oTovg yoveig pov I'emdpylo Ko LtéAla yio
TNV GUUTTAPAGTOCT) TOL OV TTaPEiYoV oTNV d1dpKeLd TOV MEeTamTLY 1KoV AITADLOTOG.
Téhog B€hm va evyapiomom ™ Toounn Aquntpa yuo v kabopiotikn g fondeta,
N omoio ATOTEAEGE CNUOVTIKO TTOPAyovVTa GTNV TPOCTAOELd LoV Kot P VITOGTNPIEE G

KkéOe paon g mopeiag pov.



IIpocoropilovtag TO KOGTOS TOPAYMYNS HECM® TNG
apocOeTiKng TEYVOLoYiag (3D-printing)

Inpovrikoi Opou. 3D extomwon, 3D  esxtvnotéc, IIpocbetiky Koataokevn,
[Mopadociokny pébodog mapaywyns, AAvcida mopaywmyns, Kootog, Tayeio
[Ipotvmomoinon (RP), Tayeia Epyodeia (RT), Apueon ¥noewkn Koataokeor (DDM) ko
Katackevon oto Zmitt (HF), Just in time (JIT), Ipoypappatiopndc Amortoduevov
YAakov (MRP), Amodnkevon, Arnoypaoen.

Hepiinyn

H ovykexpiuévn epyocio mapovotdler v perén oyetikd pe v €EEMEN g
TopayOYIKNIG dadikaciog amd v mopadociokn péBodo oty 3D extdmwon. Xto
TAaio10 avTd TG HETEEEMENG LITAPYEL io avadLapOpP®OT TOV KOGTOLE TAPAYWYNG TOV
TPoiOVIOV. O VTAPEEL AEMTOUEPNG TEPTYPAPT], TAPOLGIOCT] KOl KATAGKEVT LOVTEA®MV
K0oToVC TTapaymyns. Emiong, 0o avamtuybel to Bépa tov 3D Printing pe ektetapévn
avdAvon Tev oTotyeimv Tov £x® cLAAEEEL and TV vrdpyovsa BipAoypaeio Kot amxd
EMGTNUOVIKES ONUOCIEVGELS. AVOAVTIKA:

Y10 kepdAaro 1, yiveron pio elooyoyn yia to 3D Printing kot v peteEEMER Tov, v
AM (Additive Manufacturing) kot ti¢ epappoyég Tig kot ta. vopkd {nmuata mov o
LLOG OO OAT|GOVV.

Y10 kepaiao 2, mapovctdlovtal cvotiuata 3D Printing mov £yovv avamtuyfel kat
YPNOLLOTOLOVVTOL CTUEPO GE TOPAYDYEC.

210 KePAAOO 3, HEAETOVTOL Ol OAAAYEG TOV EMYEPNUATIKOV HOVIEADV KOl TOV
aAvcidwv Tapaywyns, cvykpivovtor 1o 3D kot n mapadoocioxn péBodog kaTaAyovTtog
otV avadldpOpmon Tov KOGTOVG.

210 KePAAoo 4, avaAVOVE Kol GLYKPIVOLUE TEGGEPO LOVTELD KOGTOVG, TOV £YOLV
dwtvmBel og Epeuveg AAADV GLYYPAPE®V, LE GKOTO TNV JEENY®YN CUUTEPUCUATOV
Yy TV dnpovpyio. €vOG HOVTEAOL KOGTOVS Topay®wyNs To omoio Ba meptypapr) 610
TEAELTAIO KEQPAANLO 5. XTOY0G TOV LOVTEAOD OLTOV EIvOL VO TPOGIIOPIGTEL 1] EAAYIOTN
TIUN TOV TPOIOVTOG avaroya pe v pEBodo mapaymyng mov o yPNCILOTOCOVLLE,
nopadootakn mapayoyn | 3D Printing.
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Determining the production cost through additive
technology (3D Printing)

Keywords: 3D Printing, 3D Printers, Additive Manufacturing, Traditional method of
production, Production Chain, Cost. Rapid Prototyping (RP), Rapid Tooling (RT),
Direct Digital Manufacturing (DDM) and Home Fabrication (HF), Just In Time (JIT),
Material Requirement Planning (MRP), Inventory, Warehouse.

Abstract

This paper presents a study on the evolution of the production process from the
traditional method in 3D Printing. As part of this transformation there is a restructuring
of the production cost. There will be a detailed description, presentation and
construction of production cost models. Also, the issue of 3D Printing will be developed
with extensive analysis of the data | have collected from existing literature and scientific
publications. Analytically:

In chapter 1, there will be an introduction to the 3D Printing and its transformation, AM
(Additive Manufacturing) and its applications and legal issues to be deal with.

In chapter 2, we present 3D Printing systems that have been developed and are currently
used in productions.

In chapter 3, we study the changes in business models and production chains, 3D
Printing and traditional method are compared, leading to a result of restructuring cost.

In chapter 4, we analyze and compare four cost models, which have been made by other
authors’ researches, in order to draw conclusions for the creation of a cost model which
will be described in the last chapter 5. The aim of this model is to determine the
minimum value of the product depending on the production method that will be used,
traditional production or 3D Printing.
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KEDAAAIO 1

3D Printing
1.1 Ewoayoy

To 3D Printing dev givan Katt kavovpylo — epevpédnke 10 1984 and tov Chuck Hull,
0 omoiog Bewpeitar o matépag g otepeoiboypapioc. Katd xvpro Adyo, n pébodog
stereolithography ypnoyomomdnke yio va okAnpOvel vypd pwto-gvaicOnta ToAvpepn
ne g Aélep o€ pia otpopa pe otpopa oepyosio (Gibson et al., 2010).

Yougwvo pe tov Gutsche, 2012, «H 3D ektdnmon givar Etoyun va yivel n kopveoio:
LETOCYNUOTIOTIKY TEXVOAOYio. XtOov TOopén TG petamoinong, or popeéc g 3D
exTOTOONG £xovv ypnotpomombel yoo meplocoTEPO amd o dekoetia. ['voot) wg
«pdchetn Oadkocio mapaywyne» (AM), o6mov "éva TPLGOAGTATO OVTIKEIUEVO
onpovpyeiton pe tn BE€omon SO IKAOV GTPOUAT®V TOL VAIKOD TOV TPOGKOAADVTOL
70 £va 6T0 A0, dnuiovpydvTog pia tpiodidotatn é€odo" (Kurt ko Colegrove, 2012).
H AM teyvoroyia frav og ypnon and 1 dexoetio tov 1980. H éyxaipn epappoyn g
TEPOPICTNKE GTNV TOPAYDYT TPOTOTOT®V. [IpwTapyikds o1d)og ™G TEXVOAOYiNG
QTG NTAV VO TPOGPEPEL EVOY YPNYOPOTEPO KOl OLKOVOLKOTEPO TPOTO AVATTVLENG TOVL
TPOIOVTOC.

IMa ta dtopa mov dev eivor eokelwpéva pe 10 oxedlacud aviikewévoy pe 3D
EKTUTMOTEC LTAPYEL Mol apKeETA amOTOUN KOUmOAN pdOnong. [lo cvykexpuéva,
VIAPYEL o TOWKIAMA avolkTdv opyeiowv, 0nmwg to Thingiverse, 6mov ot pobntég
UTOPOVV VO, KATEBAGOVV TPOGYESAGUEVE AVTIKEILEVA Y10l VO EKTVTTAOCOVY YMPIG Koo
yvoon yie o 3D Aoyiopkd oyxedtacpol, oAAd yio vo OnHovpycouy oxédta amd To
unoév givon amapaitntn pepikn eknaidocvon. Eniong, sivon dtabéoipa dtapopeticd open
source Aoyiopka 3D oyediocpod, cvumepilappavouévov to Google SketchUp, Solid
Edge «in (Gillian Andrea Nowlan) . EmumAéov, po minfdpa 3D modeling Aoyiopukov
UTOpOvV va, YPNCIHLOTOm 000V Yo Vo SNUIOVPYNCOVUE YNOLoKE avTikeipeva. Mepikd
elvai mo evkola otn ypnon and dAra. To SolidEdge eivar éva mponyuévo mpdypappo
AOYIOUIKOD 7OV EMUITPENEL OTOLG YPNOTES VO Onpovpyncovv moAvmioko 3D
povtéda. To FreeCAD kot to OpenSCAD eivor dvo dwpedv, computer-aided design
(CAD), mokéta Aoyiopkov ov otatifevrat online. Ocot eivan véor oto 3D modeling,
umopovv av 0éAovv va dokipacovy o Sketchup. Eivot apketd evkoro otn yprion, kot

éxer mpaypotomomoet e€aywyés STL plugin (Dalhousie University, 2013). Eivou

1
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http://www.emeraldinsight.com/doi/full/10.1108/NLW-03-2013-0030

Lotikng onuoaciog vo ypnoionombel 10 6moTd AOYICUIKO Yo TV TOPUCKELT EVOG

apyeiov otn drdkacio g 3D ektdTOONC.

1.2 M£00oo0o1 AM avaioyo pe 10 vVAIKO fdong

H tpiodidotorn ektomwon (3D Printing) sivor pia pé00dog TpocHeTIKNG KATAGKEVLNG
(AM) omnv omoia kataockevdlovtor avtikeipevo péowm tng Sadoyikng mpdobeong
EMAAMNA®DV  OTPOGE®MY VAMKOVD. XTIV TPIGOIoTOT  EKTOTMOOCT  UTOPOVV VO
xpnooromBodv dhpopot THIOL VAIKOV, Kupiwg olovpivio, ydAvPoc, Kpduoata,
TOADTIHO LETOAAD, TAOGTIKG TOV YPTGILOTOOVVTAL GE HOPPT OKOVING aAAG Kot EVAO,
kepl, yopti, IAOG, Toévto, (hyapn kot cokoAdta eivor dSuvatdv va ypnotpomombovy
o¢ vipa. O GuVOLACUOC VAIKMV givar akOpo GTTévVioc.

Ot pébodot g AM pmopovv va tagivounBohv o€ TPELg dOPOPETIKEG KATYOpPlEg
avéAoyo HE TNV KOTAGTOOGN TOV VAKOD Tov ypnoipomoleiton ®¢ Paon yu va
onpovpynBet to teYVoLPYNUO KOTA TN O1dpKELD TNG SLOdIKAGIG, OTMS GKOVY|, GTEPEQ
kot vypd. (Kruth et al., 1998):

1. Ortav éyovpe o¢ Baon v oKOVI TOTE EYOVUE TPEIS SVVATEG EMAOYEC. APYIKA
EYOVLLE TNV TVPOCLGCOUATOGT 0oL emAEyovpe T0 Aélep (SLS), otn cvvéyeia
Eyovpe v &N Tov emtvyydvetal pe 0éoun niektpoviov (EBM) kan pe Aélep
okovng (LPF) n omola woyvet yio v €MoKeLN TOV TUNUATOV KoL, ETOUEVEOG,
pmopei va mapateiverl ) duapkela LoNg £vOg TPOiOVTOG aKOUN TEPLGGOTEPO.
TéNog VILapYEL 1| GLVOETIKY| OLGIM, OTTOV YpNGipomolove Tov 3D exTvT®TY Ko
mv €yyvon pe oéoun (BJ), ov tpiodidortotor extvmwtég eivar cuvnBwmg
TayVTEPOL, OONVOTEPOL Kol gukoAOTEPOL oTn ¥pnomn. Ot TpiodidoTator
EKTLUTLOTES PN CLOTOOVVTOL KUPIWS Y10l TNV KATOGKEVT] PUCIKMV LOVTEAWMV Kol
TPOTOTOTOV OO  CYESOTEG, UNYOVIKOVG Kot Opdodeg avdmtuéng vémv
TPOIOVIMV, £YOVV TN OLVATOTNTA VO EKTLTOVOLV UEPN Kol £E0PTNUOTA OO
SLAPOPA VAIKA, LE SOPOPETIKES UNYOVIKES KO PUOIKES 1O10TNTEG KO GLYVA GE
o eviaio dadwacio katackeuns. H (BJ) éxet v wovotnta va mopdyet
TOAVTAOKO, KOAOUTLOL HE YVTELOT] GUUOL KOl €YEL TN OLVATOTNTO NG
BeAltiotomoinong tov oyedlacuov, O6mov Aydtepo vVAKO Oo pmopovoe va

ypnoonomOel oto kadovrml.



2. Otav £&yovpe otepen Pdon m povn emAoynq pog eivor 1 dadikoocio
TAOGTIKOTOINGMG , I omoia mTpaypatomoteital e 6vo ueBodovG: T petamoinon
pe Ymepripovg (UAM) kot pe OTOVOTEG OTPAOGCEL TANCTIKOTOUNUEVOV
avtikelpévov  (LOM). H (UAM) eivor  xatdAAnio vy UETOAAMKA
KaAMTEYVRLOTO, KOODG emiong £xel TV KavOTNTo EVOAAAYNG LETAAA®V KT
Vv 0ldpkela ¢ otpmong, evd 1 (LOM) Bewpeitonr kKatdAAnAN Yoo yopti Kot
TAOTIKG KoAMTEYV LT, OAAL OEV YpNoLOTOLEiTAL TAEOV Y10l £XEL GTATAAN
VAV (eOpa). Kot otig dvo emhoyég kOALO ypnoiomoteitor HeETOED TMV
OTPOUATOV.

3. Otav &yovpe vypn Pdon Exovpe d00 emAoyég: Tnv dladikacio eEdON oG Kot Tov
nolvpepopd. H  Sadikocioo eEdbnong epopudletar  kvpiog pe
ovyywvevpévn evondfeon poviedonoinong (FDM), evad yio tov molvpepiopod
ypnowonoovue ™ otepeolBoypapio (SL) kot v ymoewokn emnelepyacia
o106 (DLP). (Salonitis, 2014). Agdopévov 61t 0 e€omAiopdg yio v AM ftov
ocuvNB®g TOAD axpiPdg Kol GTAVIOS, 01 TEYVOAOYIEC OVTEC YPNCLULOTOLOVVTOL

ox€d0V KaBOA0L Y100 Un-Propnyovikég eQoapUoYES.

1.3 E@appoyéc tmg AM otn Bropnyovio,

H AM onuepa €xet epapproyésg oxeddv moviov OTMS, oTo TPOPIUM, GTO ETITAN, GTO
Koounpato Kabng ko otic 3 Pacikés Prounyavieg (avtoxivnta, 0epodIACTNIIKY Kot
wTpikn). H avémtuén g texvoroyiog AM 0Aa avtd ta xpovia £xel e€nynbet amod tpeig
Baockég Propnyavieg ya d1épopovg Adyoug:

Avtoxivnrofropnyavieg: eKUETOAAEHTNKOV TNV TEXVOAOYiO, AOY® TNG KOVOTNTAG
mg va Pondnocer ta véa mpoidovia vo dwtifevion oty ayopd ypnyopo Kot LE
npoPAéyipo tpomo. H pikpn e€otkovounon ypovov Kot KOGTOVS avarTTuEnG umopel va
o0MNyNoeL 6 pio. GNUAVTIKY] GLVOAKT €€otkovounoT avantuéng tov oynuatos. 'Eva
TOPAdELYLOL TPOGEYYIoNG elval 1 xprion ™ AM, og pépPog oG dadtkaciog YEQupog
v va owbécel ta puépn TV epyareiov mpv va givor £TOo To TANPES epyoreio
napayoyns. Ot koatackevootés tov  high-end, ovtoxivinta youniov  Oykov,
YPNOomoovV akdéun v AM wg mpotipdpevn pEBodo mapaymyng yio opiopéva
TUMpaTo, 00Tl €ivol M O OIKOVOUIKE OTO0dO0TIKN) TPOGEYYIoN TOV UmOpel va

ypnoporombel. dvowkd, v OAOL Ol KOTOOKEVOOTEG OVTOKIVINTOV (OTWG TOPO)



YPNOUOTOLOVV TIG 101EG TEYVOLOYIES, TOL OVTOYMVIOTIK( TAEOVEKTHUOTO TTOV £Y0LV Oa
xobovv. Qotdc0, givor Tpoeavég 0Tt | AM givor tdpa o Bactkn texvoroyia Yo TV
avAmTLEN TPOIOVTMV W TOKIVNTORIOUNYOVIOG.

AgpodrooTuikég eTOPEies: EVOAPEPOVTOL Yo TNV TEXVOAOYiD v, AdY® NG
KavOTNTAG TNG VO GUVELRNTOTOMGEL Wwaitepa oVVOETO Kol LVYNANG AmOd00NG
mpoiovia. Ot oAoKANpoUEVES HNYOVIKEC Aeltovpyiec, M &EGAelym  KATOLWV
YOPOKTNPIOTIKOV TOV  HEPOV KOl 1 OdvvotdmTa  OMpovpyiog ECMOTEPIKNG
AertovpykdTog (OTWS To KavAaAlo YOENG, 01 ECOTEPIKES OOUES GTLUA KNPNOpaG, KAT)
ocvvdvdlovial Yoo Vo SNUOVPYNOOLY EANPPLEC OOUEC UE VLYNAT YEMUETPIKN Ko
Aertovpyikr] moAvmAokotnta. Eved vrdpyet non wo axpalovoa Propmyoavio yuoo v
KOTOOKELN TOV €SOpTNUATOV Omd TOAVUEPY| YO CTPOUTIOTIKA OEPOGKAPT LVYNADV
EMOOCENMV, 10MC TO PEYAADTEPO EVOLAPEPOV G avTH TN Propmyovio vo gival Yo To
GLGTNUOTO QUECNG KATOOKEVTG HeTOAMKAV. Efval oyetikd edxoro v v AM va
eneepyaotel TITAVIO, KATL TOV TNV KAOIGTA 1WOVIKY] Yo va evoopatodel oto oyédla
aepooKaP®V chvOeTOL AvOpaKa.

Tlatpkég Propunyavieg: evdlapépoviat wWiaitepa yio v AM teyvoloyia Ady® g
gvkoMoag pe v omoia Ta 3D dedopéva 1TPIKNG ATEIKOVIOTG ULTOPOVV VAL LLETOTPATOVV
o€ oT1eped avtikeipeva. Me avtov ToV TPOTO 01 GLGKEVEG UTOPOVV VO TPOGOUPLOGTOVV
avdioya pe Tig avdykeg tov kdbe acbevi). Qotdcso N Prounyavia dev Exel amoysiwOet
1660 TOAV 060 Bo LIToPOVGE VO, AVOUEVETOL, Kol 0VTO THOVMOG OPEIAETOL GTO YEYOVOG
OTL Kveitanl TPog T TAVO-KAT® amd TOLG KAVIKOVG Ylotpovs, mpdypo mov kahotd
dVvoKoAN ™ dnpovpyia evog poviéhov k6cTove. Omov vpEe dSuvaTOTNTA YOl LEYOAN
KAlpoka Tpocappoyng (0mmg kat pe tn Invisalign dadikacio kot ta akovotikd in-the-
ear), ot cuvéyewa, vMpEe Kaan aviopoln. H pedhovrikn avémroén e Prounyaviog
avtg Ba mpoywpnoetl apyd e€ontiog e avaykns va eEaceariotel 1 ac@dAicln Léca
amo opyovmcels Ommg 1 apepkoviky Yanpeoio Tpogipwv kot @apudkov (FDA). (Ian

Campbell, David Bourell, lan Gibson)

1.4 Nopkd Cnmipato

Noukég avnovyieg vmapyovv kot Ba cvveyicovy vo amotelobv onuavIiKO BEpa
ocv{nmong oe oxéon pe v 3D ektomwon (Dante 2014, Schildhorn 2014). Mepikoti

gpevvntég  vmoomnpilovv  OtL  otwdnmote pmopel  va  ocvpuPel, Oa  ocvuPei,



ovumeptrappovouévon g ekTHT®ONS TV EMPAAPOV OVTIKEWEVOV OTMOG TIGTOAN 1|
TOPAKOUYT] TOV VOUK®V EAEYY®V KOTOOKELNG o€ Uiol Topadocloky OoAvcida
npoc@opdg (Schildhorn 2014).

Eivor mpopavég O6tL 10 Bépo TG mvevpaTikng 100kTNoiog elvarl o Kpiotun
ov{ntnmon yopw oamd ™ dwdkasio avtr. H avamoapaywyn Tveupatikdv SKaimpatwmy
oyedimv kot iomg akodun kot n toinon 3D povtéAmv mov Tapdyoviol and ox£olo 6
évav extonot] 3D pe mvevpotikd okoumpota, ovapgifoia Bo moapafialer v
1oyvovca vopobeoia mept mvevpaTik®v dtkoampdtwv. H 3D ektdnwon gival wdwitepa
EVOLOPEPOLGO OO VOUIKNG Gmoyns, OmwG TO TLTOYPOQPEio, €medN £xel evpeieg
EMMATOGELS GTO VOIGTAUEVO VOUKO KOOEGTAS (CVUTEPIAAUPOVOUEVOV KOl TOV TPLOV
topéwv g [E - Sumhopdtov evpestteyviag, SIKOIOUAT®OV TVEVHOTIKAG 1O10KTNG10GC,
KOl TOV EUTOPIKOV ONUAT®V), 0AAL Topovclalel emiong {ntmuoto mov umopel va
JKAlOAOYOVV TNV gvpeia TPOTOTOINGN NG WYVOVGAS VoroBesiag - 1] amotTovV VEOUGS

vopovg €€ odokAnpov (Hanna,2011).

1.5 H pete€één e 3D

H 3D extdnwon elvan pior amd t1g peyorvtepeg peArlovikéc enavaotdoels. H viofétnon
™¢ 3D teyvoloyiag éxel mepdoetl péoa and 4 dradoykés edoelg, Rapid Prototyping
(RP), Rapid Tooling (RT), Direct Digital Manufacturing (DDM) kot Home Fabrication
(HF) ( Thierry Raynaa, , Ludmila Striukovab). Ot tpmdteg 3D ektum®oEelg fTov M
otepeorBoypapio kot To AEEP TVPOGVCCMOUATMONG, Ol OTTOIES TV APYES, SUTOVIPES
Kot teplopilovrov o IKpA avTIKEILEVOL.

H npdt @don vioBétong g 3D fjrav n Tayeia [Ipotvmonoinon (RP), évag 6pog
Y. tov omoiov m petamomtikn Propnyovio €xel ayoviotel yio mTOAAL xpOVid.
Emvonnke ota péoa g dekaetiag tov 1980, ypnopomomdnke yio va meprypdyet pua
oepd amd TEYVOAOYIEG TOV KUPLOAEKTIKA £KOVAV TPOTOTLTO TOV TPOIOVIOV GTO
TPOO GTASO TNG OVATTUENG HE Evav YPIYOPO KOl OVTOROTOTOMUEVO TpOTo. Mia
TOWKIAMO omd SPOPETIKEG TEXVIKEG GLVIVALOVV OLGLAGTIKA KOl S1odoYIKA emimedes
OTPMOELS TOL VAIKOV, Y10 Vo oynuaticovv éva 3-0100TAcE®MY oTEPED OVTIKEIUEVO.
Qo1060, dev LIAPYEL TITOTA 6TOV OpO «rapid prototyping» TOv Vo TUPATEUTEL GE LTI
TN YEVIKO GTPOUATOTONUEVN TPocéyyior. EmmAéov, eivar capég 6t m onuepvi

EPAPLOYN NG TEYVOAOYiaG Tnyaivel TOAD Tépa amd ta amAd mpwtdtuma. Metd v



APYIKN ELCAYMYN TOV PACIKOV TEYVOLOYI®V, N ovarTuén T RP NTav g enti 1o mieioto
oToYEMONG. To TPAOTO HNYOVALOTO TEPIAAUPAVOVY POTOTOAVUEPEG GKANPVVOTNG
(6nwg otepeoMBoypapia, | SL and 3D cvotmiuata), okdv GLCCOUATOONG (TT.Y. M
EMAEKTIKY TVPOGLGoOUATOOT e Aélep, N LS and DTM), e£mbnon vipatog (0nmg
oLYYOVELIEVT povielomoinon andbeong | FDM amd Stratasys), Kot TAOGTIKOTOIMGN
@OALOVL (0T TAUGTIKOTOINIEVT] KaTaokeun avtikelpnévon, 1 LOM and Helisys). Olec
aVTEG o1 TEYVOLOYiEg eEakoAovBOVV va VITapyovy onpepa, pe v e&aipeon tov LOM,
10 omoio {omg emeldN NTav N MO GTATAAN 68 VAIKE. X avtifeon pe Tig aAleg pebddovg,
omv LOM puia otabepn) mocdtTo LAIKOV ova HovEdo DWYOLg OmoTeiTol yio TV
KOTOOKELN EVOG TUNLATOG, aveEAPpTNTA OO TO OTOTOTTMLO 1) T1 LETATOTIOT TOL OYKOU
TOV TUAUOTOC. AvTo Qaiveton va €xel amodelyfel OTL eivar pio KATMG TEPLOPIGTIKN
npocéyywon. ( lan Campbell, David Bourell, Ian Gibson).

To devtepO 6TdO10 VwoBETNONG TG 3D evepyomoteiton e TN ¥PNCN TOAVUEPDY Kot
HETOAMMKOV Kkpopdtov, dniadn to ovopalopevo «Rapid Toolingy. Ot dwdikacieg
TOPUYMYNG  OMOLTOVV  TAVIOTE TPOGOPUOCUEVE  EPYOAElD Kol KOAOLTOL  TTOL
ypnoomoovvtol  yioo TV xvtevon He  Eyyvon. Avtd to  KoAovmo  eival
KataoKeLasUEVa amd xdAvPa 1 adovpivio, etvar axpid (éva eviaio KaAovmt pmopet va
KOGTIGEL TOAD TOPATAVE 0l HEPKES YIAMAOES doAGPLA) Kot Lakpas (amd pia foopdda
€¢ KOl TApamdve omd Evo UNva, ovOAOYo LE TNV TOAVTAOKOTNTO TOL TUNMOTOC)
dwdwasiog. X1o mAaicto avtd, Ta AaOn puropel va glval apkeTd domavnpd Kot LITAPYEL
pupn eveMéio 66ov apopd ™ Pertioon N Tig avaPaduicels tov KoTtackevalopeEVOY
avTIKEWHEVOV. Xg avtiBeon, ot 3D teyvoroyleg EKTOTMOONG EMTPENTOVLY TNV EKTLTMOGN
KaAovm®v o€ BEua ®pav, cuyva Yo £vo KAAGHO TOV KOGTOUG TMV TOPUO0GLOKMY
epyoreiov (Hiemenz, 2013. Zonder & Stella, 2013), odnydvtag €t61 68 GNUOVTIKN
e€okovounon mOpwV Kol EVKUIPLOV (Y., YOUNAO OYKO TOpAy®YNG Kot GUYVEG
avopaduiceic).

Yto téAn g oekaetiog tov 2000, 10 k6cTOC ™G 3D eKTUMOONG dpyLoE Vo Eivan
OPKETA YoUNAO (Kot M woldTNTO Vo €lvol apKETA LYNAT) Yo vo EEKIVIIGEL QUEGO M
KATAoKELT TEMKOV TTpoidviav pe 3D ektunmtés. Onmg onueidver o Gibson, 2010, 1
TOYOTNTO, 1] TOOTNTO, 1 aKPIPED Kot O1 WOOTNTES TOV VAIKAOV £xouv avamntuyBel o
Babuod mov ta 3D ekTLTOUEVE KOUUATIO LTOPOVV VA YIvOuV Yol TEMKN xp1ior. Avto
odnynoe otV Tpitn @domn mov avaeépetan yevikd wg «Direct Digital Manufacturingy
(1 DDM) 1 amAd GueoT KOTOOKELT, Kot 1 omoio TpodmoBETel Lo EVIEAMS WNnOLoKn

JldKacio TapaymYNS, Ue TEAKA TPoidvTa Tov Topdyovtol omevdeiag pe ™ ypron
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ynooxkov (CAD) povtéhov kot 3D ektumotég, yopic kohovmo. Evd ntav Mon
dwbéoun vy moAAG ypoévia, M vroBEétnon ¢ dupeong kataokevng £xel avéndet
ONUOVTIKA Tpdoeata, €V UEPEL AOY®D NG avodov twv online mAatedpuwv 3D
exktomoong. Opopéveg amd avtég TG TAATEOpuUES, OTmg 1 Materialise kot n
3DCreation Lab, emtpénel otovg ypnotec va aveBfdoovv CAD apyeio, To omoia
YPNGLOTOIOVVTOL Y10 TNV TOpay®YN 3D TUTOUEVOV OVTIKEWEVOV.

To tétapto kot televtaio otdodlo eivar to «Home Fabrication» (HF) ko €yet poig
Eexwvnoet. Tleptlopfdvel KoToOvVOA®TEG TOL KOTAOKEVALOLV OVTIKEIHEVO, Y10 TOVG
€00VTOVG TOVG, YPNCILOTOIOVTOG TOV 3D EKTLTMTN TOV £YOVV GTO GTITL TOVC. XTO CNUEIO
avTO Vo TOVUE OTL 01 TOANCoELS 3D exTLTOTOV £YoVV €TG10 HEGO Opo avENONG ™G
tdENg Tov 346% peta&d Tov 2007 kot tov 2011 and to onoio T0 46% Ttav peTagd Tov
2011 ot tov 2012 (Wholers, 2013). Evd ot noiqoelg tpoconikdv 3D ektummtodv
eEaxorovBolv va mapapévouy og yapnAd enineda (35 508 povadeg mov twindnkav to
2012) oe obykpon pe GAAO  KOTAVOAOTIKO MAEKTpOVIKG mpoidvta. Omnwg
KatoAafaivovpe elval meplopiopévn Kat apyr n v1oBETNon ¢ TETAPTNG Kot TEAELTOLOG
eaong Adym ¢ avopyomtag ¢ texvoroyiog. (Thierry Raynaa, Ludmila
Striukovab). To 2011,(Bowyer et al. 2013) idpvce to épyo RepRap yw yopniov
k661oVG 3D extvnOTEG, axoAovONcav eniong mpwtofoviiec. H wavdtnta va mapdyet
o€ &va eEPETIKA EVEMKTO TPOTO GYEOOV OTOLONTOTE YEMUETPIKY LOPPT € Eva PriLa

TPOGPEPEL TNV gvKapia va ePapprdcsel 1 AM 610 E0OTEPIKO TV VOIKOKVPLADV.






KEDAAAIO 2

Teyvoloyicg ekTvm®ong kon wponynévor 3D Printers

Opiopévol oyoAlaotéc e Prounyaviog vrootnpilovy 6t N €€EMEN NG TEYVOLOYING
EXEL TN OLVATOTNTA VO ONUIOVPYNOEL £val VEO €100¢ Propmyavikng eravactaong. Eivol
TPOPOvEG OTL M TEXVOAOYiD eKTUTT®MONG €xel eEeAtyDel dpapatikd Kuplog PeTd amd Ta
tehevtaio 25 xpovia avamTTuEngG Kot ¥pNongs, LE ATOTEAECUO A0 TIC OTAEG EKTUTMGELS
o€ YopTi TOV YVmPIilovpe va £XOVUE PTACGEL GE EKTVTIMOELS TEMK®V TPoidoviwv og 3D
pop@1. Me tov 1010 TpOTO TOL TO SLOGIKTLO EYEL EKONUOKPATICEL TN S1OOEGTUATITO KOt
™ dtovopn] TV TANPoeopldv, 1 3D ektummon £xet T duvatdTNTO Vo KAVEL TO 1010 Kot
Yol TN SNULOVPYI0 PUOIKMV TPOTOVIMV.

H 3D extomwon gpevvator kabnueptvé 0A0 Kot TEPIGGOTEPO Kot E1GAYEL OAAOYES
1060 OTIC SudIKAGIE EKTUTTMOONG, LLE XPNON TPOYPUUUATOV KOl AOYICUIK®Y GTOVG
VTOAOYIOTEG, OGO KOl GTOVG EKTVTIMTEG TOVG 1d1ovg. Ot mpdTol 3D ekTLITOTEG NTOV
apyoi, peydiol, ywpig duvatdTnTo pETAKiVIONG Kol TO TPOidV TOv Tapnyoyov &iye
TEPLOPICUOVS 6TOV OyKo kol otnv mowotnta. I[lapaxdto Oo avagepbovpe o1o0
npoypoppo RepRap mov 61euKoAVVEL TO GYEACUO KO TNV KATAGKELT KOTOAVOUADTIKOV
npoidvtv, ot dadikacio ZCast mov pag divel v duvatdTTo POG EVOAAOKTIKNG
uebodov mapaymyng foaciopévn o petaAlikn yotevon ko otov MakerBot ektvnom
néunG yevidg. Ola To mopoamdve Yoo vo. Agtrtovpyncovv ypetdlovtor apyeia
oxedlacpov CAD. Téhog, mapovcidlovpe €vav copmt 0 0moiog ypNoyLomotlel

TPONYUEVO AOYICUIKE Ko AE1TOVPYEL GXEOOV QVTOHATOL.

2.1 RepRap project

To npdypappa RepRap, mov onpovpyndnke and tov Adrian Bowyer 1o 2005, gtvor pua
TPOTOPOLALN OV £xEl WG 6TOYO Vo avarTOEEL évay 3D ekTumEOTY] TOL VAL PTOPEL VO
EKTLTIMOEL TO TEPICCOTEPX, OO TOL OKA TOV oTOoNEln, dNANOT va mapayBel pio Kabapd
avtd-avamopayopevn ovokevn. ‘Etor  dlvetor m dvvatdomnta, pe  eAdyiom
KEQAAALOVYIKN SOTAVN, GE OTOLOVONTOTE WOUMT VO TAPAYEL OTL ovTIKEipevo BELeL amd
Vv kafnuepvi) tov {on. To RepRap ypnoyonotei pio mapariayr g teyxvikng FDM.

Ola ta oyéo1a mov mapdyet tiBevrol vt o eAeVBep doELd ¥P1|ONG AOYIGUIKOD, TV



GNU General Public License. Yndpyovv 1€ccepa t€1010. 3D EKTUTOTIKA UNY OV LOTOL:
"O AopBivog", mov Kukloedpnoe T0 Mdprtio Tov 2007, T0 "MEvier", tov OkTdPp1o Tov
2009 ko to. "IIpovoa Mévted" kan "Huxley", mov kukhogodpnoav kot ta dvo 1o 2010.
Emiong d1evkoAOveL T0 o(E010GUO KOt TV KOTOOKELT] KOTAVOADTIK®V TPOIOVI®V, ..
ond €vo TOTEVIUPIGUEVO TPOIOV TG TOPOYMYNS TOL €PYOCTAGIOV, GE &vav Un
TOTEVIOPIGUEVO TTPOIOV TNG TPOCMOTIKNG TAPAYMYNG UE OVOLYTEG TTpodtoypapéc. To
dvorypo Tov GYeSOGHOD TV TPOTOVIMV KOl TOV TOPAYOYIKOV SUVOTOTHT®Y, TOV
npoocpépel T0 RepRap, yio tov 1dudtn Ba mpémel va HEIDGEL GNUOVTIKG TO ¥POVO TOL
KOKAOV BeATimong Tov TPoidvTog Kot va bITOSTNPIEEL Lo TOAD peydAn motKilopoppio
eCedIKEVUEVOV TTPOTOVI®OV amd OTL umopel vo vrootnpiel po mTapoymyn oTo

€PY0GTAG10.

2.2 Awnowkacia ZCast Direct Metal Casting

H dwdwkacio ZCast Direct Metal Casting mop€yet 6ToVG KATACKEVAGTES T OLVATOTNTA
Vo TapAyEL GAOVIVIO Kot GAAQL U1 GO POVYOL LE DYNATY TOYVTNTO Kot YOUNAO KOGTOG.
Agv otoyevel og vynioby dykov mopaywyés. Baoiletar ot 3D extdmwon y v
TOPOYOYN KAAOLTLAOV otd ynolakd dedopéva, eEadeipovtag Ta TpdTLTTA Kot To factKd
OTAdL0 TOPAYOYNG TOV TOPUSOCIOK®Y LEBId®V YOTELONG UE GO,

H obvBeon g meprhappdver tpeic pebBodovg yvtevonc:

1. Apeon Xvtevon (Direct Pour): o1 ypnoteg oxed1dlovv KOIMOTNTES, TLPTVES KOl
EI0EPYOVTOL QUECMG € €va 0T KaAovmoy mov Oa extvmwlel péow 3D wg éva
OAOKANPO KAAOVTIL.

2. MéBoodog Kérvpog (Shell Method): mepilapfdver oyedoopd kot eKTOHTOON
évletov Kolovmidv Yoo vo ypnoyorotnfodv 6e GUVOLOGUO WE TO TOPOOOGLOKA
gpyoieio Tov yvmnpiov Kou T OldKacieg dnuovpyiog evog koAovmov. Amortel
TEPLOGATEPT EMEEEPYNTTO OAAG EIVOL TTLO OTTOSOTIKT), OO TNV TTpoMyoueVT péEBodO, e
Baon 10 KOGTOG TOV VAIK®OV Kol Topldlel amOAVTO GTNV TOPASOGLOKT SladtKaGio
YOTEVOTG.

3. Ipdbeon g Mapaywyng Xvtevong (Production Intent Casting): ypnotpomotei
EKTUTIOUEVA PEPTN ®G TPOTLTAL Yol VO PTIAEEL KOAOVTLL LE GO, GE GLVOLOGHO LE TOL
ektvnopéva pépn g ZCast yio mopfves kaiovmav. Ot ypnoteg oyedtdlovv To

epyoreia yompiov oe 3D CAD kot ektundvovy to mpdtuno o ZCast 3D extunwty).
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2.3 MakerBot Printer

O MakerBot givat évag TEpmtg yevidg EKTUT®mTHG, ONAadT| Evag ekturmtc FDM. Avtd
10 €100G NG eKTOHIMONG Eival 1 TO SNUOPIANG UEXPL CNUEPA, OOV TAAGTIKO VIO
TKETOL KOl GTPOUOTOTOLEITAL Y10 Vo dnpiovpynoet £va avtikeipevo 3D (Moorefield-
Lang, 2014a). H dnpotikdtnTd TG 09eiretar kupimg og £va o AoyiKo KOGTOG KOl GTO
€100¢ TV VAIKOV 0L ¥pnoiporotodvtot yio T onpovpyio 3D avtikeipeva.

Yrdpyovv 600 d10popeTIKE €101 VAIKOV OV UTOPOLV Vo XpNoiomombodv yia va
onpovpyncoovv avtikeipeva pe évov ektummt) FDM: axpvAiovitpidio Povtadiévio
otupévio (ABS) kot moAvyahaxtikd o&O (PLA). To PLA mpoépyetan amd @utikd vika
omote 1 dladikacio extdmwong dev mapdyel toikd aépia | ooués. To ABS eivan
EMIPPAOC MO EVEMKTO, YEYOVOS TOL EMTPEMEL GTO. CLUUTAEKOUEVA KOl GUVOETIKA
otoryela va omdoovy Kot va touptdlovv petald Toug pe evKoAia, OAAL TO TAAGTIKO
EKTEUTEL KOTTVOLG IOV €lvan emikivovvot yuo v vyeio (Jamaluddin, 2013).

To mo dvokoro BEpa eivar va pdbovpe TOS vor S1aPOPPOGOLUE TIG pLOUIGELS TOV
Aoyiopkov mov Ba emtpéyet 6to avrtikeipevo va ektunmbel pe emtvyia. O MakerBot
TPOCPEPEL €V OWPEAV TPOYPOLUUO AOYIGHIKOD TOV EMITPENEL KAMOO EMIMEDO
wpocapuoyns. ' mapddetypa, to exineda TANP®ONG UTOPEL Vo EMAEYOVV, TO. OTTOi0L
kaBopilovv €dv 10 GOVOAO TOL avTikEWEVOL Ba yepioel pe mAooTikd M v Oa
ypnowonomBel pio KoyehoT Soun NU-TANP®ONG, KAOIGTOVTAG TO ECOTEPIKO TOV
OVTIKELLEVOL MU-KOLPL0. AvTol ot OOl TV €MAOY®V Bo KAVOLV T OVTIKEILEVL
woyvpdtepa kot Ba wpocsdopilovv 10 teMKd Papog. H avdivon extdmmong kot ot
pvOuicelg TayvTog kabopilovy 10 eMimeEdO AETTOUEPELONG TTOV O EKTLTMOTNG UTOPEL VO
oLAAGPeL. Mia tayOtepn epyacio extinmong dev o GLAAAPEL TIC HIKPEG AETTOUEPELES,
1660 koAl 060 o o apyn epyacio ektommons. H Bipioypaeia yio ) 3D ektdmmon
ONUEIDVEL KATO OLGKOAMO GTOV TPOGOIOPIGHO TV PEATIGTOV pLOUicewV Yoo TNV
TOWKIALDL OLOPOPETIKMY  OVTIKEWWEVOY 7oL pUmopel vor ypetdloviar vmoot)pién 1
VYNAOTEPT TANPOOT Y10 VO EKTVTTOCOVUE e emttuyio. H gumepia, ot dokipég ko ta
AGOn givar cuvB®G OV TE TOV ATOLTOVVTOL TPOKEWEVOD VO KABOPIGTOVV 01 BEATIOTES

puOuicelg Yo Tovg drapopeTikoHg TVTOVS LovTEA®Y 3D.
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O MakerBot pmopet va extonmoet avtikeipeva 1660 peydio 660 9,59 x 7,53 x 5,29
tvtoeg ) 456 kuPikég ivroeg (MakerBot,2015). To cuvolikd péyebog evog avtikeltévou
neplopiletar oto péyebog g mAdkog Kataokevg. Meyadbtepa poviéda pmopodv va
oed106TOVV GE PEPT TOL OTTOl0L LITOPOovV apyoTEPQ Vo cuvapproroynbovv. O MakerBot
TEUTTNG YEVIAG UTTOPEL VO EKTVTTOGEL LOVO UE EVA YPDOUO. TOL VIILOTOG GE L GTUYUN.
Yrdpyovv pepikoi 3D ektunwtég OV £Y0VV SUTAG OKPOPVGLH TOL OO0 LTOPOLYV VL
eEmbnoovv dvo ypodpoto Kotd T Sudpkel pog epyociag exktvmwone. Mo va
EKTUTAOCOVE HE JPOPETIKA YPOUOTO HE Ve HOVO OKPOPLGLO TO. avTiKeipeva Oa
TPETEL VO, EKTLITOVOVTOL GE TULLOTO, AVTOALALOVTOC TOL VIHOTO LETE amd kdbe Tunpo
OV TUTTMVETAL.

Ta é€0da ekTOT®ONG VIOAOYiLeTON KaTd Phpog (déka Ypappdplo ViLOTog KooTilovv
éva. 00AGPLO, TO 0TO10 KOAVTTEL TO KOGTOG TOV LAMKOV, Kabmg kot T eBopd Adym®
xpnong). Otav avefdoovpe 10 poviédo avtd o610 Aoywopukd tov MakerBot 6o
voloyicetl To TeMKO PApog TOL AVTIKEWEVOL TPV amd TV ekTVTWOT. O THTOC Yo TO
KOGTOG avamTOYONKeE Pe TN PNON TOL GLVOAKOV Bapovg ¢ Aelag Tov vipatog (990
YPOUUAPLO) SLOPOVIEVO UE TO KOGTOC TG Agiag Tov vipaTog ($ 55,00), n omoio tcovTon
1e 10 k66T0G ava ypapudplo mov givar § 0,06. Mot to MakerBot ddoetl to TEMKO
Bapog tov povtérov, avtd tolhamiacialetot pe $ 0.06 yio va TpocsdoptoTel T0 KOGTOG
TOV VHOITOG oV ypnotpomoteitat. o mapddetypa, Eva poviélo 8,5 ypappapiov Oo

kootile $ 0,51 to vijpa (8.5 molhamdaciacpévo exni 0,06).

2.4 Hu-Avtopato cvotnua cdpmong 3D Laser

To povtélo Tov NUI-aVTOHETOL YoUNA0D KOGTOVS GLGTHOTOS Gapwons 3D Laser ywa
mv avtiotpoen pnyovikn Poaciletor omv mAateoppo Aoyiopikov tov DAVID
LaserScanner Vision Systems GmbH. Epoppolovtal unyavokiviteg HETOKIVIOELS GE
éva punyavnua aiievong CNC, ehéyyovtag to cvotnuota ond 10 Aoyiopkd Mach3
CNC. Eotidlovv og gvepyd cuotipota eA&yyov, 0mov pio KoAd kobopiopévn mnyn
Q®TOG (GVVNBMG Eva Aélep, KMOKOTONUEVO HOTIBO PWTOS, KAT) aAANAOETIdPA LE Eva
aVTIKEIPEVO, Kol VT 1 aAAnAemidpacn cvAloufdavetal amd Evav acOntipo (web
Kapepa, Brvteokdpepa eE0MMGIEVT LE OTTIKOVS pakoVS, KAT). Ta mepiocdtepa amd ta

evepyd ocvotfiuata Poacilovtal oe YEOUETPIKN TPLYy®VOTOINoT. AVTEG Ol TEXVIKEG
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amoutoHv OTL 01 YOVIEG KOl Ol ATOCTAGELS LETAED TOV cucONTNPa, TG POTEWVNG TNYNG
KO TOV OVTIKEYEVOL, TPETEL VAL OVOYVOPLGTOVV artd TN Babovounomn Tov GUGTHLOTOG.

H Computer-aided Reverse Engineering (CARE) onuovpyet éva vmoloyiotikd
LOVTEAO EVOC OVTIKEUEVOL PETATPETOVTOG GE YNOLOKT LOPPT) TPOYUOTIKG YEDUETPIKA
OVTIKEILEVO, KO TIG AETMTEG EMPAVELNKES 1010TNTEG KAIHOKOAG HECH HETPGEMY TOV
AVTIKEWEVOD, Ko vtdpyovv otov mpayunatikd koouo (Raja, V., Fernandes, K.J.,
2008). Baown apyn tov Aéillep copmth, ®OC UEPOC NG OLSIKOGING OVTIGTPOPNG
UNYOVIKNG, €tvat ) xpnom YPNYopwV KaBpeptdv cdpmwons. O capmtig oyloung ivat o
O EVPEMG YPNOUYLOTOLOVIEVOS TPLYOVIGHOV pe Paomn kaupepa 3D Aéilep, AOyw g
OTLTIKNG KOl UNYOVIKNG ATAOTNTOS Kot TOV KOGTOVG Tov. [ va givor mavta 1 ekdva
010 PBdBog Tov MEGIOV TG POTOYPAPIKNG UNXOVIG Elval amapaitnTo Vo dtatnpeiton
otafepn 1 andoTAoT HETAED TOV KAUEPDY KOl TOV LETPOVUEVOV OVTIKEUEVOL KOl VO
petaxwveiton o Aéwlep oe oplovrio N kabetn KatevBvvon. o v andknon &vog
TANPOVG LOVTEAOL, EIVOL OTOPOATNTO VO GOPMOGEL TO OVTIKEIPNEVO amd SLOPOPETIKES
OTTIKES YOVIES, TEPIGTPEPOVTOGS TO TETAPTO A-A&ova g unyavng CNC, o omolog ivat
N mAaTEOppro Tov avTikelévon. Ot tedevtaieg €KOOGELS TOL AOYICUIKOD GAP®ONG
David (3.9.1) divouvv ) duvatdtnto vo vbuypappilovv tig capmoels (onueio chvvepa)
avtopoTa LETA TN AW KGBE Glpwonc.

H mpotewvdpevn mpocéyyion enekteivel T dSuvatdTNTA TOV AOYIGHIKOD GAPWONG LE
™ onupovpyion evOg TPOYPAULOTOS, YPOUUEVO GE YAMOoO emesepyaciag, n omoia
eréyyel kau gmkowvovel pe tov €leyyo g kivnong tov CNC kot pe to cHotnua

olpmong, OTmg e€nyeitat TOPAKATO.

2.4.1 Tpomog Aertovpyioag TOV CUPMOTI

[Ma va onuovpyndet éva cuomua nui-avtdépato 360°, ypnopomomdnke Eva 4 aEovov
CNC unybvnua (FCN 500,4 a&ovav opéla), pe évay evepyd acOntipa (Logitech web
Kapepa Orbit/Sphere AF pe aicOntipa CMOS, 2MPixel, 30fps), kot por cuokevn
evtomopot (Opt.Power=5mW, pnkoc kOpotog 532nm, ypoppikn TPAcvi) oKTiva
Aélep khdong 1).

Xpnooromonkoy SopopeTIK AOYIoUIKE, KUPIMS YOUNA0D KOGTOVG Ko OVOTKTOV

kodwa, 6nwg N Eneéepyasio kot n 000vn Ewovikng 80pag (ékdoom agiordynong),
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Mach 3 kou David capwon pe Aéilep. To Aoyiopikd Aettovpyel o€ éva desktop kon Dell
Precision 340 PC pe enelepyaot Pentium 4 CPU 2.4 GHz G kot 1 GB Ram.

To cVotpo pmopet va YopaxTploTel WG NUL-0LTORNTO, AOY® TNG AVOYKOLOTNTOG
OPIGUEVOV TPOTAPUCKEVACTIKAOV EYKATACTACEDV, TOL OTOLTOVVIOL TPV Owd TNV
évapén g odpmong. MOAIG avTég 01 TPOTOTOCELS YIVOUV, TO GUGTNUO EKTEAEL LaL
avtopatn cdpwon 360°, yopic v avaykn mapéupacns Tov YpnoT.

H xopdid tov cuoTrotog eival 0 KmOKOG aAyOpIOog oV ¥PNOLUOTOLEITOL GTO
Aoyiopikd emegepyaciog, To omoio emikovwvel (0mootédetl Kot AapPdvel eVIorEG) pe To
Aoylopko David ko Mach3, mov eAéyyel T0 GVOTNHO GAP®ONG Kol TIC KIVAGELS TNG
unyovng CNC amd Tic eikovikég B0peg mov dnovpynnkav vopitepa. H Aoywkn tov
OYNLLOTOG OWTNG TNG dlad1Kaciog mTapovcstaletal 6to Zyfua 1.

" Wlrtusl port <———
v A v

SiartScan §

| —

StepScan 1

DRNID
MACH 2

Add to List 2

EraseScan 4 Brain

 ScanMode 3

C Full 360° scanning )

Fig. 1. Logic schema of the laser scanning system

To David 3D Aoyiopukd chpmong €xel T duvatdTNTo Vo GTEAVEL Kol Vo AapPdvet
EVTOAEG LEGM oEPlaKkNG B0pag e TN ¥pNoT YPOUUATOV 1 aplOU®V. AVTO EMITPEMEL VO
oNuovpynBovv amAég SPopeTIkEG €16000V¢ Kol €£000VG Yoo TO GALO AOYIoUIKO
eléyyov. Ilpocapudlovroc Tig emAOYEG TG YPOUUNG EVIOADV, givar duvatov va
extedeotel amd to Aoyopko tov David pia evépyela mov cuvvdéetar pe exetvn v
EVTOAN TOL GTEAVEL OTN oelploKkn BOpa pio 101KN ETCTOAN AVAYVAOPIONG VTG TNG

evtoMc (Ewova 2-4).

[ Cosinls
e Wea Cervevardk Sersll Halg

DFd T+=2a
Wit e i3 Rl
[ omem e
— Hppamina - —
| WG 000 || Pae g

Fig. 2. Bram of Mach3
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Fig. 4. Scanning in Z direction
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Inyn: L.M. Galantucci, E. Piperi, F. Lavecchia, A. Zhavo (2015)

TNV EVTOAN eKKivnomng.

oVOTNUO GAPOONG etvan o1 €€NG:

15

IMo avtdv tov capwt dnpovpynnke pia eucovikn Bpa (COM4) kot o apBpds g
Bvpac Ntav evepyomompévn pubuion ek TV Tpotépwv. Metd and avtod, T0 AoYIGHIKO

Oa mpémetl va PabpovounBet, kot 1ote givor £TOHO Yid GAP®OT), TEPIUEVOVTAG LOVO Y10l

[a tov avtépato pnyovicpd TOV KWVNGE®V TOL GUGTHHOTOS GOPWOGNG,
ypnoworomdnke éva vewotapevo 4 aovov CNC punyavnua (3 ypappikoi X, Y, Z
G&oveg, pe Z mg tov katokopveo afova, Ko pa A wepiotpoen - Elettronica Veneta
FCN 500) eheyyopevo amo éva 8 a&ovov eleyktn Ethernet Motion Controller (VITAL
Systems Inc DSPMC / IP pn7761S). To Aoyiopukd mov eAEYXEL O TPAYULATIKO ¥POVO
Kd0e Aettovpyio Kot o1 TapapueTpot Asttovpyiog tng unyovng eivar ArtSoft Mach3.

O ddkacieg mov ypetdlovtal yoo vo puBuotel Kol vor AEITOLVPYNOEL ALTO TO



[Ipwrtov, n Bvpa emkowvoviog eitvar Etoun yuoo vo oTEILEL EVIOAEG GTO UMY GVTLLOL
dAeonc.

Agvtepov, éva apyeio "eyk€porog" dnuovpynonke Kot poptdinke 6ToV KATAAOYO
1oV €YKeEPAAOL ToLv Mach3. "Eyképalotl” eivat Aoyikég Aettovpyie Tov onpiovpyoHhvton
YPNOUOTOIDVTOS TO TUN O eTECEPYOTIOG TOV EYKEPALOV TOV Aoyicuikov Mach3. Avtd
T (VL TPOYPAUUOTO, TOV dNUIOLPYovVTAL OO TOLG XpNotes, sivan PLCs Aoyiopikd,
OV EMEKTEIVOLV TIC OSLVOTOTNTESG Yo VO EAEYYOVV KOl VO TOPOKOAOVOOHV GUEGH TIC
unyovég CNC, tepvadvtag Tov cuVNOIGHEVO TPOTTO Yo TOV EAEYYO TNG UNYOVIG OO TO
KOLUTTLA (pUG1KOVE TPOYOVS 1 WNPLOKA KOVUTLR), 1] 0o TIG E10000VE YPOUUNG EVIOADV.
To apyeio mov dmuovpyeiton ovopdletor ControllerBrainDavid.brn. To apygio
amofnkeveTal 6TOoV KotdAoyo Tov gyke@dAov tov Mach 3 kot mpémer va eivon
EVEPYOTOMUEVO.

To wOpo pépog mov eréyyxet v OAn oddikacio clpwong yivetar amd Tnv
"eneEepyosia” TOL AOYIGHIKOD, [0 OVOIKT TNYY YAMGGOS TPOYPOUUOTIGHOD KOt
avantuéne nepiarrovrog, n eneéepyaoia 1.5.1 (Processing Foundation, 5 May 2013).
Eivatl ovpPatd pe 6do too AEITOLPYIKE CLUGTHLOTA, KOl EXITPENEL VO, OTLLLOVPYTCOVUE
KoL VoL XTIGOVLE S1aPOPETIKOVS 0AyopiBpovG.

H Xoyum tov akyopiBpov gaivetatl oto Zyfua 6 mopokdto.

1 TmE
:' |5|..J—.i....|_>|

| ks bax )

STA&RT
Coed 3
Lo 4

DD
Spare 30

Fig 6. Logic schema of the program developed in processing

Inyn: L.M. Galantucci, E. Piperi, F. Lavecchia, A. Zhavo (2015)
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To mpdypappa yopiletor o Tpia KOpLO péEPT.

To mpmto pépog avePdlel o Tvmomomuéva ototyeio g PrPAtodnkng Ko pvOuilet
T1G peTaPANTEG Yia T dadikosio capwong, wg:

e timemax (// uéylotog xpovog g d1adKaciog GApmonG, YMPIg TV TEPICTPOPT|
0V GEova A)

e timescan (// peTafANTN 1o T LETPNOT TOV APLOLOV TV COPDCEMV)

e timescanmax (// pé€y1otog aplOpdg TV CAPMOEDYV)

e in_buffer [] (// petapAntn yia to puOuotikd vrodoync and Mach3)

To debtepo PéPog TovV TPOYPAULATOC, TOL OVOUALETOL «KeEVT] pOBoY, Kabopilet
N AOYIKT TV EIGPOMV KOl EKPODV Y10, TIC EIKOVIKEG BVUPEG, MOC:

e myPort = véo Serial (6vopa 0Opag, 9600) (extéleon g oeplakng Bvpog
eAéyyov Mach 3)

e myPort2 = véo Serial (6voua 60pag 2, 9600) (extédeon g oeplakng BOpaC
eréyyov David capm Aéilep)

To tpito puépoc, mov ovopdleton «Kevo KANP®ONG», KAvel Evav emovoloptavopuevo
KOKAO péyptm petafAnTn timescan va yivel ion pe timescanmax. Xg avTo T0 TAAIGLO Ot
dwadkaocieg v Tov €heyyo tov Mach3 kot Tov David Aoyiopikod cdpwong pe Aélep
elval OAEC TPOY LOTOTOMUEVES KOl EKTEAECUEVEG, YPMNOLLOTOIOVTOS KAOE e1KOVIKT BOpal
OV ONADVETAL GTO SEVTEPO PEPOS TOV TPOYPEULATOC.

Metd amd Oheg TIC TPOKATAPKTIKEG mpoeTowocieg oe kdbe Pruo (dnmg
wepryphoeTan yioo tnv pvluion mg oepokng Bupag 006vng, tov eyképaro Mach3,
capot Aélep David, kot apod vrevBupiocet tov akyopbpo otny Eneéepyacia) to pudvo
Tov ypelaletal eival vo TaTAGETE TO KOLUT EKKIVIIONG GAP®ONG TOV £XEL TO PEVOD TOV
capot David. Mg tov 1poémo avtd, n dadikacio Ba kdver minpeis 360° copdceS TV

OVTIKEIUEV@V.

2.5 Xopnépaopa,

¥10 kePaAaio owtd PAETOLE TOG 0md TN Pdon Tov rapid prototyping, tov rapid tooling
kot Tov DDM €yovpe @tdoet 6mn xpnon EKTVTOTOV ToPay®ynG TEMKOV Tpoidvtwv. H
€0PEDN KAVOTOUWDV TEXVOAOYLDV KAVOLV TIG SLOSIKAGIEG EKTVTTMONG MO EVKOAEG KO
O pumopovoay Vo ETPEPOVY CNUAVTIKA 0QEAN oTIg emyelpnoels. Pavtaocteite mOGO

xpovo Kot ypnpa 8o pmopovoe vo e£otkovopnoet pio emtyeipnon pe v €i6odo evog
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LUNYOVALOTOS GAp®ONG Yo To TPOIOVTO TNG Kol Evav eKTLItmT, Omwe to MakerBot,

TNV 0ALGIO0 TOPAYWYNG TNG.
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KE®AAAIO 3

Eicodog Tov 3D Printing etig emysipriosig

Eivar cagéc 6t 1 pete&éMén otig texvoroyieg 3D ektimmong €xet T duvatodHTTo Vo
elval 1010iTepa. QTOSIOPYOVAOTIKN KOl VO OONYNOEL GE ONUAVIIKEG OAAAYEG Yo TO
EMYEPNUATIKO HoVTEAO TNG kowvotopiog. (Johnson et al, 2008. Abdelkafi, 2013).
Kobng n teyvoroyia opydlel Kot yivetor eupiTeEP OMOJEKTT, VEQ ETLYEPTUATIKA
povtéda avadvovtor (Sabatier et al., 2012). H emyeipnon pmopet va petaxivndel and
T0 £V EMYEPNUATIKO HOVTIEAO O6TO GAAO €ite Yyl vo avENoel To KEPOOC Kol v
emoeeAnfel and poa evkapio yio avdntoén (Willemstein et al., 2007), eite yuo va
amo@Oyel dSuvnTiKd BavatnEOpa ATOTELEGHOTA TNG TEXVOAOYIKNG peTatomiong (Tongur
, Engwall, 2014).

O mpdTog TOpdyovTag Yo TNV amdO0oN Hog eToupiog eivol To EMYEPNUATIKO TNG
povtéro. Avtd eivor 1 pnéBodog mov 1 etapio KOTOUoKEVALEL KOl YPNGLULOTOLEL TOVG
TOPOLG TNG Y10 VA TTPOGPEPEL GTOVG TEAATESG TNG HEYaAVTEPT a&ia amd 0G0 Pmopovv ot
AVTOYOVIGTEG TNG KOl VoL Kepioel ypnuata. Zuykekpiuéva, kabopilel Aemtopepmg Tov
TpOTO TOL M eTOUpiat TOPAYEL KEPOOG TMOPO Kol MG oxeddlel va KAveL TO 1010
poakponpofecua, eivar avtd mov KaBeTd Hio eTopio KOV VO OTOKTHGEL £Vl 1oYLPO
avtayoviotikd Tisovéktnuo (Affuah & Tucci, 2001).

Ot Teyvoroyieg 3D extummong kévovv v PETATOTION MYOTEPO EMKIVOLVT, EMEON
T TPOTOVTO UTOPOVV VO KOTAGKEVAGTOVV KATA TToporyyeEAia pe ELAYIoTO KOGTOS KaOMDG
EMIONG EMTPENTOVV GTO EMYEIPNUATIKO LOVTELOD VO YIVEL EVOTIKO KoLl Tpocapprdcipo. Ot
EMYEIPNOELG UTOPOVV GTN GLUVEYELL VO ATOPAGICOVY, aVAAOYa [e TO TEPPEALOV, Va
OTOKTNGOVV £VOL 6TEVO (EMKEVIPOVOVTAL GE IO GLYKEKPIUEVN ayopd) M Aoy, (..,
T0 OYEOOUO, TNV KATOOKELN] Kot TN dwvoun) 1N kpd (Lovo oyedlacudg)
emyelpnuatikd povréro. EmmAiéov, ta emyeipnpoatikd povtéda etvot TANpms «Kivnté»
Kol Lropovv va HeTaktvnBohv Tpog Ta EMGVe, TPOG T KATM 1) TPOS T TAAYLO.

H teyvoloyum kovotopia etvor kpioiun, d10TL propel va TopEyel TOVG OmOPOiTTOVG
mOpovg Yy v oAAGEEL TO  EMYEPNUOTIKO HOVTEAO KOl va  ovEnon v
avtoyoviotikotnta. (Calia et al, 2007). Xt 3D extdnwon xowvotopiog To
emyelpnuatikd povtélo pmopel va eivar ploomactikd 1 otadiokd. Piloonactikd

HOVTELO EMLYEPTUATIKNG KOVOTOUIOG TPOKVTTEL OTOV TO ETMLYEIPNUATIKO LOVTEAD EXEL
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aAAGEEL TavTOYPOVE TTEPIOGOTEPEG amd pio TTuYéG N dtaotdoels. (Brink and Holmén
2009).

H S109opd peta&d TV 6Tad0KdOV Kot plLoCTACTIKOV HOVIEA®MY KOVOTOUING apopd
1660 TOV 0plOUd TOV GLGTUTIKMY TOV EMLXEPTUATIKOD HOVTEAOV 0G0 Kot T0 Pabuod
kavotopiag. Otav ko tor dvo eivar VYNAL TOTE TO EMYEPNUATIKO HOVTEAO TNG
kavotopiog etvar pilio. Otav kot to dvo etvar younid eivarl otadwoko. (Ho et al.
2011). Ta plikd KOVOTOWUO ETLXEPNUATIKA HOVTEAQ 0dNyohV oTn dnpiovpyia VEmV
ayopav (Zott koau Amit 2002). Ta 6Tod10KE KavoTOUa EMLYEPNUOTIKG LOVTELD TEIVOLV
va dtatnpovv idwa Pdon medatmv. (Koen et al. 2011).

H tayeia mpotvmomoinon (rapid prototyping) kot o tayeic e€onhoudc (rapid tooling)
€K TOV TPOTEPWV OEV EYOLV T SLVATOTNTA Y10 TOAAES KOl Babiég GVOTATIKES AAAAYES,
mop’ OAC QLTO LITOPOVV VO PEPOVY HEYAAN avACTATOON. ATO TNV dAAN VD 1 dpeon
kataockevr] (Direct digital manufacturing) kot m xotookevny oto omitt (home
fabrication) emtpénovv pilikég petaPorég TOAMMY GTOYEIOV TOV EMLXEIPNOEDV, AVTO

dev onuaivel amapoitnta 0Tt 0o 00MYel TAVTO GE d0GTAGTIKY, PIIKT KOvoTOopia.

3.1 Acikteg froopuétntog kor DDM

Kd&be mpoiév éxer Sapopetikés @acelg avamntuéng omAadn, to oxedlacud, v
KOTOOKELY], TN YpNon kai tn otdbeon. Ola avtd To 0TAOIL £YOVV SLUPOPETIKES
TPOOTTIKEG KO O1aPopeTIKoVS deikteg frwoipndmrag. To EBvikd Ivotitovto [Ipotonwv
kot Teyvoroyiag (NIST) éxovv katnyoplomomoel T1g TTVYEG TG PLOCIUOTNTOC OF
TePPUALOVTIKT dLoEIPIOT), OIKOVOLIKT OVATTTUET, KOWVMVIKY gunpepio, TEXVOAOYIKN
po0dog Kot dayeipion emddcewv (Joung k.4.., 2012). AAAG oe yevikég YpappES, M
Blooipdtmra £xel Tpeic O106TAGES: KOWVMOVIKT, OIKOVOUKT] Kot TEPPAAAOVTIKY.

Eni tov mapovtoc, vapyovv moALd epyoieion eKTIUNONG Y100 Vol 0ELOAOYTGOVUE TN
Brwowotnta (Chen et al., 2013) énwg: Dow Jones, GM Metrics, [Thaicio Avapopdc
GRI. H Emtponn tov Hvopévov EOvav yia v Buooyun Avartuén (UNCSD) éyet
emiong avoamtvel KAmowovg Oeikteg PLOGOTNTOS TOL GKOTOG TOVS &ivar va
OAmOTEAECOVV GNUEID AVOPOPAS YLl TO KPATN WEAT, GTO £pYO TOVS Vo avafempncovy
TOUG VQLOTAUEVOLS TN v ovoamtOoéovy véovg. Ot deiktec avtol, pmopovv va

TPOCUPUOGTOVV GE EPYOCTOCIOKO EMIMESO KOl VO SMGOVV piok OAIKN dmoyn Yo To Tt
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TPEMEL VAL EEETOCTEL GTIV KATACKELT OO TNV TPOOTTIKY| TOV EPYOCTUGIOV, Kol VoL Elvail
oupPatn HE TO KOWVOVIKO EMIMEDO.

Ov mepParroviikol deikteg mov oyetilovior pe v vyeio tov ovOpdmov, TA
OKOGLGTHHOTO KOt TIC {NUES amd TN XPNOT TOV TOP®V UTOPOVV EMIGNG Vo ANeBodv
VIOYN GE ML YEVIKN TPOOTTIKY YPNOUYLOTOLOVTOG Oplopéveg pebodoroyieg, Omme M
amotiunomn Tov KukAov {onc.

Ao ™) 6KOmId TNG AVATTLENG TOL TPOTIOVTOG, Ol OEIKTEG PLOSILOTNTOG KOTA TN Odon
™G xpNoNg eivar kupimg moloTiKol, avti ToGoTIiKol OTMS 6T PAcT TS KoTaokeLTg. Ot
KOWMOVIKOL 0eIKTEG PLOcIUOTNTOS, OTMG 0 PIAIKOG TPOG TOV TEAATI KoL 1) IKOVOTTOIN o
TOV YPNOTOV EVOL GNUOVTIKO VO TOVE TPOGEEOVE, OKOUN KOl QVTOVS TTOL OgV €ivait

€0KOAO VO TOLG PETPTGOVLE TOGOTIKAL.

3.1.1 Emntooceig g DDM o116 dwootdoeis froocipotnrog

H evépysio kot ot vAikéc poég amotelobv i PAom Yo TIG OWKOVOUIKES Kot
nepPaAloviikég dlaotdoelg, ol omoieg ivar yepd cuvoedepéves. H DDM mpoxadel
aAlayég oty aAvcida a&log tng evépyela kot TV VAK®V podv. Exet mv dvvatomta
peimong tov anoPfAntov HEcm ™G aENoNS NG amodoTIKOTNTAS G aE0ToINoN TV
TPOTOV VA®V, ONAaon amobAomoincn, e oamotélecpo AlyOtepn POTAVON Kot
YOUNAOTEPN KOoTavAA®on evépyelag. Mewdvel eniong v avaykn Yo Kotoypoen, M
omoio, avTITPOcSOTEVEL TNV EEOIKOVOUNOT] EVEPYELNG KO DAKOD Yo amobkevon Kot
pkpodtepo apBpd vrofabpicpéveov mpoidviov. Ieprhappdver emiong Arydtepa M
Myotepo moAvmAoKa epyareia yia enelepyacia (.. kKaloOmt), To omoia Ko whAl 0dnyel
o€ e£0KOVOUN oM EVEPYELOS KOl DVATKOV.

Ymv owovopkn dwdotaocn pe tmv DDM éyovpe vynAdtepn a&lomoinon viukov,
a@ov o1 xpnoteg £xovv TpdcPaocm o pio ToyKOGHI KOOTNTO, KOl £TGL 00TYOULLOGTE
o€ MO OMAEG, O OMOTEAECUOTIKEG EQPOJOCTIKEG OALGIdES pe Aryotepn mpoomdbeia
petapopds. EmmAéov, pelidveror n ammAEl VAIKOV Kol EVEPYELNG AOY® AyOTEPNG
OTOYPAPNG KOt OIVEL TN SOLVATOTNTO AUECTS OVOKVKAMGNG ONAOT| AyOTEPQ OmOPANTA
Kot KoAvtepn dwyeipton tovg. Me v DDM n mapaywyn sivor mpocavatolopévn
OTOV MEANTN UE OMOTEAECUA VO, TAPAYOVUE OGO XPEWLOUACTE, VO £(OVUE AyOTEPQ
amofépata Kot vIapyel THAVOTNTA VYNAOTEPOV KEPOOVS AOY® CLYKEKPILEV®V AVGEWV

tov meAdrn. O Baumers et al. (2012) ypnowonoince m péBodo xootordynong Pdoet
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¢ opaotnprottos (ABC) mov mpoteiver o Ruffo et al. (2006) kot Bprike 0Tt o vpeia
TowKAla e€aptnudTev givar o mbovo va PBedtinoetl v otkovouio T DDM kabdg
KO VO LELMGEL TV KATAVAA®GON EVEPYELNG KATA TN dlepebivnomn £EL TpoidvTmV Tov el
SpopeTIKEG dlooTAELS Kot ToAvTAoKOTNTO. Atzeni kot Salmi (2012) dwumictwoe 0Tt
n DDM, 6mwg n DMLS, uropet va avtaywoviCovtot pe t stodikasio yOTeELoNS VYNANG
TlEoNG Y10 Lol JUKPY) TPOG UECT] TOPTION TWV TEMK®V YPNCILOTOUCIUL®Y UETOAMKDOV
puepav. H DMLS givon pOnvotepa amod 6, 11 n mapoadooctakn dtodikacio n oroio cuyva
EXEL YOUNAOTEPO KOGTOG KOAOLTIMV G LYMAO dyko mopaymyns. O Wittbrodt et al.
(2013) mpoypotomoinoe o OAOKANPOUEVT LEAETN Y10 TOVG OTKOVOUIKOVE OEIKTNG TOV
DDM Aapfdavovtag vmoyn oAOKANPo tov KOKAO (NG ¥PNOLOTOIHGVTOS £vVo. open-
source ektunmt 3D, RepRap wg mepimtwoioroywn perétn yio PLA texyvoloyia kot
KatéAnée oto OTL VINPYE HEYOALTEPN €101KT CNTNOM EVEPYELNG KOl TEPIGGOTEPT
dupkela kataokevng. TELog, Ta Bépata g motdtnTog dev £xovv Avbet, omdte vVILapyEL
KIVOLUVOC KATOGKELTG OTOTUYNUEVOV LEPDV.

Oocov agopd v TePIPAALOVTIKY SLAGTACT, VITAPYOVYV AUPIPPOTTEG LEAETES Y10l TIG
TEPIPOALOVTIKEG EMMTMOOEIS KOl TNV OIKOAOYIKY] OmodoTIkOTNTA. Ogmpovv OTL, Ol
napadoctokés meptPariovikés PAaPeg oty avBpomivn vyeio, oy moldTNTA TOL
OKOGULGTILOTOC, GTN XPNON TNYOV and TG EKTOUTES OVGILDOV OV ATEAELOEPDVOVTIL
Kol 1 TOEKOTNTO GTOV 0EPQ, GTO VEPO Kol GTO £30(POG TOV THTMV VAIKAOV Kol Ol
TOGOTNTEC YEVIKA TNG EVEPYELNG KATAVAADVOVTOL KOTE TN SIAPKELD TNG EMEEEPYATING.
O Sreenivasan et al. (2010) chykpve TV KATAVIA®OT] 1GYDOG AVAUEST. GE SLUPOPETIKES
teyvoloyieg SLS pe Bdon tov ouworoywod deiktn. H SLS Bpébnke va sivor 8,3 popéc
vynAdtepn and dAheg DDM eneéepyacies. H atopomoinom eivar n kdpa ortia tov
TEPPOAALOVTIIKOV  EMATOCEDV, ONMOS OVTY YPNOCWOTOEITOL  OTIS  SLOIKOGIES
eneEepyaociog pe oxévn. H DDM pmopet va Bondnocet 61 pelmon TV EKTOUT®OV Kot
NG EVEPYELNG YO TNV OVOKATOAGKELT TOAVTILOV £PYOrelv Kot KaAovm®dv. Avto
opeileTan 6TO YEYOVOG OTL UTOPEL VO EAAYIOTOTOMGEL TNV KOTAVAA®GT EVEPYELNG OE
YOUNAEG avaloyieg otepe0D TPOC ToV GYKO KOAOTNTOS Ty cuykpiveTon pe dieon CNC
OV UTOPEl VO EAOYICTOMOMGEL TV KOTOVOAMOY| EVEPYELNS GE VYNAEG avOAOYieg
(Morrow et al., 2007).

ATO TNV KOWVIKY Aoy divovtol i5eg OuVaTOTNTES Y10t OAOVE TOVS GUIUETEOVTEG
OTIG OYOPEC KO OTIC KOWMVIES, Aoy HeumvovTol ot epayuol ei.c6dov véwv. Emiong,
YEQUPOVETOL TO KEVO HETAED TMOV OVOTTUGGOUEVOV KOl OVOTTUYUEVOV YOPADV Y10l TIG
VYNAEG avarykeg Texvoroyiag, exmaidoevong kot KovAtovpag. H ayopd pe tnv DDM givan

22



TPOGOUVOTOAICUEVT] OGTOVG YPNOTEC TOV TPOIOVIOV Kol £TGL LRAPYEL UEYOADTEPN
wavomoinon Tov meAat®v. Ot TexvoloyIKEG aAAOYES, 101mG EKElVOV TOV 001 YOV GE
onuovtiky Peitioon ¢ mopayoyKoOTNTag TOV gpyalopévev, elvar PBacikég yia
BeAtidoelg 6TovV cLVOAKO TAOVTO Kot TV gunuepia ¢ kowwviag (Krugman, 1999.
Carlaw&Lipsey, 2003). O Haung et al. (2013) Bprike 611 1 DDM éyet mbavo 6@erog
Yo TV vYEla TV avOpoOToV Kot ToV pYUlOUEVOV aPOD ATOPEVYEL TN LOKPOYPOVIL
ékbeon oe emkivovvovg Bopvfoug kat oty opiyAn metpehaiov amd v enelepyacia
VYPOV PETOAA®V. AVTEG Ol EMMTAOGELG LTOPOVV VO EAAYLGTOTON OOV LE TN LEIDOT TNG
TOGOTNTOG TOV TPAOTMOV VADOV 1] KO Kot TV fondntikdv vAk®dv aAAdlovTdg ta e

EVOALOKTIKA DAKA.

3.2 AM K1 1 emppon] TS 6TV CAVGIda TaPAYOYNG

Méypt to 2020, to 3D printing tpoPAénetar va e&ehybel o maykdoua Propnyavia
a&lag 8 dioekatoppvpiov dorapiov. Avtd onuaiver 0Tt Ba vrapEovy prlkég aAlhayég
oToV Topén NG Plopmyavikng mapoywyns kot tov oebvovg eumopiov. IIpdobetn
katackevn N 3D exktdimwon ivar GVO OPOAOYIEG TOL AVAPEPOVTOL GE L0 TEXVOAOYIKT
dwdwoacio. H 3D ektomwon sivon pio «tayeio teyvoloyion, Paciopévn oty gukoiia
NG KOTOAOKEVNG EVOG VEOL TPOIOVTOG N GTNV TAPAY®YT VO VITAPYOVTOS UE OAAAAYEC
(Casey 2009). O Alpern (2010) onueidvel 0Tt «... TO LOVO TOL EYETE VO KAVETE, Eivat
vo. eoptdceTe v apyeio kot Ba pmopeite va avamopdyete oynuUoTo Tov dgv gival
KOTOOKELAGIHO e mopadootakeés pebodovg. Oro avtd, ovopdletor £vo €LEAKTO
€pY0otdoio 6to Kouti ». Efvon 11on yvootd, pio aAvcidoo mopaywyng eivor ) dtadtkacio
LETATPOTNG TPOTWV VA®V og gumopedpata, n 3D ektommon €xel avadiopbpdoet Ta
otad G aAvcidag moapaymyns. Ilapokdtow Oo HEAETNOOVLUE AVOALTIKA TG
SlopP®VETOL 1N 0AVGId0 Tapoymyng avdioyo pe v puéBodo moapaywyng mov

vwobeteital.

3.2.1 Mapadoocrokn alvcida Tapaywyng

To npdTO 0TAd10 NG JrdKaciag eivar 1 TAPASOCT TOV TPATOV VAGOV ond TOVG
mpounBevtéc. ‘Evag dykog amd Tic mpmTeS VAEG TOPAUEVOVY GTIC OmoONKeS eV Ll

OPKETA PEYAAN TOCOTNTA LETAPEPETE GTO EPYOCTACLH, £TGL MOTE VO KATEPYOAOTEL, VO
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petomomOet Ko vo dnpovpyn0ei to Tpoidv. 1o deVTEPO GTAI0 EXOVUE TOV EAEYYO TOL
TPOIOVTOGC, TO TAKETAPICUO KO TV TPODONGN TOL G€ amodnKeg ETOUMV TPOIOVTOV Y1
amoypOeN. XTO TEAELTOIO OTAO0 £YOVUE TNV OMOGTOAN] TOL EUTOPEVUOTOC OF
KOTOGTHUOTO AOVIKNG, OOV atd T KATOGTHHOTO OV TA O TEAATNG UTOPEL VO, 0lyOPATEL

TO TPOTIOV.

3.2.2 Tyéowo mapaymyns s 3D ektinmong 0Tmg ival crijuepa

210 TPMTO GTAO0 EYOLUE TNV dNuovpyia evOg Yynelokov apyeiov, Eva KOTAGTN LN
Movikng Soenuilel To mpoidv, kot €vag meEAdTNG umopel v mhel va ayopdcel To
GLYKEKPLUEVO TTPOTIOV. XT1 GLVEYELD, TO KATAGTNLO ELTOPEVETOL TO, ATOPOLTTO VALKA
amod Tovg TPouNnBevLTEC, EKTLRIOVEL TO avtikeipevo, €€etdlel TV TOWOTNTA TOL
TUTOUEVOL OVTIKEILEVOL KOl GVOKEVALEL TO TTPoiov. TENOG, To TPOIdV ATOGTEAAETAL
otov meAdrn. [lpénel va emonudvoovpe 01t aAhdlel kol 1 6P Tov yiveTon 1| TOANGN
TOV TEMKOD TPOIOVTOC, TNV TaPadoctlaky HEB0do Exovpe TPOTA TO TPOIOV LETA TOV
ENEYY0, TNV OTOGTOAN KOt TEAOG TNV TOANGT, EVO pe To 3D €yovpe TpdTa TV TOANON,
NV EKTOTOON, TOV EAEYYO Kol TEAOG TNV amootoAr]. Efval onpovtikd va onueimBel 6t

o1 KoTavaAmTég eEakoAovBovy va ayopdlovv mpoidvta.

3.2.3 Xyéowo mapayowyns s 3D ektinmong 6to périov

Y10 péAov ot TeAdteg Ba LTOPOVV VO KOTAGKELALOVY OVTIKEIIEVA Y10l TOVG 0V TOVG
TOVG, YPNOUOTOIDOVTAG TOV 3D EKTLROTY] TOVL £XOVV GTO GTITL TOLG. LVVETMG UIAAUE
Yo, TV TETAPTN QAT NG TEXVOLOYIKNG eEEMENGC dnAadn Yo to home fabrication. Xt
@aon ot Ba 0dnynBovue oe tayeio palikn katavdioon 3D ektvnoTOV. XT0 TPOTO
oTAd10, TPELG epyacies Ba Aapfdavovtol yopa tavtdypova. O oyedlactig oKlaypaest To
OVTIKEILEVO, OUECMG HETE O OYEONOTNG OE EYKEKPIUEVT €Talpeiot EKTOTOONC,
EKTLTIMVEL TO OVTIKEILEVO KOl OTI GUVEYELD EAEYYXEL TNV EYKLPATNTO KO TV TOHTNTA
TOV GTEPEOL OAVTIKEILEVOV, Y10 VO EILACTE GIYOLPOL Y10 TO TEMKO OMOTEAEGA. XTO
de0TEPO OTAOI0 O GYESNOTNG «TOVAGEL TO GYEO0 TOL €lTe Gg Mo eTaupeia Ko M
etoupeio O1apnuilel To TPoidv Ko TOVAGEL TO OPYEI0 GTOVE TEAATES, E1TE O GYEOAGTNG
TOVAGEL TO apyeio Tov péow online ayopmv. 1o TeAeVTOi0 6TAS10 VO KOTOVOAMTHG

ayopdlel To ynoako apyeio kot amid to ektvndvel. Etvar onuavtikd va onpetodei 0t
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TO KOTAOTNUO MOVIKNG €ivol eVIEA®MG am®V kot OTL Ol KATavVaA®MTES oryopalovv Oyt

TPOioV aAAd Eva yneloko apyeio. (M. Mavri).

3.3 Awe@opég 3D ko Tapa.d0o1oKg pEBOSOV TaPAYOYS

ENUHoVTIKEG O10POoPEG EVTOTILOVTOL OVALESH GTNV TOPAd0GLoKY| LEBOSO TapaymyNG Kot
otV mopaywnyn pe 3D. Tlpwv apyicovpe g Tapoymynq TPETEL Vo OKEPTOVUE TS Oa
™V PEPOVLE €1¢ TEPAG Ko Ti Tpoidv Ba mapdyovpe. Ocov apopd TOV TPOYPOUUUATIGLO
NG TOPAYOYNG Vo ToVUE 0TL £d® Kabopilovtat ot 6TdHY01, Tpocsdiopiloviat o1 TOPOL TOV
ATOLTOVVTOL, ETOHALETOL £VaL GYESL0 Y1 EMTEVEN TV GTOY®V, VITOAOYIlETOL O YPOVOC,
TPOPAETOVTOL TO GTAOLN TNG TOPAYMYIKNG Oladikaciog, vtoloyilovtal ot Kivouvol Kot
npoeTolnalovtal evoALoKTiKE cevapio. Ola ta mpoavapepBévta Aapupdvovy ydpa o
éva Topadoctokd oyxédlo Tapaymyns. Me v mapaywyn 3D ektommong, TapOAo ToL ot
OTOYOl TOPUYOYNG TOPOUEVOLY Ol 1d101 TO OTAdW TNG OdKacIog ToPAY®YNG
aAralovv. X 3D extdmwon, to ektumopévo avtikeipeva givon gite mpoidvra eite
TUHOTO TOV TEMKOV Tpoidvtov. Eviidpeceg diepyacieg etvar amovoeg. Ko otig 600
TPOCEYYIGEIS TAPAYWOYNG, T, fpata, OTmg TPpoPAEYElS TG (RTNONG, Ol EKTIUNGELS TOV
KIVOUVOL KOl 0 EVIOTIGUOG Gevapliov Yo TNV eEdAetyn tov Kivddvov, eivar 1 idwa. (M.
Mavri).

Oocov agopd 10 TPoidv VIapYoLV aAAAYEG oIV OYedlooN OALL KOl GTOV TPOTO
petamoinong tov. O oyedacudg Tov TPoidvtog etvar pa dadikacio onpovpyiog vog
VEOL TPOIOVTOC oL Bo TPEMEL VO KATAVOADVETAL OO TOLG TMEAATEG UECH® TNG
emyeipnong. Zyetileton pe to ypopo, to oynua, to pEyedog, Tig S100TAGES Kot TNV
nowdtnta. Efvatl moAd onpavtikd va onpeiwbei 0Tt 0 oxed10.6TNHG TOV TPOIOVTOC TPEMEL
va eEeThoEL TO KOO 6To omoio amevBuvetal to Tpoidv. Me 1 dadikacio TopacKeLNg
3D extvmmong, ta Tpdypota ivar Sto@opetikd. O oyedlaoTng oKloypapet Eva Lovtéro,
kaBopilel T d100TAGE TOL HOVTEAOL Kou amopacileTar o BEATIOTOG aplOUdS TV
OTPOUATOV OV TO HOVTELD TPEMeL va tepaytotel. O oyedlaotng elvarl eAedBepoc va
ONpovpynoel éva TPoidV YPIg TEPLOPIGUOVG. LTOV TOUEN TNG HUETOTOINONG TOL
TPOIOVTOC Ol TOAAEC SladKOGieS AmOVCIAlovY. XTI TAPUOOGLOKES UETOMOMTIKES
aAvoideg ta mpoidvta mapdyovtol €ite o HUKPEG €lTe 0 PEYAAES TOCOTNTEG. TNV
napayoyn 3D épovpe eEatopukevpéva Tpoidvia Kol UIKPEG OAAOYEC OTOL WYNOLOKA

apyela IOV KATAANYOLV Gg VEa EEEIOIKELEVE TTPOTIOVTAL.
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O10ov TEAEIOOOVUE LE TO TYESIOGO KO TOV TPOYPOULATIGUO TPETEL VO GKEPTOVLLE
o VAMKG ov Oo YpNOILOTOMGOVUE. XTIS KAUGIKEG KOTOOKEVEG, Ol Propmyovieg
TOPEXOVV TEPACTIEG TOCOTNTEG TOV TPOT®V VA®V. Ot mapaywykés pébodotr mov
xpNoomoovvIol cuvnlmg etvar agalpeTikés. Amod TV GAAN TAELPE, Ol TEYVIKES
KkataokeLwng g 3D exthnwong eivor mpdcbetec, omodTE GLVETAYOVTOL AIYOTEPES TPAOTES
VAec. Apa m AMoto TV mpoundevtdv eivar mOAD cvvtoun, yiati Ayodtepa LAKA
xpNoomotovvTot amd Tovg 3D ekTVOTEC. Y hpyovv Arydtepa amdPANT 0d TOL VAIKA
(pVpa) pe v 3D ektOTTOON KO OV VILAPYOVY Bpavouata, and dhespo 1 Tpiyipo. To
bypnoto vAkd og petadMkég epapuoyes peiovetol katd 40% ce cOyKplon pe v
KOTOOKELN e apopeTikég texvoroyiec ( Petrovic et al. (2011)).

AMAN o actkn dtapopd eivot 1 aAloyn Tov YIVETE GTNV OTOONKEVGT Kol GUVETMG
otV anoypan. H arnoypaen yivetal 610 andfepo TV VAIKOV 1oL ¥PNGUYLOTOI0VVTOL
Yl VO IKOVOTTOGoVY T {NTNnom TV TeAaT®V 1 Yo vo vostnpilovy v mopaywmyn
TV Tpoidviev. H aroypaen| eivatl 1o tehkd amotéleoua g anpocsdokntng {itnong.
Ymv mopadoctokn péBodo Exovpe peydieg moapayyeheg yio vo TOVANGOLUE pio
mocdtTa VO GToLEloV, Kot amofnKevove kamowo GAAL Yoo peArovtikn ypnon. Ta
npaypato oAAdlovv pe v texvoroyia 3D exktdinwong. O nepropiopévog aptBudc tomv
TPOTOV VA®V oL givat KOTAAANLOG Yo Tovg ekTLVRTOTES 3D pag diver v dvvaToTnTO
va unv arodnkevovpe. Ot Bropnyovieg amodnkevovv pdvo ynelokd opyeio. Avtd mov
elval mpaypatikd amapoitnTto givon €vag vmwoAoylotg 1 éva memory stick peydiov
pey€Bovg ota omoia £vog peydAog aplfpog Tmv ynelakav apyeiov propei va cmbel. H
amofnKevon oTEPEDV OaVTIKEWEVOV Ogv elvar cuvnbiopévn yati ta avtikeipeva
Tapayovior povo a@ov mopayyeABovv. Ot aAlayég otn Aovikn ayopd givonl emiong
a&oonpeioteg. Ormeddteg pmopohv va ayopacovy Eva tpoidv eiTe pe TNV ETIOKEYN O
éva onuelo TOANONG £iTe YPNCILOTOUOVTOG L0 NAEKTPOVIKT TAATOOPLAL. AgV VTTAPYEL
avayKn Yo AMovikd KoTooTLOTO Tapd LOVO Y10 KATOGTNLOTO EKTOTWOOTG.

Avo PIA0GOPIES £X0VV LOVOTTOANGEL TO GVGTHA TopaywynG: materials requirement
planning (MRP) and just in time (JIT). Tnv Tpd™ ™V XpPNO1LOTOIOVV GLVHOWME o1
Apepikdvol Topaymyol v TV GAAN TV ¥pNOLLOTO0VY ot ldmmveg kot elomyOn g
po TPOKTIKN Topaywyns n onoia écwce v Toyota Motor Company and mtygvon.
XOoppova pe tov Nahmias (1997), n kapdid tov MRP givor to oyédo mapaymyns. Onwg
elval oM yvootd, oe pia mopaywmyn to oxEdlo eivar pion TANPNG TPOSYPAPT) TOV
apBpov tov KdBe otoryeiov, 10 aKPPEG YPOVOSLAYPOUIL TV LEYEODV TTapTIdO®V

TOPAYOYNG KOl TO TEAIKO TPoidv. XT0 €MIKEVTIPO TOL GYEdiOL Tapoywyns eivar ot
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wpoPAEYELC TNG {NTNONG Y10 TO TEAKE GTOLYEID TTOL TTOPAYOVTOL TAV® 0td ToV opilovta
oyxedopov. H pirocopia JIT ypnopomroleiton yio Ti¢ TapTidES TOPAYWYNS TOV LIKPDOV
peyebmv, kot yo va eEac@ariletor 6Tt Tapdyovral uovo OGa TPOIOVTO YPELAlovTaL.
[Topd to yeyovog 0Tt eivan emikivovvo, vrobBétovpe OTL 1| TAPAYWYN YPTNOLLOTOLDVTOG
3D sktunwtég elval mo eEowelmpévn pe ™ eriocopio JIT am’ 411 pe ™ priocopio
MRP. Avtd yivetou 61611 oty JIT mapdyovue pdévo 6ca mpoidvta ypelolOHacTe Kot
010 3D éyovue moAAG e€atopkevpéva, evdd 1 MRP ypnowomoteitan oe gtanpieg mov

dev Tovg evolapépeL n {NTnom Topd LOVO 1 TaPoywyn LEYOA®Y TOGOTHTMOV TPOIOVIMV.

3.4 AvaowapOpowon Koostovg

Metd omd tétoteg aAlayEg avapesa oty mapadootakn HEBodo mapaywyng kot v AM
TPETEL VO OVOAOYIGTOVUE KOl TIS aAAyEG Tov B TPoKOWYOLV GTO KOGTOG TOPAYWYNG.
Baowoc ot6y0¢ k00 Propnyoaviog, entyeipnong, etapiog elvar n avEnon twv KePOOV
Kot yio va yivel avtd tpoomafodv va PHELOCOVY 0G0 YiveTe TEPIGGATEPO TO KOGTOGC
napaywyns. A&ilel va onueltmBel 6TL 1 TPEYOLGA IGYVOVGA TEYVOAOYIKY] KATAGTAO)
TapoLcalel oNUOVTIKY adpavela. Me tnv vioBéton g AM Oa vrdpéet o avénon
TV €600mV TovAdylotov 30% Emg 40% (Bourell et al., 2009). e cOykpion pe
GAAec Teyvoloyieg Kot  €EOMMOUOVG TPOCHETIKNG KOTOOKEVNG, Ol TPLoOICTUTOL
EKTLTTOTES glval cLVNB®G ToLTEPOL, POMVOTEPOL KOl EVKOAOTEPOL BTN XPNON).

Ot 3D extunotég £(0vV TOAAG TAEOVEKTNUATO GTNV AVATTLEN TPOTOTOHTMOV KOl
poxkeTdv, cvumeptiapPavopévev (1) evkolMa amd avtypaen Tpoioviey, (2) younion
K6oToLVG Kot (3) aceaiela Kot WO1TIKOTNTO TOV TPoidvtog (Berman, 2012). To kHplo
TAEOVEKTNLLAL OLTOV TOL TOTOL KATACKELNG €ivol 1 evkoAio aAlaydv. Me ehappéc
TPOTOTOLNGELS GTO OPYIKO YNOLOKO apyelo, Evo VEO OVTIKEILEVO €XEL KATOOKELOOTEL
Y®pig KO0TOg Ko ywpig mpoomadeia. Avtd onuaivel 6t pe Paon 1o 010 YneLoko
apyeto, ToALol TeEAdTEG HE SOUPOPETIKA TPOPIA KOl OLOPOPETIKES AVAYKES UTOPOVV VL
€Youv éva MPOCOPUOCUEVO TPOTOV TOL TANPol TIg avdlykeg TOVG HE €vav MO
AmOTEAECUATIKO TPOTO. ZVVEN®OS N AM Te)VOAOYio EMTPENEL TNV EVEMKTN TOPOYDYN
eCATOUIKEVUEVOV  TTPOIOVTIOV  YOPIG KUPAOGCES TOV KOGTOVS GTOV TOUEN  TIG
petomoinong. Avtd emruyydveror pe Tn ypnon omevbeiog Ynelokov OladlKacidV
nopay®yng mov petatpénovv amevbeiog 3D dedopéva e QuoKA pEPT, YOpig va

VILAPYEL AVAYKT Yo epyodeio 1] kadoVmo. EmmAéov, 1 apyf TS KOTOOKELNG OTPOLOL
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LE OTPMUO UTOPET ETLONG VO TOPAYEL AEITOVPYIKE OAOKANPOUEVE TULATO GE VO LOVO
0TAO10 TOPAYMYNS, LEUDVOVTOS £TGL TNV AVAYKT Y10 OpACTNPLOTNTES CUVAPLOAGYNONG.
‘Etor, m teyvoloyia AM emmpedlel onpovtikd to kOGTOG NG eveMéiag, g
e€atopikevong, 10 KOGTOG TOV KEPUANiIOV, Kul T0 oplakd KOoToC Tapaywyng (Koren,
2006, Dolgui and Proth, 2010, Berman, 2012). Ta k6ot eykotdotoons Kot HeTdfoong
elvarl apeAntéa, koo povo éva dapopetikd apyeio CAD yperaleton vo avéPel ot
UNYoVY KOTd TNV ALY TOV TPOIOVTOV oL TPOKELTAL VO KaTooKevaoToVV. ((Petrovic
et al.2010).

EmnAéov, o adénon otnv mToALTAOKOTNTO TOV OYESGHOV OEV OMUaivel
VYNAGTEPO KOGTOG TOPAY®YNG, 6€ avtiBeon pe Tic cupPatikég TexvoAoyieg OTOL TO
KOGTOG LOVADOG TAPAYMYNG GLVNOMS AVEAVETOL LLE TNV VYNAOTEPT) TOAVTAOKOTNTO TOV
oyedlacpov Tov tpoidvtog (Kota et al., 2000). Opiopéveg Aettovpyiec, dTwS Kivovpeva
pépn N cvoTNUATO YOENG, UTOPOLV va. evoouatmBody angvBeing ota TUNLOTO TOV
Tapdyovtal ypig tn cvppetoyn Tpochetmv PNUdToV KATACKELNG 1] GUVAPULOAOYNONG
(Gibson et al., 2010), peidvovTog TEPUITEP® TO KOGTOG TAPAYWOYNG AOY® TNG HEIWONC
TOV 6TASIOV TOPAYWOYNC.

Téhog, mepuntoioAoykég LeAETEC Oeiyvouv OtL M TeYvoroyia AM umopei va peumoet
ONUOVTIKA TIG OOLTOVUEVES TPMTEG VAEG KOL TOL OTMOPPIULOTO GE GUYKPION UE TIC
oLuPaTIKEG TEXVOLOYIEG KATOOKEVNG, Wlaitepa Yo To. peTtaAlkd uépn (Petrovic et al
.2010. Lipson ko1 Kurman, 2013). Qotoco, n texvoroyia AM e&akorovBel va €xet
TOAALOVG TEPlOPIoUOVS Tov meplopilovv v epappoyr e o mapdderypa, To
drBéoia VAKE Kot 1 ETA0Y] TOV YPOUATOV Kol 0l ETPAVELES £EaKOAOVOOVY Va
nepropiCovtan (Berman, 2012). EmutAéov, o xdpog katackeung tov AM punyoavov 0étet
£va QLGIKO OP10 OTIG O10GTAGELS TOV TTPoiovTog (Gebhardt, 2003). H AM Ba éxet emiong
AVTIKTUTIO GTIG AMOPACELS TTOL AopBavovTal oXeTIKA e TNV Tomobfecia Kataokeuns. To
OYETIKA YOUNAO oT10fepd KOGTOG Yo T factkd AM pnyaviupato kot Tig pudpicels, og
oLVOLAGCUO UE TN OKOTIUOTNTO TNG OLKOVOUIKNG TOPAY®YNS MKPOU pHeyEBoVg g
Taptidog, TOAVOS Vo ETTPEYEL TNV TOTIKY TOPAY®YN KOVTE 1 oKOUO Kol 6TO GNUEio
xprong (Berman, 2012). To vynAd kOGTOG HETOPOPAS Yo TNV TOPEOOGT) TOV TEMKDOV
TPOIOVTOV OV LIEPPAIVOVY TO KOGTOG HETAPOPAS TOV TPAOTMOV VADV, KOONDS Kot ot
KUPMOELS Yo KaBvoTtepnuévn Tapddoon Hropovv emiong vo aAla&ovv tn Béom g
petomoinong mpog to onueio ypnong (Kleer ko Piller, 2013). Qg amotélecua, Ta
TAEOVEKTNLATO KOGTOVG TTOPAYWDYNG GE YDPEG HE YOUNAO €166dNUa Bo peiwbovv og
BaBog ypovov (Petrovic et al 2010. Schuh «.4., 2011). To oprakd KOGTOC TAPAYWOYNG
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™G AM mapopével vyYnAOTEPO amd 0,TL pe TN cvuPatikny texvoAroyia, eoutiog Kupiwg
TOV LYNAOD KOGTOVG TV LAIKOV Kot TNG evepyelakng évtaong (Gibson et al., 2010).
[Mop’ 6Ao awtd, TO KOGTOG TOV VAKOV eivar mBavoe vo pelwbel dott emmiéov

npounOevtéc Oa eilcéABovv oty ayopd (Lux Research, 2013).

3.5 Xounépoopa

Me v gic0d0 ¢ 3D extdnmong oTI emtyelpnoelg eival TAEOV avaykaio 1 aAA0yT TOV
EMLYELPNUATIKOD TOVG LOVTEAOV, dSNAON 1] AALY} TOV TPOTOV TTOV TPAYUATOTOLOVV TIG
dpacTNPOTNTEG TOVG MOTE Vo, amoktovv £€c0da. Eidaue, mog n DDM ennpealel
Blrooipdtmra tov mpoidvtog Kot Tt priikég pnetaforés emeipel oe TOAAG oToryeio TG
emyeipnong. EmmAéov, pio onuaviikn oAdoyn wapovcstdletal oty 0ALGIdQ
TOPAYOYNG TOV TPOIOVTOG. AvaAvOnkav To oTAdo TG 0ALGISG TOPAY®YNS Yo TV
napadoctakn HEBodo, tnv 3D dmwg elvar onpepa kot v 3D 610 pHéEAAOV. XN GLVEXELD,
&ywve ovyKplon avdpeco otig pebBodovg mapaywyns. Térog, vpEe N TPAOTN avopopd

070 KOGTOG TAPAYMYNS, TO 01010 Oa [LaG AmMOGYOANGEL GTO ETOUEVE KEQPAAOLAL.
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KED®AAAIO 4

Movtélo KO6TOVS TOPAYOYNS

210 KEPOAAOMO OVTO YIVETOL L0 TOPOLGINGT HOVTEA®V KOGTOVS TOPAYWOYNG, OO
EPEVVEG AAAL®V GLYYPUPEMV. XTOYO0G Lag Ival 1 a&LOAOYNOT TOV TEXVIKOV TPOGHETIKNC
KOTOGKELNG, TO av Ba pmopovoay va BewpnBodv olkovoulKES Kot EVOALAKTIKY ADOM
YL TIG GLUPATIKEG O1UOIKOGIEC KATOOKEVNG Kot To ov Bo BeATidcovy T0 cvoTnuo
TOPAYOYIKOTNTOGS.

Apyikd 0o acyoAnfodue pe v a&loddynon tov OyKov g mopaywyns pe AM
TEYVIKEG KOTOOKELNG, TNV TEXVIKY LE VYNAN Ttigon yotevong (Hpde) kot v teyviky
npocbeong petdirov pe Aéilep mupoovocoupdtwons (SLS). o to oxomd avtd,
napabéTovpe pia cOyKplomn pe v Pondeta pog HeAéng mepintmong.

Zfuepa vapyovy dpopes teXVIKEG Tov Paciloviol oe HETAAMKES OKOVEG Kot
dwtiBevionr otV ayopd, KATAAANAES Yo TV TOPAYMOYN TEMKAOV (PN CLULOTOUCIUL®V
uepov, 6mwg 1 Electron Beam Melting (EBM) xou 1 Direct Metal Laser Sintering
(DMLS). ®a yiver pio ovykpion kot peta&d avtdv tov 600 pebddwv yo v
Katavonon g omddoomg Tov KOGTOVG.

21 cvvEREL, Tapovotdlovtal EvpNHaT Amd pic VOAVGT KOGTOUG TTOV EYIVE Y0l VAL
ovykpivel pio mapadoctokn owdpoun Katackevrg (injection moulding) pe Tic
dadikacieg Tapaymyng ava erinedo (Stereolithography, fused deposition modelling ko
laser sintering). AnAadn Ba £xovpe pio dpeon ovykpion peta&d g RM mpocéyyiong
ue v injection moulding yio v mapaymyn ETAEYUEVOV YEDUETPLOV GE OLAPOPES
TOGOTNTEC.

Téhog, kaBmG 01 Katackevaotés e£akoAovBoVV VO LTOUATOTOOVY TO EPYOCTAGLY
TOVG, OVOKOADTTTOVV OTL TPETEL VOL EKGLYYPOVIGTOVV Ta LILAPyovTa LETPA KOGTOVG. Eval
peydAo pnépog g vdpyovoag PipAoypagiag £xel cuinmmoet To «ywti ivory, aAld o
TOAD KkpOTEPO PabUd oYeTIKE pe TO «mT®OC €ivowy. AvGTLYDC, M TOPUOOGLOKN
KOGTOAGYN O™ deV givar KATAAANAN, d10TL faciletar otnv Gueon epyaciao. g ex TovTOL,
0. TPOPANUATO NG OWKOVOUIKNG 0&loAdYNoNG TOV TPONYUEVOV  GUOTNUAT®V
TOPUYMOYNG OPEILOVTOL TEPICGOTEPO GTNV AVETAPKELD TMV TOPASOGIUK®DY GUGTNUAT®OV
TOV KOGTOVG TOPA GTNV OVETAPKELL TOV VPIGTAUEVOV TEYVIKOV. QQ6TOGO, 1) £PELVA Y10
™V avanTuén a&OTIGTOV GUGTNHATOV KOGTOVG £lval akOpa o€ EUPpLakd 6Tado, AOY®

™G SVOKOAMOG OTN HETPNON Kol TNV TPOPAEYT TOV OKOVOUKADV OQEAEIDV TOV
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Tponyuévev cvotnudtov mopaynyns. O Kaplan (1983) mpocsdidpioe véovg topeig
épeuvag Yoo TN AOYIOTIKY] Oloyeipton Koi Tnv UETPNOTN TOV KOTOUCKEVAGTIKMV
EMAOCEMV, OTMS KOl AAAOL GLYYPOAPELG £XOVV TPOTEIVEL TPOTOLG Yol TV avafedpnon
¢ Topadoctokng Kootohdynong (Seed 1984, Brimson 1988, and Cooper and Kaplan
1988). Qotoc0, 01 GLYYpAPEic £xovv epyacTtel oe akpiPn T KootoAdynong (m.y.
eEeVPeDT KAADTEPOV TPOTMV KOTAVOUNG TOV YEVIKOV £00mV GTa TpoidvTa) Kol O)l GE
oMot EKTIUNON TOV  OIKOVOUIKAOV ®OQEAEI®V TOL  OVOUEVOVIOL OO  TOV
OVTOUOTIGO £PYOCTAGI®MV. QC AMTOTELECLLA, 1) OLKOVOUIKT OVAALGT EYEL TEPLOPLOTEL OE
«ApUESH OL0OECTUES) TOUEINKES POEG, AYVODVTAG GTPUTNYIKA GNUOVTIKA GuAa oTot el

OTMG 1 TOLOTNTO KATACKEVNC Kol 1) eveMéia.

4.1 AM teyvIKEG KOTUOKEVNG

INUEPO M AVTOYOVICTIKOTNTA Y10 TNV Topay®yn ne AM texvikéc KaTaoKeLNG HIKPO
Kol Hecaiov 0yKov TAACTIKOV e€aptnudtmv gival kadd edpaiwpévn. H amovsio tov
YEOUETPIKOV TEPOPIGUDV Ogv glvan mAov mplofAnua. O oyedaopdg pumopel va
BeAtiotomomBel oG mpog TNV LVYNAOTEPN AVIOYN KOl TO YOUNAOTEPO PAPOg TV
TPOIOVIOV, GLVETADS £yovpe eotkovounomn ypnudtov ywoo to vAko. H avéivon
€0T1AlETOL GE PETOAMKE PEPN LE TOADTAOKO GYNLLAL, DVYNAN TO1OTNTA, KOAD QvipIopa
EMUPAVELOG KOL VYNAEG UNYOVIKES 1010TNTEG.

2xedov OAa T AM cuoTtipaTa Yoo TV AUEST) EneEepyacio LETOAMKOV LEPDY TOL
dwtiBevton otV ayopd YPNOUYLOTOOVY aL TTNyN OEGUNG EVEPYELOS Yo T OMovpyia
TOV TUNUATOV Kol EMAEKTIKG THEN TAVe o€ okdvn. Katd v tedevtaio dekaetia,
1€66Ep1g eTaupeieg £xovv glodysl omnv Evponaikh ayopd unyavés mov Pacifoviot og
ocvotipata Aéep ya dpeon tEN N cvvinén tov petddiov, n EOS GmbH (I'eppovia),
MTT Technologies Ltd (UK), Concept Laser GmbH (I'eppavia) kot Phenix System
(FoAAia). Eriong, n ARCAM AB (Zovndia) £xel 0100£6€1 6GTO EUTOPLO L0 LY OVT] TTOL
Baciletar oe déoun miektpoviov vyming evépyelas. Meta&d tov avagepBiéviov
TEYVIKAV, &ivar yveotd 0Tt 1 mupocvocopdtoon Aélep eivar 1 mo gupémg
SLOEOOUEVT] TEYVIKTY OTNV ayopd xapn otnv vynAn okpifelo Kot To GYETIKA YoUnAd
KOGTOG EMEVOLOTG GE GUYKPLON e AAAEC TPOGOETIKEG TEXVOAOYiES. ZTIC OlEpYnsies Le
TVPOGVOCOUATOOT AEep TPOoPEPETAL Lt evpeia TOWKIMA amd OKOVEG UETAAA®V,

01010V M EMAOYT GKOVIG YIVETOL GOUE®VA LLE TIS WOOTNTES TOV TPOIOVTOC.
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Y& autnV ™V avdivon KOoTovg, Ha Pactkr] vtobeon eivarl 6TL 0 GVLVOAKOS GYKOg
KOTOGKELNG TNG LNV AM ¥pNGILOTTOLEITAL Y10l TNV TOPAYWOYT OVTLIYPAP®Y TOV 1010V
TULOTOC. ZVVETMG, 1] Topay®YN umopet va BempnBel otabepov 6yKov, emmAéov, Lovo
oL mopdyovieg mov emnpedlovv dueco 1o KOGTOC TOL TUNHOTOC Bempovvtal.
JVYKEKPIUEVO, T OTOlXEl KOGTOLG €lval TO KOGTOG TOV VAKGDOV, TO KOGTOC
eneéepyaciag kol 1o k00t10¢ eEomMopov. Mo avoivtikd, to KOcTOG enelepyaciog
neptlopPavel v amdcPecn ToOL UNYOVILOTOS, TO GYXESOOUO KOl TIG OOKIUES HEPDV,
Aoppdvovtag voyT 6Tl T0 KOGTOG TV £pYaAEi®Y VTTOAOYILETAL LOVO Y10 TOPASOCIOKES
texvoroyiec. Qg ek ToOTOV, N SOIKNTIKN EMPAPLVOT, 1| EVEPYELX, 1) EVOIKIOOT) YDPOL
kol o Pondntikdc eComAiiondg, doev AapPavovtar vmoym. Qotdco, pmopesl va
napatnpnOel and Tponyovueveg HEAETEG OTL TO KOGTOG 0WTO UTOPEl va EXNPEACEL TO
oLVoAko K6oTog Kot 10%. TéMoG TO KOGTOG epyaciog Tpémel va eeTaoTEl, Hed0UEVOL
ot emnpedleton o peydro Padbud amd ) B¢omn ¢ povddag TapaymYNS, GE LT TN
peAétn vrobétovpe OtL TO0 €pYocTAClOo Kataokevng Ppioketar ot Avtikny Evpom.
"Eto1, To ekTipdpevo wpiaio k6otog Yo Evay xeptotr| kopaivetor and 20,00 £mg 35,00

€ avaroyo pe T1g 0e£10TNTEG TOL OTOLTOVVTOL.

4.1.1 Movtého k66TOVG Y0 VYN Tigon yoTevong (Hpdc)

Mo v mopoyn oG ektipmong tov KOGTovs, T0 KO6ToG pmopel vo elvor guKoAQ
KATavonTd av 10 VTOAOYIGOVLE OG AOPOICLA TOV TEGGAPOV OPOV, OTMG POIVETAL GTOV

mivaxko 1.

33



Table 1 Evaluation model of part cost for high-pressure die-casting

Production volume (pes) V

Material cost per kg (EUR/kg) M

Part weight (kg) W

Material cost per part (EUR) MP  WxM
Standard components’ cost (EUR) SC

Mould cavities and slides cost  (EUR) K

Ancillary cost (EUR) A

Mould cost per part (EUR) KP (SC+K+AVV
Machine cost per hour (EUR/h) P

Cycle time (h) T

Labor cost per hour processing  (EUR/h) PL

Percentage of operator time (%) PT

Processing cost per part (EUR) CP  (P+PL=PT)=T

Heat treatment cost per part (EUR) HT

Machining operations cost (EUR) MO

Labor cost per hour post (EUR/h) AL

processing

Operator time (h) AT

Post-processing cost per part (EUR) AP HT+MO+
AL*AT

Total cost per part (EUR) P MP+KP+
CP+AP

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)

To vAkd k6GTOG v povada pmopel va viroAoyilotel moAlamioctdloviag To Bapog
™G HOVAdOG e To KOGTOG piag povadag Bapovg vikoy. To k66Tog TOL VAIKOV NG
QUpag dgv AaUPAvETOL VITOYT EMELDT OVOKVKADVETOL TANPWOS LETA TNV ATOUAKPLVGT)
TOV.

To k0610¢ Y100 TOL KOAoVTIO avaL TU L divetatl omd o Adyo ToV KOGTOG KOAOVTLAOV
HE TOV €TNO0 OYKO mopaywyns. To k0010g TV KaAovmidv mepthapupdvel to KOG
OYEOIOGLOV TOV KOAOLTLOV KOl TO, AEITOVPYIKA KOGTN, TO KOGTOG Yol THV TOPUYmYN
TOV KOLOTNTOV TOL KAAOVTLOV Kol To. ££000. S10LPAVELDY TOV OTOLTOVVTOL.

To x6o10¢ enelepyaciog ava Tunpo oxetileTon Le TN LETATPOTN TNG OOOIKAGTIOG.
Apyd rorramhacidlovtag to Epyatikd kdotog avd mpa emeEepyasiog [Le TO TOGOGTO
xpOvov amd v emeEepyacio kol OTN GLVEXEW TPOGHETOLUE TO KOGTOG TOL
Mnyoviupoatog avd dpa. Télog moAlamlacidlovpe pe 10 ¥pOVO TOL KOKAOL TV
EPYOUCLDV.

To kbotog petd v emefepyacio avd TN TEPAAUPAVEL TO KOGTOS YloL TNV
Topay®yn OeppoTNTOC, TO KOOTOG Yo TIG UNYOVIKEG AEITOLPYIES KOl TO EPYOTIKO

k6010G. ( Eleonora Atzeni & Alessandro Salmi).

34



4.1.2 Movtého K66TOVS Y10 TO EMAEKTIKG Aé1lep (SLS)

Ta otoyela mov mepriopuPdvoviolr 610 HOVIEAO TOL GUVOAKOD KOGTOLG &ivol TO
dBpolcpa T@V TECCAPWOV OTOWEI®V: TO KOGTOG TOV VAMK®V, TO KOGTOG TPO-
eneEepyaociag, 10 KO6TOC enelepyaciog Kot 10 KOGTOG LETE TNV ENeEePyOsio. AVOALTIKA
Y10l TOV VTOAOYIGHO TOV KOGTOLG TV VAKAOV avE TUN L0 £X0:

O 6ykog vodoyileton pe o Aoyiopuko Materialise Magics RP. O 6ykog av&dvertal
katd 10% mpokepévov va AneBovv vroyn Kot ta omdfAnta. H pdla tov vAikov tov
Kda0e TN patog vToAoYileTon TOAAUTANGIALOVTOG TOV LENUEVO GYKO LE TNV TUKVOTNTO
10V VAIKOV. To vAkd k66T0G avd Tufpa vToAoyiletatl TOAAATANGIALOVTAG TO KOGTOG
ava yaoypappo pe ) pao tov tpunqpatog. O mivaxag 2 anapBuet tovg 6povg Tov
KOGTOLG.

Table 2 Evaluation model of part cost for selective laser sintering

Number of parts produced () N Magics RP software
per job
Material cost per kg (EUR/kg) M  Given by supplier
Part volume (mm?*) V' Magics RP software
Density of the sintered (gmm*) D
material
Mass of material per part (kg) U Dx11-V
Matevial cost per part (EUR) MP UxM
Machine operator cost per (EURM) O
hour
Set-up time per build (h) A
Pre-processing cost per part  (EUR) AP O=AIN
Depreciation cost per year (EUR/year) C  Given by supplier
Hours per year (h/year) H 5000
Machine cost per hour (EUR/h) CH C/H
Build time (h) T EOS machine
software
Machine cost per build (EUR) CB CH=T
Processing cost per part (EUR) CP CB/N
Machine operator cost per (EUR/h) 0
hour
Post-processing time per build (h) B
Heat treatment cost per build (EUR) HT
Post-processing cost per part (EUR) BP (OxB+HTYN
Total cost per assembly (EUR) P MP+AP+CP+BP

Inyw: Eleonora Atzeni & Alessandro Salmi (2012)
To kéo10¢ Tpo-enelepyaciog didetar amd 10 AGY0 TOV XPOVOL KOTUCKEVNG LE TOV

aplBpd tov efaptmudtov mov mapdyovtol o€ pio gpyoacion KOl OTN GLVEXEW

ToALOTAOGIACETOL PE TO AETOLPYIKO KOGTOG TOL  pnyoviuatos. To KdGTOg

35



eneEepyaciag eivar 0 A0Y0G TOL KOGTOVE UNYOVILOTOS OVOL KOTAGKELT] LE TOV aplOuo
TOV LEPDOV TTOV TOPEYOVTOL.

To Vyog ¢ dovAeldg kot o ypdvog Y vo olokAnpwBel m cvocmpevon
vroAoyiCovtat amd T0 AOYIoUIKO TOV pnyavipratog pe Baon to apyeio STL kot tov Tomo
Tov unyovnuoatoc. Emiong mpénet va €yovpe mAnpNn GuVTHPNON Yo Vo VoL 0T0d0TIKO
T0 unydvnua vrodétovtag 5 ypovia mpélMung Cmng Kot otabepn TeXVIKN andcPeonc.
H EOSINT M270 eivar  unyoavny SLS mov mpayuatomotel avt) 1 dovierd. Extog
avtov, 0 TpounBevtng Tpoteivel pa péytot ypnon g EOSINT M270 SLS pnyoavnig
v 7000 opeg, n omolo eivor wwodvvaun pe 80% g cLVOMKNG Mpec avd £tog.
Agdopévov 0TI M unyavi AETovpyel oLTOVOUD, O SLOYEPIOTNG tvar VTEVBVVOC LOVO
v T puOuULoT Kot Tov EAeYYX0 KaOMS Ko Yo TIG EpYOoieg LETA TNV KATEPYUTIN, OTWS
n yoén, o kabaplopdg tTov tunpdtev. Emmiéov, ta peToAAIKA uépn TEMKE
vroBdAlovton o Beppxn Oepameio. Apo 1o k6GTOG PETA TNV emeepyacia etvar o Adyog
TOV YWVOUEVOL NG AELtovpyiog TG Unyovig He To ypdvo, TPochETOVTAG TO KOGTOGC
Oepukng emelepyaciog pe Tov apldud tov pepadv mov mapdayovrol. ( Eleonora Atzeni

& Alessandro Salmi)

4.1.3 Xoykpron pedoomv faciopéivn o€ peréTn TEPITTOONG

["a va cvykpivouv ta k661N 68 aVTES TIg dVo HeBOOOVG TIg AM, emAEYONKe G LEAETN
TEPIMTOONG 1N KOTAGKELT] €VOG TUNUOTOG O TO KVUPLO GUGTNUO TPOGYEIMONS EVOG
Itadikov aepookdpovg P180 Avant I Piaggio Aero pe xAipoxa 1/5, 6nwg gatveton

otV &woéva 1.

Fig. 1 Main landing gear of the
Italian aircraft P180 Avant II by
Piaggio Aero Industries S.p.A.

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)
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4.1.3.1 Mopovciacn KO6TOVS Yo KAOE povtéro

H a&oldynon tov k66T0VG TOV GLGTHIATOC Tpooyeimong Paciletal o £va KaAoVTL
kataokevaotg. H extipunon tov kdotoug Aappdvel vidyn m yeopeTpio TOV TUNUATOV
Kot TV €vOelEn Tov yapuniot dykov tapaymyns. Ta ototyeio tov KdoTOVG GLUVOWILoVTaL

oTOV TivaKao 3.

Table 3 Costs for high-pressure die-cast part

Production volume {pes) N
Material cost per kg (EUR/Kg)  16.00
Part weight (kg) 0.162
Material cost per part (EUR) 2.59
Standard components” cost (EUR) 1,900
Mould cavities and slides cost (EUR) 15,400
Ancillary cost (EUR) 3,700
Mould cost per part (EUR) 21,000/N
Machine cost per hour (EUR/M) 260.00
Cycle time (h) 0.001
Labor cost per hour processing (EUR/h) 35.00
Percentage of operator time (%) 10%
Processing cost per part (EUR) 0.26
Heat treatment cost per part (EUR) 1.42
Machining operations cost (EUR) 13.98
Labor cost per hour post processing  (EUR/h) 25.00
Operator time (h) 0.100
Post-processing cost per part (EUR) 17.90
Total cost per part (EUR) 20.75+21,000/N

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)

EmnAéov, m ovvoppordynon eivor omopoitntn yww TNV TEAEOTMOINGT TOL
GLOTNHOTOG TPOCYEIMONG KOl TO KOGTOG OVTNG TG evépyetag ivan 0,04 € / tepdyo.
YVVENMG TO GLVOMKO KOGTOG TOV GLYKPOTNUATOS MG GBpOIGHa TOV KOGTOVS GUV TO
KOGTOG GLVAPLOAOYNONG elvar AemTopepn oTOV Tivaka 4 Kot To Zynua. 4, GUVOPTNGEL
tov peyébovg ™ maptidag N.

Table 4 Total costs per assembly of the landing gear fabricated by
high-pressure die-casting

Wheel truck and major support total cost (EUR)  20.75+21,000/N

Linkages parts’ costs (EUR) 0.50
Assembly cost (EUR) 0.04
Total cost per assembly (EUR) 21.29+21,000/N

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)
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Fig. 4 Costs for high-pressure Mould cost per part
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Inyn: Eleonora Atzeni & Alessandro Salmi (2012)

Mo and T1g duvatodtnteg TIg AM, givar 6Tt T0 GOGTN O TPOGYEIMONG TOPAYETOL LLLOL
Qopa, ocvvenmc, dgv amorteitor kapio mpdcohetn Aertovpyion cvvappoAidynons. To

GLVOAMKO KOGTOG TOPOVGLALETOL AETTOUEPDS GTOV TTivaka 5.

Table 5 Total cost per assembly for selective laser sintering

Numbers of parts produced per job ) 4
Material cost per kg (EUR/kg) 145.00
Part volume (mn?) 0.060
Density of the sintered material (g/mm?) 2.68
Mass of material per part (kg) 0.178
Material cost per part (EUR) 25.81
Machine operator cost per hour (EUR/h) 20,00
Set-up time per build (h) 1.2
Pre-processing cost per part (EUR) 800
Machine cost per hour (EUR/h) 35.00
Build time (h) 54
Machine cost per build (EUR) 1.890.00
Processing cost per part (EUR) 472.50
Machine operator cost per hour (EUR/h) 20.00
Post-processing time per build (h) 3

Heat treatment cost per build (EUR) 20.00
Post-processing cost per part (EUR) 20,00
Total cost per assembly (EUR) 526.31

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)

Ta omoteléopoto avtng TG HEAETNG amodeikvbhouy 0Tt AM givon emapkng yio
piKpov Kot pecaiov peyéBovg mapaywyés. Amd avtny v avdAvon eoaivetor 0Tl TO
KOGTOG TOL UNYOVILOTOG £IVOIL O HEYAAVTEPOG OPOG TOL KOGTOVGS, Ol AALOL TOPEYOVTES
emnpedlovv 10 KOGTOG Yo £vol TOAD YoUNAO T0600Td. TEAOG 060 peyaAvTepog eival o
OyKo¢ mapaymyYNe 1060 pedvVETE T0 KOoToG Yo v Hpdc, eved yio tnv SLS 10 kd6T0C

elvar otafepod kot aveEdptnTo Amd TOV OYKO TAPAYMYNG.
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Fig. 5 Breakeven analysis comparing conventional HPDC process
with SLS technique

Inyn: Eleonora Atzeni & Alessandro Salmi (2012)

270 OAYPOLLLO TOPATOVED UTOPOVUE VO KAVOLUE KOl [0 OVOADOT) TOL VEKPOL

onpeiov.
4.1.4 EBM kan DMLS

Ooa ovaADGOLUE TNV KOTOOKELT €vOG HOVIEAOL KOGTOUG TOPAYy®YNG Yo 000
dpopetikég nedddovg AM v Electron Beam Melting (EBM) kot tnv Direct Metal
Laser Sintering (DMLS). Xt ocvvéyeta, exteAeitan po ohykpion petasd touvg yuo vo
KOTOVONGOVE TOVG KABOPIGTIKOVS TAPAYOVTEG TMV SUTOVAV TAPUYDYNG.

O mivakoag mopakdt®m cuvoyilet Tig 300 TAUTEOPLES.

Spectfications ofthe anabyed systems.

Hlectron Beam Melting (EBM) Direct Metal Laser Sintering (DMLS)
System model §12 EDSINT M 270
Bearm type Hlectron beam Yhfbre aser
Beam power 3500 W 00w
Buld materal used for this research ~ Titanaur, Ti-6A1-4 V Stainless Steel, 17-4 PH
Matertaldensly 440 glenr’ 18 gl
Nominal build volume size 250 i 250 mm x 200 mm 150 i 250 mm x 215 mm
Xu¥ul
Usable buld area, 200 mm x 200 mm 125 mim x 225 mm
XY
Laver thickness 10ym 2 im
Process amosphere Vacuun (wth the additon of Helum) Nitrogen
Pat retreval Automatic separation fromstel substrate through thermal expansion Wi erosion
Manufacturer reference ArcamAB Arcam AB (2013) EDS GbH EOS GenbH (2013)

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
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210 mhaiclo TG a&loAdYNoNG TOV OIKOVOMIK®OV eTO00EmV TV AM depyaciov,
wwitepn onuacio Tpénet va dO®covE 6TO YeYOvOs OTL 1 TEXVOAOYia elvar wavi va
Tapdyel TOAMATAG, evoeyopuévag doyeta pépn tavtdypova (Ruffo ko Hague, 2007). H
EAMTTNG yp1 oM TOL S100EG1OV OYKOV KATOGKEVLNG LTOPEL VOL OONYNOEL GE 1| ATOJOTIKY|
Aertovpyio g pnyavng. (Baumers , 2011b). I'a va amoeevyBodv tétotov gidovg
OVATOTELECLLATIKOTNTEG, Ol EUTOPIKOL QOPElc TG eV AOY® TEYVOLOYiRG, otV TPAEN
TPOCTOHOLV VO TOPATPOVY 060 TO duvatdv o€ pepovouéveg moptideg (Ruffo ko
Hague, 2007). Qg ek T00TOV, 1] OVOAVOT] TOV OIKOVOUIKADV EMOOGEDV TOV €V AOY®
dwdkacldv amotel mpocéyyion mov Pacileror oe dedopéva mov TPoEPYOVTOL Omd
KOTOOKEVOOTIKEG  OWUOPOOCELS OTI Omoieg  ypnowomoteitar  m  dwbéoiun
yopnTikdTTO TANP®S. ['lo vo emttevyBel avtd, ypnoyonoteitol £vag VITOAOYIGTIKOC
alyopdpog kotaokevng, (Baumers et al., 2013), 6nwg cuvoyileton ypapikd 6To Zynua

1.

M. Baumers etal. / Technological Forecasting & Soad Change s ( 2015) xox-xxx

Bagin buikl volume packing. ; Bearing block /
".“ / ” '.‘r‘ Dimensions. ’
N/ V==  127x76x52mm
‘ el /]  voume /
il S os6dsme
.| Selecta part from the basket of <
sample parts and Insert it Lo, Turbine wheel
), e = Dimensiors:
AN SexSex28mm
o { \A \‘5 Velume
- ALY 20618mm’
= Move and rotate so that the part's
o centre of mass is as chose as < Bt ok
& passible to the joint centre of mass I ot
2 of previously inserted parts (or the 4 b} §3x %8 x 15
E origin if i is the first part), @ » o Velume
g N A 16595 mm?
. \"Ir
End cap
Dmensions:
A_\A_'{{"",Jl;_ / 21x33x 11 mm
N \olume.
1766 mm’ /
Venturi |
g Qimensions:
9x9 x 30 mm
Terminate buld volme packing and \lelume:
output the confguration. 950 mny’

Fig. 1. Flow chart of the packing algorithm and a summary of the test parts, adapted from (Baumers et al,, 2013).

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
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To mapdv povtéro dacParilel OTL 01 EpYNCIES KATAOKEVTC TOPEXOVY TO OEOOUEVOL
EMOPKAOC Kot Le oLVETT PaBud amddoong, o alyoplfuog aviiel ta pépn and Eva Kaidot
LE OVTUTPOCMTEVTIKA TULOTO TNG SOKIUNG. AVTEC Ol TEVTE YEWUETPIEG SOKIUES, OTMG
napovotdletar 6To ynua 1, €yovv oyedlaoTel Yoo v Eival AVTITPOCOTEVTIKY TOV
TUNUATOV TOL KOTACKEVALOVTAL YPTCILOTOIDVTOG UETOAMKES dlodKacieg OTME M
EBM kot 1 DMLS. Kot ota 600 cvotiuato ovvinéng oTp®dUATOS GKOVIG OV
epevVNONKaY, TO EG0YOUEVO UEPN TPEMEL VO GLVOEOVTOL HE TNV TAATQOPLO
KOTOGOKELVNG TOV GLOTNUATOV, &ite pe dupeon tomobétmon eite péowm TtV Soumv
aykiotpwong (Mumtaz kot Hopkinson, 2011). Etvou onpavtikd vo emonpoaviel 0Tt evo
o TUAHaTo mEpEyovtal oto ymokd oyxédwe 3D (CAD), ypmowomomOnkov
JLPOPETIKA VAIKA Kot S1ad1KOGIEG KATA TNV KATAOKELY. AVTO pmopel va. odnynoet 6
avemOOUNTEG OOKVUAVGELS OCOV APOPd TIG EMOOCELS TOV UNYOVIKOV KOl TIG
YEOUETPIKES avoyEC. Q¢ ek ToUTOV, 0 AAYOPIBUOC GLOKELOGING XPNOLOTOLEITOL MG
pLuOoTg o€ pia Asttovpyia taktomoinong eEapmmudtov tove oty X/ Y mAateopua
KOTOGKELT|G.

To mapovcwaldpevo poviédo kéotovg Paciletor 610 mpayuatikd Papog twv
TUNUATOV TTOV SNUIOVPYOLVTOL KOTE TN OLIPKELNL TMV TEPAUATOV CYETIKE UE TNV
kataokev] DMLS. Emopévog, to vAIKO mov katavol®veTal Yo T dnuovpyio g
dopng aykiotpmong AapPavetor vroyn. To Zynua 2 deiyvel TIC TAATQOPUES
SLUOPP®ONG OV TOPAYOVTOL KOL Yot T0. 0V0 GUGTNUATO OV YPNGUYLOTOLOVV TOV

alyopBpo cuokevaciag.

Fig 2 Full capacity utilisation for EBM (a) and DMLS (b).

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
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O mivakog ot ocvvéyela, ocvvoyilel T ovvheon TG TANPOVE KATOOCKELNG TTOV
eoivetor 6To Zynua 2 kot delyvel TIC EMOOGELS TOL 0AYOpiBov cuoKevAGiag amd TNV
dmoyrn ¢ avaAoyiog TOV KoTeEYOUEVOVY HE TO SoBEHo eUPadoV TOL dATESOL TOV
OYKOL KOTOGKELNG. NUEUDVETOL OTL OLTO TO J1GOIAGTOTO UETPO OV AVTIKATONTPILEL
mv aélomoinon tov dabéotuov dykov Kataokevnc. Ta pétpa Gykov KOTOOKELNG
katoyns (93,00% évavtt 92,59%) odeiyvouv 0Tl 0 aAyopiBLog cvokevaciag YKo
KOTAoKELNG £xel €EAVTANGEL T SaBEoiun YOPNTIKOTNTA 6YedOV EI0OV KaAd Kol oTaL
400 GLGTHATO.

Composition of the buld expaiments,

Tolparts  Bearng  Turbine  Belt  Emd Ventun  Ratioof sccupied build
wniained  blck wheel ik cap volume floor voxels

EBM (Arcam 512 it 1 ] 3 4 14 93008
OMLS [ EOSINT M270) (Baumers et al 2013) 85 1 3 B | 64 JL30%

IInyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)

Bdoel avtdv tov 600 S10H0pPOCEDY KATAGKELNG, GUVOAIKOD SoUNIEVOL YpHVOL
Teuild (cvpmeplhapfavolévov TOL GLGTNHUOTOG €KKivoNnG Kot KAEloipatog) Kot
OLUVOMKNG kotovoimong evépyelag Eguild (copmepirapfavopévng g oaotkaciog
YoENG) elvarl mepapatikd petpovpeva yio to cvotnuo EBM ypnowonowwvioag éva
Yokogawa CW240 ynorokd chotpa tapakoAovnong g niektpikng evépyetag. Ot
avtioToryeg exTUNoELS Yo To cvotnua DMLS Aapfdvovtar amd mponyodpevn perétn

xpNoonotmvtag Vv idta pebodoroyia (Baumers,2013).

4.1.4.1 Kataokev] HovtéAov KOGTOVG

Kabdg 1 AM givan éva kepdhoto Paplds KaTaoKeELOOTIKNG TEXVOAOYinG, O YpOVOG
amoteAel ONUOVTIKO TAPAYOVTO KOGTOVS KOTAGKELTG. L2 EK TOVTOV, 1| TPOGEYYIGT TOLV
YPNOWOTOMONKE o€ OLT TNV €peuva NTAV ERMAVENUEVN HE TNV TPOSHNKN NG
AELTOVPYIKOTNTOG GUOKELOGIONG OYKOL KOTUGKEVNG Y10 VAL OLLOPPDOGEL PLOUNYOVIKNI
YPNOT NG TEYVOAOYIOG Yo TNV TOPEAANAN KATOGKELT] TOAAATADY KOl EVOEYOUEVMG
doyeT®v mpoidvtwv. Avto ivat Wwaitepa onUAVTIKO OTAV YIVOVTOL GUYKPIGELS OYETIKA

pe v omddoo tng dradikaciog AM.
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To povtého K6oTOVG TOL YpNoLLoTOONKE GTNPileTON 0 dVO AUETES OATAVES TNG
KOTOGKELNG, TO KOGTOG TOV TPMTMV LAMV KOl TNV KOTOVAANOGCT EVEPYELNS, TO. OOl
ouvovalovtal e T0 GLVOAKS Eupeco (e€aptdpevn amd ToV XPOVO) SATAVEG KOTA TN
dupkela ¢ Kataokeuns. To ovvolikd k66tog (Chuild)TNG KOTAGKELNG UTOpel va

EKPPOOTEL OGC:

- - - . L
Cruita = I::Cl-la:ua:r = Tgagra |+ (0 =< PTIC8 gy areasersar )

b (Emua = Pricepe g, )

IInyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)

610V Cindirect £lV0L TO GLVOAMKO TOGOGTO TV EUUECOV SATOVDV, TO T Build EIVOL 0 YPOHVOG
KOTAGKELNG, OU®G 660V agopd v EBM cuumepiiapfdverol Kot o xpovog ekkivnong
TOV GUGTIHLOTOS AAAG KOl O YPOVOG TTOV AMALTEITOL DOTE VO KPVADGEL TO UNYAVNLLOL GTO
T€h0G. O xpOVOC amoterel oNUAVTIKO TOPEyovVTa TOV KOGTOLG TOPAY®YNG, TO M givarn
nalo tov VAKOV, T0 PriCeraw material iva 1 TIUN TG LETOAMKNG okOVNG, TO Eguild lvat
N KatavaAwon evépyelag, 0cov aeopd v EBM cuurepirappdvetor kot n dadikoascio

WOENG Kot TEMOG TO PriCeEnergy €ivan 1 Tiun g evépyelag.

Data used in the cost model

EBM DMLS
Production overhead™
Rent, building area cost 453 £/h
Administration overhead”
Hardw are purchase 1.670.27 £
Software purchase 1.670.27 £
Hardware cost/year 33405 £
Software cost /year 334 .05 £
Consurmables per year 1.113.52 £
Total administration overhead 031 £/Mh
Production labo ur*
Technidan annual salary 25, 16545 £
Employer contributions 22 00 =
Total production labour 614 £/h
Unlization®™
Utilization rate 57.04 =
Annual machine operating 5.000.00 h
hours
Equipment deprecation”
AM equipment and wire eroder 8 Years
Hardware and software 5 Years
Machine costs
Machine purchase 34877273 £ 364 40680 €
Machine purchase cost per year 43 59659 £ 4555085 £
Maintenance per year 27.758.69 £ 2203390 £
Consumables per year 5783.06 £ 254237 £
Wire erosion machine purchase 55.000.00 e
Total wire erosion costs 8,165.00 £
per year
Total machine costs per year 77.13834 £ 78292.12 £
Total machine costs 15.43 £/Mh 1566 £/h
Total indirect costs per machine 26.41 £/h 26.64 £/h
hour (Ciusiecr)
Direct cost for build material 15697 £/kg 7881 £/kg
powder (Pricepas saxerist)
Dimect electricity costs 0018 £M] 0018 £/M])

(Pricegu.p )

*Adapted from Ruffo et al (Ruffo
pounds sterling (£ ).

and Hague, 2007), convernted into 2010

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
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O mopamdve Tivakag cLvoyilel To ONUOCIEVUEVO GTOLXELD TTOV PN CLULOTOIOVVTOL
og vt TV ovykpton. Onwg pmopel va eavel, Evag apBuds e£00wv etvar idtog peta&d
TOV 000 GLOTNUATOV, OT®MG TO YeVIKA £500d, TO e€pyaTiKd Suvapkd, 1 TEPi0d0g
amOGPEONG KoL TO TOCOGTA YPNOUYOTOINONG. XNUEIOOTE OTL OAOL TO OEOOUEVQ
YPNHUATIKOD KOGTOVE OV YPNOHOToovvToL ekepalovial o Apec (otepAiva £) ToL
2010. A&iler emiong va onuewbel 611 10 pOVTEAD KOGTOLG OLTOV TOL TVTOL
OTTOKAEIGTIKA avTIKOTONTPILEL aTO OV Umopel va 0ploTel WG KaAd dOUNUEVO KOGTOG
(Son, 1991). O1 kokmg dounuéveg damdvec mov oyetilovian pe TV TOLOTNTA, TNV
KOTOOKELOOTIKY] amoTuyio Ko To logistics, To omoio umopel vo givon oyetikd e to

miaicto g AM (Bourell, 2009), eatpodvtal and v aviivon).

4.1.4.2 Tlopovciacn TOV TEPIUATIKOV 0TOTEAEGUATOV

2y evoTnta vt ToPOoLGLALOVIOL TO OTOTEAEGLOTE TOV TEWPAUATOS KOTOUGKELNG
oxetkd pe to cvotnua EBM kot ta cuykpiver pe ta ototyeio opota g mponyodevng
épevvag oyetikd pe v Thoteopuo DMLS (Baumers, 2013). Aentopuépeleg oxeTika e
o oTolKElo. TOV APOPOVV TO YPOVO KOTOGKELNG KOl TNV KOATUVOAMOT EVEPYELOG
eoivovtol oTov emopevo Tivaka , poll e EKTIUNCELS TOL TANPOVS KOGTOVG TV dVO

YTIGUATOV, TOL LTOAOYILovTal GOLEMVA e TO Topamdve povtélo kKootovg (E&icmon

).

Build time, energy consumption and cost results,

Category  Breakdown unit EBM DMLE Arcam
(2013)
Build time Warmup (h]) h 159 o2
Build time [h} h 2097 10777
Cool down (h) h 299 M A
Total build time, Taws (h) h 2565 10779
Energy Energy consumed, Enwas (M]] M] 20080 917.10
Indired Production overhead E 116.19 4BBZ7
osls Administration overhead E 745 33.41
Production labour® E 15749 B61.81
Machine costs E 9578 151175
Wire eroder costs E MR 17602
Drirect Raw material costs E I7ETE 3240
osts Electricly costs E 361 16.51
Total cost af build, oy E 95981 321EE7

*Assuming 100 operator attendance during the build proces (Ruffo and
Hague, 2007 ).

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
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Noa onpelwdet 011, evd yio v EBM egivotl ovclactikn 1 dtadikascio ekkivnong kot
KAglsipatog tov cvetiuatog (warm up and cool down), yio tnv DMLS mAateopua. dev
amotteital, 0 GLVOMKOS xpovog katackevng Tauild Tov petpnOnke oto cvotua EBM
Nrav ToAD pkpdtepog (25.65 h évavtt 107,79 h). Avtictoryo, N GUVOAIKY EVEPYELQ TTOV
Katovolovetal, Eguild, Katd T S1GpKEDL TOV TEPAUOTOS TANPNG KOTACKEVNG NTAV
emiong onuavtikd youniotepn (200,80 MJ évavtt 917,10 MJ). H EBM mheovektel ko
0€ TOLTNTO, OOTE 0O YEL GE [0l KPOTEPT GLGCOPEVST WPAG, (20.97 h évavtt 107,77
h), ka1 o€ omoteAéapaTa e VoL LYNAOTEPO TOGOGTH KoTaokevnc, (15.63 cm® / h évavtt
4,83 cm® / h). Avté pmopei va amoteAEoel Kot TV KEVIPIKY outior yio. YoUMAOTEPO
OLVOAIKO KOGTOG Kol KOTAVAAMOT EVEPYELQG,.

AVo epattépm mapatnpnoels Oa Tpémetl va yivouv og autd 1o onueio. Xe avtibeon
pe to ovotnua DMLS, 1 EBM dev anattel Bondntikd cvppo dadikaciog dSidfpwong
vy vo. apopefodv ta e£opTNUATO OO TO VTOGTPOUA APATOV 1| CLGGMPELON £ival
mnpns. EmmAéov, n yapunAn mokvotnto tov viwkov Ti-6Al-4 V mov ypnoyonoteiton
(p = 4,43 g / cm®) éyet emiong odnyMoEl GE GLYKPITIKG PETPLO KOGTOC TPMTOV VADY,
Tapd To VYNAO €101k6 KOGTOG TOL VAIKOL (156,97 £ / kg).

160000

1400.00

1200.00
1000.00
800,00

& )
GO0 00 1 EQSINT M 270

2312

Cost elements, in £

400,00

2100, 0

0.0

Fig. 3. Costs of EBM (S12) and DMLS (EQSINT M 270} broken down.

Inyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)
To oynua 3 drywpilel 1o GLVOAIKSO KOGTOG KOl TV 0V0 TEPAUATOV KATOUGKELNG G

YPOQIKY HOPOT, TOL omeovilel TNV Kuplapyio Tov KOGTOG UNYOvNS Yy To 000

cvoTHpata, To omoia eivar eSaptnuéva omd TOV KOTAGKELAGTIKO YPOVO.
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To meipapa mov mpoaypotomomdnke oe cvocmpevon tov EBM cvotiuartog,
0dMyNoE 6€ GLVOAKS £181K6 k66TOC 2,39 £ / cm? To omoio sivar TOAD YapumAdTEPO OUTd
10 amotéheopa yio. Tnv DMLS 6,18 £/ cm?®,

Ye avtd 1o onueio, éva apyd, aAld evolopépov, HETpo emeEnynong g
OMOTEAECUATIKOTNTAG TMV OVO TEYVOLOYIMV KATA TNV TAPAYMYT TOV TPMOTM®V DADV Ko
NG EVEPYEWG GE TPOIOVTA ivat 0 AOYOG T OA®V T®V AUEGHOV dUTAVDV TPOG TO GUVOAO

10V KO6TOVG, Chuild, 0 0TO10G £YEL TNV HOPPT:

- N i - hY
I W - Pric E raw meaerial !+ | EE‘-_L'!:_I < Pric EI'JIE'E:}.‘ ,I

Crui
IInyn: Martin Baumers, Phill Dickens, Chris Tuck, Richard Hague (2015)

IMa ta mepopotikd arotedéopata tov emrevydnkav oty EBM, éyovpe r = 0,42.
Avt) 1 avaroyio epeaviletal Atydtepo gvvoikn yio tnv DMLS, pe r = 0,12, yeyovog
OV LTOONADVEL £fval AYOTEPO AMOTEAEGLATIKY GTN LETOTPOTT TOV TPMOTMV VAMV Kol
NG EVEPYELNG GE TPOTOVTAL.

To povtého kO6cTOLG TOL KatOookevdotnke Yy tv EBM kot v DMLS
KOTOOEIKVVEL TNV TOPOYOYIKOTNTOS TNG UNYOVIG MG KUPLOL KvnTiplo dOvan TG ova
povada KoOotovg mopaymyns. H €psuva ovt €yer petpnoet younAd TocGooTd
dwdkaciog, mov kKvpaivovtor ard 37,58 g/ h (DMLS) éwg 69,24 g/ h (EBM), ta onoia
elval onNUoVTIKA YapunAoTepa omd ekeiva TOL AVAPEPOVTAL GTIG CLUPATIKES TEYVOLOYIES

napayoyng (Gutowski, 2009).

4.2 Avalvon g tayeiog kataokevg (RP)

H avdivon kdctoug mpaypatonomnke oe €va TpoOTo mov voTifeTan Tl To KPLTHPLLL
NG TOPAYOYNS LTOPOVV va, EpaplocTovy o€ punyaveg RP. Emiong, ypnowonowwvag to
unyévnua RP yio v mapaywyn onuaivel 6t | tpo-enesepyacia xpovov, Onme HEPOG
TPOGOVOTOAGHOV Kot Tomofétnon, pewdvetol Kabng Ba ypnoorombovv ctdvrop
Kataokevés. Yrotifeton ot po pnyoavny RP Ba metdyove 1o 90% ypodvo Aettovpyiog
(6mmg Ba TeTOYavE Kot piar pnyovy injection moulding) edv ypnoonotovvoy yo Ty
wapaymyn. Avt) elval g dikoun vdbeon, dedopévov OTL GIUEPO YPTCULOTOLOVY
unyavég RP yio peydiieg mapaymyés o OyKo kot TeTvuyoivouy vynid enimedo ypOvVoL

Aertovpyiog.
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Ta vynAd k6ot oL GYETILOVTOL LLE TIC UNYOVES, TN GLVTIPNOT KOt TO VAIKE Y10l T1G
RP dwndwaciec amotedobv mhovov mpog to Tapdv o peyarbtepa eumodio otnv RM.
Ot owovopieg KAlpakog o€ cuvdovacud pe ta vynid k6ot ‘Epgvvag kot Avdmtuéng
&yovv Kataotnoel v RP Bropmyoavio og teproyn vyniod k66Tovg amd v Evapén Te.
Qo1060, 1 AENCT TS VIBETNONG TNG TEYVOAOYING £XEL OC OMOTELEC O TN LEIWOT TOV
KOGTOLG, LE TNV €1G000 VEMV UNYOVIUATOV GTNV 0YOpa GE YOUNAOTEPES TIUEG. MEypt
va yiver Ipdtuomo 1 RP teyvoroyia, ta k6cTn cvvtipnong Oa mopapévovyv cyeTiKd
VYNALL.

Koatd m dtdpKelo Tov apyiK®V VTOAOYIGUOV KOGTOVS SLOMICTOONKE OTL TOPAYOVTEG
OT®MG 1 KATOVAAW®GCT EVEPYELOG TNG UNYXOVIS KOl 1) EvVOlKiooT ydpov cuuBdiilovy Eva
HIKPO HEPOG 6TO GUVOMKO TEAIKO KOGTOG (AMyotepo amd 1%) omdTe Ko Ogv €xovv
ovumepAneOet.

Ta k6ot Yo v Tapaywyn eEoptnudtov pe depyacieg RP avaibovio oe:

() KOOTN pPMYOVIG

(B) k60t gpyaociag

(y) k60N VAIKOV

I'a va vrohoyiotel to kKOGTOG Tapaywyng eoptnudtov and v RM vrébecav oti
pwe pnyovr mopayst £vo HEPOG He ovvémew ywo 1 €tog, av kot €vo amd To
mieovektuata g RM givor 1 ikavotntd T vo Topdyel tovutd)pove. TOAAL peEp,
ONAadn éva TAPEG GOVOLO, GE £Vl LOVAOTKO Uy AV LLOL.

[Mapaxdto ctov wivaka 1 mopovcstdalovtol Ol KATOGKEVOGTIKOL TAPAUETPOL KOL TO
KOGTN UNYOVALOTOS TOL NTav amopoaitnTa Yo vo dturmbel 10 GLVOAIKO KOGTOC
YOV LLOTOG avé TU o 1oL topdyetot and kabe pio amod tic diepyacieg RP. Ta kdot
vy tov Pondntkd e€omhopd mowiAlovv avaroya pe v tomobecio. Ta emmAéov
k6ot Yo 11 unyovég RP mailouv povo éva moAd Hikpd TOGOGTO GTI GUVOAKT TIUN
Yl TOL UMYOVIHOTO, Yol aLTO TO AOYO, HOVO To PBaCiKO KOGTN UNYOVIHOTOS £XOUVV

ypnotporomHei.
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Table 1 Calculation of machine costs

Source of cost

Variable  Obtained by
Number per platform N Maximum possible in one build
Platform build time T Hours
Production rate per hour R NIT
Hours per year in operation HY 365 x 24 x 90% = 7884
Production volume total per year V R »xT884

M achine costs
Machine and ancillary equipment

E Machine purchase cost
Equipment depreciation per year D

E/8
Machine maintenance per year M Most comprehensive package
Total machine cost per year MC D+ M
Machine cost per part MCP MC/V

TIny\: HOPKINSON N and DICKENS P.M. (2003)

21 ouvéyeln o wivakog 2 dglyvel TIG KATUOKEVOOTIKES TOPAUETPOVS KAl TO KOGTN
€PYaoiag OV XPEWOTNKAY Y10 VO SlotutwBovv ot damdveg epyaciag avd TURpa yio

KkGOe drodkacio RP.

Table 2 Calculation of labour costs

Source of cost

Variable  Obtained by
Number per platform N Maximum possible in one build
Platform build time T Hours
Production rate per hour R NIT
Hours per year in operation HY 365x 24 x 907 = 7884
Production volume total per year V R xHY
Labour costs
Machine operator cost per hour Op Minimum wage 5.30 euros
Set-up time to control machine Set Timed
Post-processing time per build Post Timed
Labour cost per build L Op x (Set + Post)
Labour cost per part LCP LIN

TIny": HOPKINSON N and DICKENS P.M. (2003)

H pébodoc yuo tov vmoroyiopd Tov KOGTOUG LAIKOV Yo KAbe drodikacio

napovctdletar otov Ilivaka 3. H dagopetikr] ovon tov 1pidv dwdikacidv RP
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amottoHV TN XPNON EAOPPDOG SOPOPETIKMY TPOTMV VITOAOYIGUOD TOV KOGTOVS VAIKMV.
I'a v SL, apxovoe vo {uyicovv oOAOKANpOUEV LEPT] CUUTEPIAAUPOVOUEVOL KOl TNG
GULVTNPNOTNG, TPOKELUEVOL VO VITOAOYIOTEL TO KOGTOG TMV VAIKAOV. TNV TEPITTOON
FDM oapkel va Quyicouv ta pépn kot tn cuviipnor Eexwpiotd Kot 6T GUVEXELD VO
TOALOTAOGLAGOVY UE TO OYETIKO KOOTOG VAK®V. o tqv LS oamotteitar éva mo
TOAVTAOKO GOGTN ONAadN BempnOnie OTL KavEV LVAIKO dev Enpene vo, avakukAmOel

v va eEac@oAotel otabepn TodTTO LEPDV.

Table 3 Calculation of material costs for each process

Source of cost

Wariable Obtained by

Number per platform N Maximum possible in one build

M aterial costs for SL
Material per part including support (kg) SLMass Weighing finished parts

Material cost per kg SLecost Quote = 275.20 euros
Material cost per SL part SLMCP SLMAss »x SLcost

M aterial costs for FDM

Material per part (kg) FDMPM  Weighing finished parts
Support material per part (kg) FDMSM  Weighing finished supports
Build material cost per kg FDMPC Quote = 400.00 euros
Support material cost per kg FDMSC Quote = 216.00 euros
Material cost per FDM part (FDMPM x FDMPC)+(FDMSM x FDMSC)
M aterial costs for LS

Material cost per kg LSC Quote = 54.00 euros

Mass of each part LSM Weighing finished parts
Volume of each part VP Found with M agices software
Total build volume TBV 34 % 34 x 60em”

Mass of sintered material per build LSMS N »x LSM

Mass of unsintered material per build LSMU (TBV — N x VP) x 0.475"
Cost of material used in one build LSMC (LSMU + LSMS) = LSC
Material cost per LS part LSMCP LSMC/N

* Published density of unsintered LS powder is (}.45—0.5@":111" [11].

IInyn: HOPKINSON N and DICKENS P.M. (2003)

Koatd yeviko kavova, ot texvikég RP givar katdAinieg yia va dmpiovpyodv pikpd
KOUUATIOL e TOAAEG YE®UETPiEG KO avTO TTPOTEIvEL apEéomg TV eotioon g RM yia
pKkpovAta Tpoidvta. Emhéydnke éva pépog mov ftav pikpo Kot eiye cuvoetn yeopetpio
(BA. Ewc. 1). T Adyovg ovyKpiong, To de0TEPO UEPOG NTOV HEGOiIOL peYEBOLG KOt
ouvBetng yeopetpiag (BAEne Eik. 2). Mo vmoBeon Oa pmopovce va mpoPArémet 6Tt Ta
pikpoTepa tunpota Oo mpémet va eivon mo KatdAAnia yioo Ty RM Adym tov peyéfoug

TOVG.

49



Ewc. 1. Mpo lever pépoc mov emthéydnke yio tnv avaivon KOGToug

Ta anotedéopata Tov mepdapotog e kibe pébodo mapovoidlovrorl TapaKiTo:

A. Injection moulding (ybtevon pe £yyvon)

Ta k6o Yo TN YOTEVOT LE EYYVOT EANPON GV pe TapdBeon Kot cuvoyilovtol GTov
[Tivaxa 4. Mmopel va pavel 011 10 K06T0G TOL £pyareiov Eemepvd KATA TOAD TO KOGTOG
avé povada yo kdbe mpochHeto Tunua. Emiong, 1o gpyoieio yio To cover dgv gival
ONUOVTIKG VYMAOTEPO 0O ekeivo Yo to lever, mapd 1o yeyovog OtL givar oA
peyoAvtepo. To k66TOg TG Hovadog Yo KaOe ybtevomn eivat oyedov ico kabmg ta pépn
ToV lever Ntav @oppapiopéva oe TolvavOpakikd, 10 omoio givar mo akplPod amnd To

TOAVTPOTVAEVIO TTOV YLTEVLOMN KAV T TUNHOTO TOV COVET.

50



Table 4 Costs for injection moulding

Part name

Lever Cover
Tool cost (euro) 27360 32100
Unit cost (euro) 0.23 0.21

Inyn: HOPKINSON N and DICKENS P.M. (2003)

B. Stereolithography

O TIlivokog 5 Oefyvel TIC KOTOOKELAGTIKEG TOPAUETPOVS KOL TO KOGTOG TOL
ovvdéovtar pe v SL Katd TNV KOTOOKELT KOl TV 000 HepOV og €va pnydvnua
SLA7000. Mia mo Aemtopepng avaivon k6ctovg yo v SL pmopei va @oavel otov
[Mivaka 6. To pépog tov lever kootilel mepimov to 1/10 tov cover kot otig 600
TEPTTMOCES TO HEYOADTEPO HEPOG TOL KOGTOVG (70%) amodidetoar ©T0 KOGTOC
unyovinpatog. To vAkd kdotog meptiapPavel mepimov 30% tov kdGTOVG Yoo KAOE

TUNHO Ko 1 epyocio elval apeAntéa.

Table 35 Costs for producing parts by stereolithography

Part name

Lever Cover
Mumber per platform 190 22
Machine cost per part (euro) 3.92 31.22
Labour cost per part (euro) 0.04 0.39
M aterial cost per part (euro) 1.29 15.16
Total cost per part (euro) 5.25 46.78

IInyn: HOPKINSON N and DICKENS P.M. (2003)
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Table 6 Detailed cost breakdown for stereolithography

Part name

Lever Cover
Number per platform 190 22
Platform build time (h) 26.80 2473
Production rate per hour (h by 7.09 .89
Hours per year in operation (h) TEE4 7884
Production volume total per year 55804 7014
M achine costs
Machine and ancillary equipment (euro) 1 040000 1 040000
Equipment depreciation cost per year (euro) 130000 1300000
Machine maintenance cost per year (euro) 9000 50000
Total machine cost per year (euro) 219000 219000
Machine cost per part (euro) 3.92 31.22
Labour cosis
Machine operator cost per hour (euro) 5.30 5.30
Set-up time to control machine {min) 33 30
Post-processing time per build (min) 49 68
Labour cost per build (euro) 7.24 B.65
Labour cost per part (euro) 0.04 .39
M aterial costs
Material per part including support (kg) 0.0047 0.0551
Material cost per kg (euro) 275.20 275.20
Material cost per part (euro) 1.29 15.16
Total cost per part {(euro) 5.25 46.78

IIyr: HOPKINSON N and DICKENS P.M. (2003)
I'. Fused deposition modelling (FDM)

O ITivokag 7 delyvel TIC KOTAOKELOCTIKEG TOPAUETPOVS KOL TO KOGTOG 7OV
ocvvdéovton pe v FDM xoatd v katackevun kot tov dvo pepdv ABS o FDM 2000
unyavr. Mo mo Aemntopepng avdivon kdécstoug yia v FDM pmopet va @avel otov
[Tivaxa 8. To cuvolkd kd6ctog Yoo v FDM givan eAappag yopunAodtepo and exeivo
nov Bpébnke pe v SL. Onwg kot pe SL, to tufua lever xootilet tepinov to 1/10 Tov
COVEr Kot 6T 000 TEPMTMSELS 1| TAsoYNPia Tov kKOoToVS (50-60%) amodidetor 6To
K6oTog pnyovhs. Onwg kot pe SL, to gpyotikd ko6otog elval apeintéo. Qot1600, TO

VA K6GTOG givot vYNAGTEPO amd 6,1t ekeivo yia v SL.
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Table 7 Costs for producing parts by
fused deposition modelling

Part name

Lever Cowver
MNumber per platform 75 4
M achine cost per part (euro) 2.64 23.12
Labour cost per part (euro) 0.08 0.33
M aterial cost per part {euro) 1.75 21.83
Total cost per part {euro) 4.47 45.28

Table 8 Detailed cost breakdown

for fused deposition

modelling
Part name

Lever Cover
MNumber per platform 75 4
Platform build time (h) 67.27 31.40
Production rate per hour (h—") 1.11 0.13
Hours per year in operation (h) 7R84 TEE4
Production volume total per year RT90 1 (M0
Machine costs
Machine and ancillary equipment {euro) 101 280 101 280
Equipment depreciation cost per year {euro) 12 660 12 660
Machine maintenance cost per year (euro) 10560 10 560
Total machine cost per year {(euro) 23220 23220
Machine cost per part (euro) 2.64 23.12
Labour costs
Machine operator cost per hour (euro) 5.30 5.30
Set-up time to control machine (min) 10 1]
Post-processing time per build {min) 60 5
Labour cost per build (euro) 6.18 1.32
Labour cost per part {euro} 0.08 .33
M aterial costs
Material per part (kg) 00035 (.04
Support material per part (kg) 00016 (L0227
Build material cost per kg {(euro) 40000 ELLVRL
Support material cost per kg (eurn) Z16.00 216.00
Material cost per part (euro) 1.75 21.83
Total cost per part (euro) 447 45.28

ITnyr: HOPKINSON N and DICKENS P.M. (2003)
A. Laser sintering (LS)
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O TIlivaxog 9 delyvel TIG KOTAGKELOOTIKEG TAPOUETPOVS KOl TO KOGTOG OV
ocvvdéovtat pe o LS katd v Kataokevn Tov lever uépouvg oe vahov 6g vl pnydvn o,
EOSP360. Mo mio Aemtopepng Katavour k6c6tovg yo. tv LS gaiveton otov mivaka
10. Ta pépn tov cover dev eridytrav ard to LS. Ta k6ot yia v LS ¢aivetor va
etvar ouoOnTd EONVoTEpa amd exeiva yio v SL ko v FDM. Ztnv nepintwon LS, to
VAMKO Tmopéyel o vynAdTEPO KOoTOg KaBdg OBsmpnOnke OTL Kavéva amd TO uUn
TVPOGVCOMUATOUEVO VAKO Ba umopovoe va avakvkAmbel. H otevn emBedpnon tov
[Tivaxo 10 deiyver 6TL HOVO TO TVPOGVGCOUATMOUEVO VAIKO eptedaupave 1/10 tov

VAKOD 1oL ypnotponoteitat yia to lever. To k66Tog TOL UNyoviroTog Yo v LS givon



YOUNAOTEPO OTd O, TL Y1d TIG AALES SLOOIKAGIES, KLPIWG EMELON TO PNy EvLLa EIval tkavO
VO KATOOKELAGEL EVOL VYNAOTEPO aplOUd TUNUATOV 6TORALOVTAC Ta KAOETO KO ETEON

TO KOTAGKELOGTIKO TOGOGTO Elvatl VYNAOTEPO.

Table 9 Costs for producing parts by laser sintering

Part name
Lever Cover
Number per platform 1056 —
M achine cost per part {euro) 0.52 —
Labour cost per part {euro) .04 —
Material cost per part (euro) 1.63 —
Total cost per part (euro) 120 —

TIny\: HOPKINSON N and DICKENS P.M. (2003)

Table 100  Detailed cost breakdown for laser sintering

Part name
Lever Cover

Number per platform 1056 —
Platform build time (h) 5978 —
Production rate per hour (h™ ) 17.66 —
Hours per year in operation (h) 7 H84 —
Production volume total per year 139269 —
M achine costs
Machine and ancillary equipment (euro) 3400000 —
Equipment depreciation cost per year (euro) 42500 —
Machine maintenance cost per year {euro) 30450 —
Total machine cost per year (euro) 72950 —
Machine cost per part (euro) .52 —
Labour costs
Machine operator cost per hour {euro) 5.30 —
Set-up time to control machine (min) 120 —
Post-processing time per build (min) 360 —
Labour cost per build (euro) 42.37 —
Labour cost per part (euro) (.04 —
M aterial costs
Material cost per kg (euro) 54 —
Mass of each part (kg) 0.0036 —
Volume of each part (cm?) 4.3 —
Mass of sintered material per build (kg) 38016 —
Mass of unsintered material per build (kg) 32 —
Cost of material used in one build (euro) 1725.72 —
Material cost per part (euro) .63 —
Total cost per part (euro) 2.20 —

IIy: HOPKINSON N and DICKENS P.M. (2003)
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To Zynuo 3 delyvel g oVYKpPLon KOGTOLG Yoo TO lever copewva e Tov OYKO
Topay®yNG, 0tav moapdyoviot amd kdbe pébodo. Ommg Nrav avapevopevo, n xOTeLON
pe éyyoon eivon M axpPotepn dSadkocio Yoo pKpoHg OYKOLS AOY® TOL KOGTOVG
epyareiov. Ot SL kot FDM @aivetot va givan mo kotdAAnAeg néfodot KataskeLng amod
™ yvTELGN EyYVoNG Yoo OYKovg Em¢g mepimov 6000. H LS, n omoia emPopdvetar pe
KOGTOG LovAadag Tepimov 10 NUIGL and avtov yia v SL kot FDM, eaivetor va givon
pio o Prociun exhoyn amo T xOTEVOT £YXLONGS Y10 TOV OYKO TOPUY®YNS £0C TEPITOV
14000. H peiwon g KAlong ¢ YOI G KOGTOVE TNG YVTEVONG LE £YYVOT VITOOEIKVVEL
ot pelwon Tov k66Tovg 25% YootV LS Ba mpdTetve pa otkovopukn mapoywyn 6ykov

¢w¢ mepimov 20000 TunpoaTo.

30

25 Injection Moulding

N
o
L
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Fused Deposition Modelling (FDM 2000)

Cost per part (Euros)
@

Selective Lase Sintering (EOSP 360)

5 - \
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—

0 2000 4000 6000 8000 10000 12000 14000 16000 18000 20000
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Fig. 3 Cost comparison for the lever by different processes

TIny": HOPKINSON N and DICKENS P.M. (2003)

To Zynua 4 deiyver o ocvykpion KOGTOLS Yo TO COVEr avdAoyd He TOV OYKO
TapAymYNG, 0tav mapdyetor and Kabe uébodo (extdg amd v LS). Onwg ko pe to
lever, n y0tevomn pe &yyoon eivon 1 To damavnpr SodIKAGI0 Y10 TOVG UIKPOVG GYKOLG
AMOy® 10V KOoTOVG gpyaieimv. Ot SL xoun FDM gpoavifovtor va givor KotdAANAES
depyaocieg yio Oykovg Emg mepinov 700, petd Tovg omoiovg 1 £yyvon eival mo Prooiun.

Avt M anokont 6ykov givar mepimov 1o 1/10 amd avtod tov lever. Avtd emPePardvet
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ot1 01 ddikacieg RP mov ypnoyonolovviat o€ vt Ty £pegvuva eivar mo KatdAANAEG

Y0 TNV TOPAY®YN UIKPOTEPOV TUNUATOV.
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Fig. 4 Cost comparison for the cover by different processes

IInyn: HOPKINSON N and DICKENS P.M. (2003)

H avdivon kdctoug forince va mpocdiopicel mov Ppickovtal ot peyaldTepeg TNYES
ToV KOGTOVG Yo TNV Taxeia kataokevn (RM). Ta k6ot Tov punyoaviuatog mailovv Eva
ONUOVTIKO HEPOG 0TO KOGTOVS Tapay®yNg ard tnv RM ywa v SL, FDM «ou LS. Eivat
cagég 0T, av 1 RM emnpdketrto va vioBetnBel supitepa, oI CLVEKELD, OL OIKOVOUIES
KMpoxog Oa émpene va emTpémovy pHelmomn Tov KOGTOVS TOV UNXOVILOTOS KO KOTd
OGLVETELDL YOUNAOTEPO KOGTOG Tapay®YNS. To k6ctog Tov Pondntikov eEomAicon Ha
TowkiAel avaroya pe v torobecia kot Oo emnpedoel To KOGTOG TOL UNYOVILOTOS. O
npénel va onpewmbel 6tL o fondntikdg eEomhopog mov amarteiton yio v FDM eivan
CTNUOVTIKA KATMOTEPOS Ao exeivov yia Tig LS ko SL.

To x6010¢ epyaciog eaiveror va givorl eEAdyioto yio ke pio omd T1g diepyocies, Le
TO KOGTOG TV VAIKAOV Va £XEL L0 GCNUOVTIKT E100Y®YN, €W01KA Yo v LS. Onog ko
LE TO KOGTOG TOVL UNYOVILOTOS, 1) it gvpeia vIoBEToN ™S RM Oa peudoet 10 K66T0G
TOV VAIKOV AOY® TOV OWKOVOU®V KMUOKOG. XYETIKE HE TO UNYOVILOTO KOl TO
AoYopIKO TOVG Yo va fondncovy v RM, 0nmg enttpénoviag mo amoTeEAEGUOTIKES
OLOKEVOCIEG TOV TUNUATOV OTOV KOTOOKELOGTIKO OyKo, 0o Ponbncel emiong

OTNUOVTIKA VO, LELOOEL LEPOG TOL KOGTOVGS Kol va Kével v RM o o Brovoiun mopeia

TOPOLYOYTG.
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4.3 Né0o 606TINIO KOGTOVS Y10 TPONYUEVE, CUCTRATO TOPAYOYNS

INUEPO VILAPYEL GLVEXDG AVENVOLEVOS OVTAYWOVIGUOC KATOUOKEVOGTAOV Y10 VO, KAVOLV
Kopveaio TpoidvTa 1oL KooTiLovLV AMydTEPO, VO EXOVV KOADTEPT TOLOTNTA, KOl VoL Evail
70 EVEMKTO OTIC OAAAYEG TV CLVONKOV TAPOyWYNS Kot TG CnTnong tov tehatdv. H
TOPAYOYIKOTNTA, 1 To1dTNTO Ko 1 eveMEla €xet yiver oyt povo ta mo Pacikd GLGTATIKA
MG OTPATNYIKNG TOPAYOYNS, OAAAL KoL TO 7O KPIoo MHETPO amddoong Kot
OTIOAOYNONG TOV TPONYUEVAOV CLGTNUATOV Topaywyns. ¢ ek tovtov, To. TPio
GLOTOTIKA TPEMEL VAL VAL LETPTGLLOL KO GTT) GUVEYELDL, LETATPEYILO GE VOUULGLLOTIKOVG
O6povg, 010t Ta Jordpla givarl 1) KAADTEPT YAMOGH ETKOVOVING GE 0L KEPOOGKOTIKN
opYavV®OoT).

O Son (1990) éyet kaBopicel T0o KOGTOG THG TOPAY®YIKOTNTOC, TNG TOLOTNTOG KO TNG
eveMéioc. To «xko6ot0¢ NG mapoywywkdtTog mepthopuPdver 115 Samdveg 1OV
YPNOOTOOVVIOL ¢ ONUEl €16000V TV  CLUPATIKAOV GLVOMKAOV UETPOV
nopayoyikoémras. Opolwg, To KOGTN G 7WOWOTNTAG Kot NG  eveMéiog
YPNOLOTO0VVTOL MG GTOXELN E1GOO0V TNG (CLVOAIKTG) TOLOTNTOS Kot (GUVOAIKA) TMV
pétpav eveMéiag, avtiotolya. Xtotyeio Tov KOGTOVG TOLOTNTAS TEPIAAUPAVOLY KOGTOC
EVKOAPIOG TOV TPOKVITEL A0 TO EAATTOUATIKG TPOTOVTO KOl TO GTOLXELD TOL KOGTOVG
eveMElag amd TOV UN GLYYPOVIGHUO TOV POMY VAIKAOV 0mtd TOVS TPOUNOEVTEG TPOG TOVG
TEAATEG.

Epeig evovooue autd ta tpio k60T 68 600 Katnyopieg, oYeTIKE KOAG dopnuUEVHV
damavav  (RWSC) ot oyetikd woxkov dounuévev damavav (RISC), ommg
ancwoviCetar oto Zynua 1. Ot 0pot «oyeTikd KOAG OOUNUEVI» KOl «OYETIKA KAKA
dounuévay eivar mapodpoor pe tov (Simon 1960) «TpoypOUUATIGUEVO» KOl «un
npoypappoticpévon, kot tov (Gorry kot Scott Morton 1971) «dopnpévo» kot

«OOOUNTO» EKTOG OTd TNV EUPOCT) TNV 'GYETIKOTNTO.
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Figure 1. A cost system supporting analysis of advanced manufacturing systems.

IInyn: YOUNG K. SON (1991)

Ta otoyeio kdoTOLG TG TOpay®YKOTNTOG ivar RWSC, emedn eivon mpaypotikd
antd ctotyeio 16000V TOL AmTAUTOVVTOL Yo va. Yivel €va TPoidv. EnNUEIDoTE OTL TO
ocuoupotikd KOOTOG KOTAOKELNG €VOG Aueong epyaciag €xel  oavadtopyovmbet
OLYKEKPIUEVQ, Efval KaTaveUNUEVO g VOGS Kot yopieg yia TV akpipn alordynon tov
aALOY®V AOY® OVTOUOTIGHOV £pYOCTaGi®mV. OndTE Ta Soy®PIoUEVA YEVIKA GTOLXELN

dev givol TALOV ETITOVO VO EVIOTIGTOVV.

Qo1660, T0 KOGTOG €vOG moldTNTaG Kot €vog gveMlag sivor RISC. Avo Adyor

VIAPYOLV Y10 TV Kakn dounon evoc mpofinuatog (Keen kon Scott Morton 1978):

(1) H é\Mewym yvaoong.

(2) Kot n ampoBopia va diepguvioet to mpofinua og Babog.
To k66T0¢ £vOG TOLOTNTOAG Kot €VOG €veEAETNG dev ExouV eVOG avayvmploTel amd evog
TEPLGGATEPOVS AVOPDOTOVG, €meWN] acan kKootn evkoapiag eumiékovrat. To RISC
etvon oyetkd o dvokoAo va ektiun el amd 1o RWSC, axdpa kot to RWSC dev etvan
€0KoAO, Oyt poévo Ady®m tov OTL o1 dradikacieg mopaymyng eival mepimlokes yio va
nopakolovOnbodv oAAG emedn mn ektipnom tov kd6GTOVG £ivorl GTNV KOAVTEPN
nepinTOon €Kacia Yoo T0 Ayveooto HEAAOV. Q¢ €K TOLTOV, €VOC OLOPOPETIKES
TPOcEYYIGES Umopovv vo EPapprocstoiyv. Ot e£I6MOELS TOV KOGTOLG TOL ATOPPEOLY
evog akdAovBeg evotnteg amekovilovtag éva tpomo extipmong yio v RWSC kot éva

yw v RISC.
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4.3.1 Extipnon RWSC

To gpyatikd KO6TOG ivar T0 KOGTOG EVOG AUEONG EPYACTOS KO EVOG EUUECTC EPYOCTAG
OV GLUUETEYOVV G€ Opactnpldtnreg mopaymyns. To KOGTOC epyaciog Kotd

dubpkela gvog ypovikov opilovta mpoypappaticpov (Cr) tvat:

C_ =(direct labour cost) +{indirect labour cost)+(fringes)

L1 L2
= Z N+ z i+ C, (1)
4= =5

IIy#: YOUNG K. SON (1991)

omov L1 givar o apBpdg tov drapopetikdv Bécemv epyaciag (dpeon epyacia), Cq elvar
0 moboc evog epyaciog d ava povado ypoévov, N opilovue évo opilovia
TPOYPOUUATIGHOV, Ng Elval 0 aplBUdS TOV AUECHOV LOVAS®MVY EPYAGIOG Yo TNV £PYOCIN
d, L2 glvar 0 apBpdc tov dtopopetikdv Bécemv epyasiog (upeon epyaocia), ci eivat o
uoBog evog epyaciog 1 katd ) dbpkela evOg ypovikov opilovia TpoypappaTiGoD, nj
glval o apludc tov EUUEC®Y HOVAdMV €pYaciag Yoo TO 1 dOVAED Kol cfr lvor Ta
UTOVOLG Yo QUECT Kot EUUEST €pyacio KAt TN SdpKew EvOg ypovikov opilovta
TPOYPOUUATIGHLOD.

YAlkd k00T0G €ival TO KOGTOG TOV VO KOTOGKEVACELS OAQ TOL DAIKA £TOLO Yo
napaywyn. g ek To0TOV, TO0 KOGTOG VAIKOL TEPAAUPAvEL TO KOGTOG TapayyeAag,
ayopac Kot LeTaPopdg dv glval avoykaio. XTn GLVEXELD, TO KOGTOS TMV VAIKADV KOTA

™ S1apKela vog ypovikov opilovta mpoypappatiopov (Cr) sivat:

Cp =(direct material cost)+(indirect material cost) + (ordering cost)

J
= : Caing(}+Cy+C, (2)

j=

TInyh: YOUNG K. SON (1991)

omov J givar o ap1Opog Tv d1apopeTikdv Tunpatwv, Cd(j) etvar 1 povada kO6GTovG TV
Gueowv vAK®V yoo éva puépoc j, Nd(j) eivar 10 mood TOV GUEC®V VMK®OV TOL
xpnoponoovvton yro péPog j, Cid eivar 10 £UPeco KOGTOG TOV VAIK®V, EKTOG OO Ta.

epyoreia kot Co givor T0 GLVOAKSO VAIKO KOGTOG TTaparyyeAiog.
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To k6oTOg PNYoviLaTog TEPIAAUPAVEL TO KOGTOG TWV LVANPECIOV KOWVNG OPEAELNG
(MAexTPIKO pev O KO TO KOOGILA), T GLVTHPN O, TNV EXICKEVT, TNV AGQAAMOT) KOOMG
KO TOV GOPO OKIVITNG TEPLOVGING Y10 TOV KOTAGKELUGTIKO £E0TMGUE. ZT0 GLUPOTIKA
CLGTHLOTA TOPAYMYNS, TO KOGTOG ToL PacileTon gvog duecec mpeg epyoaciog. XTo
TEPPAAALOV  OQVTOUOTIOCUOD EPYOCTACI®V, MGTOCO TO UETPNUN TOV KOOTOVG €VOG
U)oV YIVETOL EDKOAO, OEOOUEVOD OTL LITAPYEL AUECT] GUVIEST] TWV VITOAOYICTAOV LIE
TO UNYOVALOTE OTTOTE Ol MPEG TOL UNYXOVILOTOS VO TAPOKOAOVBOVVTOL Ypryopa Kot
afiomoto. To kO6GTOG UNYOVAMOTOS KOTA Tr Oldpkel €vOog ypovikoy opilovta

wpoypappaticpov (Cvm) stvat:

Com (uti]ity) + (maintenancc) + (repair) + (insurance) + (property)
cost cost cost cost tax
K
= ¥ {culA Tk} + Couil k) Toae(k) + ¢ (k) Tk} + aF + bF } 3)
k=1

IInyd: YOUNG K. SON (1991)

¢ K opiletor 0 cuvoikds aptOpog T@v KOUHaTIOV Tov E0TAMGHOD Topaymyng, Cu(K)
etvar 10 k6oTOg YpNodTTAS TOV Pnyavipatog k avd povada ypdvov, Tm(k) etvar o
GLVOAIKOG YpOVOG unyavig evog unyoving k, cmi(k) etvar to k66TOg GuvTnpnong tov
punyovipotog k ava povéda ypovov, Tmi(k) etvar 0 Guvolkdg xpovog cuvtipnong evog
unxavig k, cr(K) givar to k66T0G £mokevng evOg punyavig k ava povada ypovov, Tr(K)
elvar 0 ocvvolkdg ypdvog emokevng €vog pnyovig k, a elvar 10 mocootd TV
acporiotpwv, Fk etvarl to mpdTo K66TOC (apyikn emévovomn) evog unyavig k, kot to b
elvai 1 Tiun Tov OPOL aKivnTNg TEPLOVGING.

Kootog epyaieiov gival 10 k66TOG £vOC dtatnpnong epyoieiov kot meptiapPavet
Kot T0 KO6TOC TV gpyoreinv mov aviwkadiotavior Adoyw @Bopdc kot Opavong. Xta
ocupupotikd cvotiuata, To KOoToG gpyaieiov vroroyiletan Pacel evdg eicmong Tov
Taylor (DeGarmo 1984), n omoia vmoAoyiler 1 (o1 tov epyareiov. To KOGTOG

epyareiov (Ct) pmopet va oplotel og

Cy=(unit cost per tool) (total number of tools changed)

= Z'l Cu(m){nw(m) + nb(m)}. 4)

TInyh: YOUNG K. SON (1991)
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o6mov M givor 0 aptBudc tov S10QopeTikdv epyoreinv, Cu(m) eivor n povado kO6TOC
TOL TOTOL gpyaieio M, Nw(M) ivor 0 aplOUdC TV EOApUEVOY EpyaAeimy TOL TOTTOL M,
Kot np(M) givar 0 ap1OUdC TOV GTAGUEVOVY EPYOAEI®V TOV TOTTOVL M.

To K606T0¢ TOL YDOPOV Oeiyvel TO KOGTOG TOV LANPECIAOV KOWNG OOEAEWNG, TN
GLVINPNOT, TNV EMCKELN, TNV ACPAAIGT, KAOMG KoL TOV POPO aKivTNG TEPLOVGING TOV
oyetilovial Le TO YOPO TOV KOTAAOUPAVETOL OO EPYOAEIOUNYOVES, VITOAOYICTES Yo
v owdikacio amoypagpns (WIP), epyaieia kot eEoptipata, TaAéteg kot fondnticég
EYKATAGTAGELS, EVOC KAPETEPIEG, YDPOLG OVATAVOTG KO ATOdVTHPLAL. XTT) GUVEYELD, TO
KOOTOG KEVOD YMPOL KaTd T d1dpkela evOg ypovikov opilovto tpoypappatiopod (Cs)
elvan

CS = cspSM (5)

IInyd: YOUNG K. SON (1991)

G Csp EIVOL TO KOGTOG YDPOV OVA TETPAYOVIKO TOSL Kot Sm €lval 0 YDOPOS KOTAGKELNC.

To xk66TOG TOL VIOAOYIGTN-AOYIGUIKOV €lval TO KOGTOG €VOC OTHPNONG TOL
AOYIOUIKOV NAEKTPOVIKDV DTTOAOYIOTMV, £VOG TO AetTovpyiko cvotnua (OS), avtopata
npoypoppatiopéva epyoreio (APTS) yia unyavéc NC, to ovomua dayeipiong Baong
dedopévov (DBMS), 10 mpotdkoiro avtopatomoinong evog katackeuns (MAP) ya
eVOG EMKOVOVIEG HETAED TV VPICTAUEVOV UNYOVOV KOl DVTOAOYIGTAOV, TO GYEOUCUO
arontioewv VAkov (MRP) kot Beltictomomuévn teyvoroyia mapaywyns (OPT) yia
TOV EAEYYO €VOG amoypoens. Na onueiwbel 61t ta dAla ££000 TANPOPOPIKNG VOGS O1
ool TV TPOYPAULATIGTAOV KOL TOV POPEWMYV, GUVTIPNOT, ETICKELT], 0COAAGT KOODC
Kol ToV Opo aKivnng meplovsiog v evog VITOAOYIoTEG £xovv MOM e€etaotel Kot
ooumeptineBel 610 KOGTOG YDPOL KOl 6TO KOGTOG Unyavinatos. Evac, onueidote o1t
10 apYIKO KOGTOG TOL AOYICUIKOV GLVNOW®E TEPIAAUPAVETOL TNV APYIKT ETEVOLCT Yol
Tov €£OMAMOUO Tov  eAdyyetal amd vmoioyioth). Edv vmdpyovv S dSwapopetikd

TPOYPAUUATO AOYIGHKOV, TO KOGTOS TOV A0YIGHKoD vtoAoytoth Cc Oa eivar

CC = Zl Cms(s)nsw(s) (6)

IIy#: YOUNG K. SON (1991)
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®¢ Cms(S) M oo TV HEADY TOL AOYIGUIKOD TOTOV S KATA TN S1APKELL EVOG YPOVIKOD
opiCovta mpoypoppaticpod Kut Nsw(S) givor o apBuog Tov OOV AoYIGUIKoD S. X1
GULVEYELD, 1] GUVOMKT OUOPT TOV HEADV TOL TOTTOVL AOYIGUIKOV S o givat cms(S)Nsw(S).

Téhog, T0 kdoTOg OmMOSPeoNG eivat TO0 KOGTOG TG AvAKTNONG TOV €EO0TAMGHOD Kot
TOV E€YKOTACTACE®V T®V OMOI®MV Ol TEG UEWMVOVTOL UE TN ¥pNomn Kot 1o xpovo
KOTOOKELNG. € avtifeon pe aAla otoryeion KOGTOVG, TO EKTILMUEVA GTOTXELD Y10 TO
k6610 amdoPeong Katd TN S1dpKel TOL ¥POViKoD opilovia TPOYPOUUATIGHOD Elval

ocuvnBwg dtabéoa amd ta AoyloTikd PiAia.

4.3.2 Extipnon RISC

4.3.2.1 Zroyyeio KOGTOVS TOLOTNTOG

Me teyvikég OMMG OVTOVOLEG GLOKEVEG EAEYYOL €xel Yivel mBavd mALov va Exovpe
axpiPn Kot ypryopn embedpnon npoiovimv. Embempnon pe derypotoinyio pmopel va
pnv gtvot ETOPKNS Yl TIG ETLXEPNGELS TOL AGYOA0VVTOL GOPapd LE TNV TOLOTNTA TOV
npoidvtwv tous. Qotdco, n 100% embBedpnon dev elvar TavTa €QIKTY, EWOKA GTNV
TEPIMTOON TOV GLOTATIKOV UEP®V: KAODS Evag TANPNG EAEYYXOS €VOC GLGTATIKOV
umopel va amortel to tunpa v agotpedel amd to eEdptnpa Tov Kot Petd eivot SVGKOAO
va enavampocdlopicovpe v idwa BEon tov e€aptnuatoc. Qg ek To0TOL, VTOBETOLLE
emBempnon dstypatonyiog v ta cvotatikd pépn, kot 100% embedpnon yo ta
TEMKO TUNHLOTOL.

To K66TO0G TPOHANYNG €ivarl TO KOGTOG TNG TPOANYNG EAATTOUATIKOV (TEMKDOV)
TPOIOVIOV HECH €AEYYOL Kot NG SOpOBwon Ttwv TPoPANUATOV TOOTNTAG KATA TN
dwdkacio tpv amd v el emBempnon. To k66Tog TG TPOANYNS acyoreiTat e
peAétn tov dwypappdtov edéyyov (CC) kot kavotrag g dwdikaciog (PC). Ta CC
ka1 PC ypnoipomotohv 1o 1010 €100G GTATIGTIKOV KOl OVOADTIKOV epYarei®V, 0ALA M
dwpopd etvar 611 Tor aroteAéopato Tov peietodv PC oe oxéomn pe to avAdTATO KO
katdtato opto Tpodtypapadv (USL koar LSL) koatevfdvovion ota pnyoviuoto mov
YPNOLOTO0VVTOL OTIG dladkacies, evad exeiva Twv CC og oyéon pe ta Gve Kot KATo
opua eréyyov (UCL kar LCL) katgvBovovtol ota Tpoidvia mTov Tpoépyoviot omd Tig
depyaocies. To k60TOC TG TPOANYNG umopel va extiunBel pe v avobedpnon Tov

AEYOUEVOL «OIKOVOLIKOD OYEOOGLOL TV Olaypappdtov eiéyyov» ( Montgomery
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1980), to omoio mpocdlopilel kKo dopbdvel Eva exympnBév aito. To otkovouko

povtédo tov CC aoyoleitar pe éva kokAo mapaymyns (Te) mov gaiveton oto Zynua 2.

A cost estimation model 447
process An assign— sample corrective process
in able cause to action in
control ocours detect starts control
v Tl v T2 v T3 v T4 v
time
| < Te > |

Figure 2. A cycle for in-process inspection.

IInyd: YOUNG K. SON (1991)

Omnov T givon n mepiodog katd tov Ereyyo, T2 etvar o ypdvog péypt to ekympnBEv aitio
evtomotel yuo mpdT™ Qopd, T3 eivor n dpa va mdpovpe éva delypo Ko vo
epunvevcove ta aroteréopata kot T etvor n dpa yo va evromicet Kot va dtopfdoet
10 eKyoPNBEV aitto. g ek TOLTOV, 1 dradkacio stval eKTOC EAEYYOL Katd TN ddpKeLa

T2+ T3 + T4.

EmnAéov vdpyovv ko o1 akdlovbeg vrobécelc:

(1) n dwdwkacio vo etvar vTd EAeyyo av 1 O1dIKAGIO EIVOL GTO  lo.

(2) H ddikasio va mopakoAovBeitar 6TO SIOyPOLILOL LE KEVTIPIKT YPOUUN Lo, OTTOV
UCL &ivat potq(o/ Vn1) kot LCL po-g(o/Vn1) », 6mov 6 givan 1 tomehy amdxiion , Ni
elvar to péyebog Tov detypartog Kon to q elvarn pia petafAnt andaonc.

(3) Mo eviaia petapiBdoun attio tov peyéBoug 6 cupPaivet tuyaia, e amotélecpo
L0 LETATOTIOT OO TO Lo EITE GTO Lo+ 06 €1TE GTO Lo — O

(4) Agtypoto eMedncav katd xpovika dtucTipoTo t.

(5) Otav to onueio Ppiokerarl ektog TV opiwv eAéyyov, Ba Eekvnost avalntmon
vy TV oatio, oA 1 Sradtkacio £xel T SLVOTOTNTA VO GUVEXIGEL VO AE1TOVPYEL.

(6) Zopewva pe 1 kotavoun Poisson pe péco pvbud 0 avd povada ypdvov, o

YPOVOG peTa&h dvo ekympnBEvTmv atidv etvar ekBeTikdc e péom tyun 1/6.
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21 ovvéyela, N avapevopevn dtapkela vog Kokiov eivar (Montgomery 1980)

E[T]=E[T,]+E[T,]+E[T,] + E[T,]
=1/8+t/(1-B)—{1-(1+ 0 exp(—0n}/[6{1 —exp(—60)}]+gn, +d (7)

IIy#: YOUNG K. SON (1991)

omov g etvar o ¥pdvog mov amarteital yio v eneEepyacia evog detypatog, d givor o
YPOVOC YL va Bpet ko va dtopOdoet po petafiaown outia, kot 1 - p=1 - d(q - 5Vn1)
+ @(-g- 5Vn1). Inpewdote 6t O(.) eivar 1 aBPOIOTIKH TOAVOTITO TS TVTOTOMUEVIG
KOVOVIKNG KOTOVOUNG. Xvvibme, Tpelg kortnyopieg TV ovouevOUEVOV e£00mV
BewpodvTal oTNV OKOVOULKY] GyediaoT TV dtaypaupndtov eréyyov (Montgomery
1980), t0o K60T0G derypaToAnyiag, To KOGTOC TG HETOPPAGIUNG oTiog, Kol TO KOGTOG
TOWVTG TOV OPEILETOL GE KATAGTACT] EKTOG EAEYYOV.
[IpdToVv, T0 KOGTOG OEYLATOANYING ava LovAda ¥pOvov (Cp1) etvar

Cp1 =CayMyft (8)

TInyR: YOUNG K. SON (1991)

OTOVL Cs1 €lval TO KOGTOG OEIYUATIGLOV EVOG OVTIKELEVOU.

Ag\tepov, 10 KOGTOG TOV eky®PNBEY artiov avd povada ypovov (Cpz2) eivar
cpa=[eroexp(—08)/{1 —exp(—00)} + . J/E[T.] 9)

TInyh: YOUNG K. SON (1991)

OmoL cfs, €lvol T0 KOGTOG TNG OlEPELVNONG EVOG WYELOOVS GLVAYEPLOV, O &lvarl M
mhovOTNTO. YELOOVS GLVOYEPUOV, KOl Cer €lvol 1O KOGTOG NG O0pBmong evog
exyopnBév autiov.

Qo1660, &yovpe amokieioel v Tpitn Kotyopia (KOGTOG TOWNG), £TCL MGTE VO
umopet va OempnBel 10 KO6TOC amoTvyiog amd KATM, YTl Ta EATTOROTA TOV BpédnKay
o€ TEMKO ELeYY0 €V HUEPEL ATOOIOOVTOL GTIV GLVEXLOT] TG TOPOY®YNG KOTA T SLApKELN
MG KatdoTaong ektog eAEyyov. Avt' avtov, to Kéotn mov €yovv oyéon pe 1o PC
Aappdvovtor veoyw. H perétn PC dedyeton cuvnBomg povo otav n dradwkocio eivor
V7o €heyyo. Av 10 K6GTOG TG detypotoAnyiog evog ototyeiov gival cs2 ko n2 (cuvnBmg
50) ta oToygeia TOV delyHaTOG, TOTE TO KOGTOG SELYLUTOANWIOG oV LOVAda. ¥pOVOL (Cp3)

0o stvar
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Cp3=csz"2/E[TI]=BCsznz (10}

IInyn: YOUNG K. SON (1991)

Koatoémy o k60106 Bertioong tov PC avd povada ypovov (Cps) eivat

¢34 =Cin/ELT.], if 60> USL-LSL
=0, otherwise (11)

IInyd: YOUNG K. SON (1991)

6mov Cim elvar 1o k6610¢ TOoV Pertiopévon PC avé kvkhro.
Télog Lowdv, 10 KOoTOG TPOPAEYNG TOL HEPOVG | Yo TO pnydvnpo K ovd povéado

1POVov Cp(j,K) eivar

Cp(j’ k)=cpl+cp2+cp3+cp4 (12)

TInyA: YOUNG K. SON (1991)

Inuewwote 0t ot TWES oT1g e&lomaels (7) émg (12) dev givarl cvvnBwg ot 1d1eg Yy
K6Oe tunua. Agdopévov OTL VIAPYOLV J SLEOPETIKA UEPN KoL UNYOVOLPYIKES
katepyaoieg K, 1o kdoTtOog MpOANYNG Kotd TN StdpKew £vOg ypovikol opilovta
wpoypappaticpov (Cp) eivor
J

K
Ce=3 Y c{ikN (13)

=1 k=1

TInyf: YOUNG K. SON (1991)

To k66106 ™G amotvyiag eival 1 aTOAELD TOV OPEIAETAL GTNV OTOTLYIO TOV TEAMKADV
TPOIOVIMV VO TANPOVV T TPOTLTA, TOLdTNTOS ToV KalBopilovion amd o eToupeio Ko
TOVG TEAATES, Ko cuVOVALel cupPatikd TV ecwtepikn PAEPN Ko 1o e€mTEpP1Kd KOGTOG
amotvyiag. To kK60TOG amotvyiag acyoieitan pe v teAkn emBedpnon. Onodte opilet
©c:

Cg: TO KOOTOC NG avadlTOHTOONG €vOC KOAOD HEPOLS AOY® TNG ECQAAUEVIG
tavounong

Cb: TO KOGTOG TNG AVASIATUTIMONG £VOG KOKOD (EAATTOUATIKOV) LEPOVG
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Cs: TO KOGTOG NG O1AAVOTNG EVOG EAATTOUATIKOD EEAPTAUATOC TOL dgV Ba Lmopovoe va
amokatactadel
Ca: TO KOGTOG TNG U1 IKOVOTOINGNG VO TEAATN OO TNV TMOANGT| EVOG EANTTOUATIKOD
HEPOLG
p: TNV QVOAOYi0 EAATTOUOTIKOTNTOG EVOG LEPOVG
€1: TO TOGOOTO GOAAUOTOG UN TAEWVOUNONG EVOG KOAOD HEPOVS GTO KAKO (GOAALQ
tomov I),
€2: T0 TOGOOTO GOAALATOG U1 TAEVOUNONG EVOG KAKOD HEPOVG WG KAAD (GOAALL TOTOV
1I),
w: 0 puOudg ™¢ amoxkatdotTaong e PAAPNG oe Eva KaAO péEPOG.

Ymv owdkacio g embBempnong 100% toOte MEVTIE TMEPUTTAOGES UTOPOVV VO

BewpnBovv vy v extipnon tov k6cTOLG PAAPNG EVOG TUNUATOS (Cra), OO GTOV

[Tivoxa 1.
Cases . Probability Cost/unit
Identify good as good (1—e)(1—p) 0
Internal Identify good as bad e (l—-p) <,
. . restored w(l—ey)p Cy
Identify bad as bad: not restored (1 -w)(l —e,)p Cp+ ¢
External Identify bad as good e,p Ca
Total 1-0

Table 1. Five cases considered for failure cost estimation.

TInyh: YOUNG K. SON (1991)

And tov Iivaxa 1 propodpe gvkola va dovue Ot

cra=elcg+p{(l —ez)cb—elcg+(1 "ez)(] _W)Cs+eZCa} (14)

IInyh: YOUNG K. SON (1991)

Amo ™ otiyun mov to P eivor pio toyoion HETAPANTN, M OVAUEVOUEVN TIUY TOL

KOGTOVG amoTvyiag Yo £va LEPOG Cf etvat

cr=ec;+ E[pl{(1 —ey)c,— ¢+ {1 —e;)1 —w)cs+e,¢,} (15}

IInyd: YOUNG K. SON (1991)
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Ed&v cq=Cp 1018

ce=e,c,+ E[pl{(1 —e, —es)cy + (1 +e;)(1 —w)c, +ezc, } (16)

TInyA: YOUNG K. SON (1991)

Apa 10 Cf(j) va givar 1 Cf T TOL PEPOVG |, amd TN OTIYUn oL vmdpyovv J
OLPOPETIKA HEPT TO KOGTOG OMOTLYIOG OTO OACTNUA EVOG TPOYPOUUOTIGUEVOL

opiovrta Cr givon
J

CF=‘Z el N)Q; (17)

i=1

IInyd: YOUNG K. SON (1991)

6mov Qj lvau 1 TOGOTNTA | HEPDV TOL TOPAYOVTOL.
4.3.2.2 Lroyyeia k66TOVG gveMiiog

H extipnon tov kdéotovg eveMéiog Paciletar ot Epgvuva tov Son ko Park (1990). Ot
oplopol Kat o1 eEI0MGELS TV GTOYEIWV TOVS GVVOYILovTal TaPUKATE.
To k6cTog Set-up (A) elvat To KOGTOG TG TPOETOLAGIOG TMV UNYOVIUAT®V Yo KOO

nepiodo TapaywynG.
K .
A=} C.T (k) (18)
k=1

TInyh: YOUNG K. SON (1991)

omov Csu(k) elvan to ko6oTOG Yoo ™ unyovn k avd povéoa ypoévov kot Tsu(k) eivar o
oLVOAMKOG ¥PpOVOS Yoo To pnydvnua k katd ) owdpkelo evog ypovikol opilovia
TPOYPULUATIGLLOV.

Koéotog avapovig (Cw) eivan £va k66TOG TOL GLVOEETAL [LE TOL LEPT TTOL PpickovTat
0E QVOUOVY] KaTd TNV dodikacio mopaymyns, dnAadr to k66Tog TV amobepdtov

epyaoiag Katd tn dadikascio.

Cy, =(waiting cost per unit time) (total waiting time of parts produced)
J Kj+l J
= [ Y 3 TR K= =n( R} + 5 TaG K+ D) K+ 1)] (19)
= = =

TInyh: YOUNG K. SON (1991)
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omov U eivor 10 KO0TOG gvkarpiog ové povada ypovov, Kj eivar o apBuodg tov
dwadikaoldv mov emokéntetol 0 Tupa j, Tw(j, K) eivor o abpoiotikdg ypovog
OVOLOVIG TOL TUMHOTOC | pEXPL va enelepyaotet k, n(j, - 1) givor o apBpdc tpotov
VAOV Y10 TO HEPOG j TOL €YoLV €16EADEL otV TEPLoyN Katookevns, n(j, k) eivar o
ap1Ouog Tov uEPOVG j Tov oAokAnpwaoay ™ dadikacia k, {n(j, K- 1) - n(j, k)} eivoun
nocotnta Tov WIP peta&y diepyaciov K-1 kot k, ko n(j, Kj + 1) elvar o cuvolikdg
aplOUOC TOV TEMKOV TUNUATOV j.

Inuewwote 6t 10 n (j, -1) = Wj omv E&icwon (21) kot 1o n(j, Kj + 1) = Qj oty
E&iowon (17).

Kootog tepmeldc etvat £va KOGTOC TOV GUVOEETAL E TNV AVETOPKT 0EL0TOINGN TOV

eEomMopol Tapaymyng.

C,=(idle cost per unit time) (total idle time of equipment)
K
=0 Y (1—uN (20)
k=1

IInyd: YOUNG K. SON (1991)

Omov Uy givat ) ypnoipomoinon Tov punyovipotog K.

Kootog tov amobepdatov eivar 1o K00610G Yoo T deEaywyn N EAAEWYN ATOYPAPTC.

Amoypagr| €00 TEPAaUPAVEL TPMOTES VAEG KOt ETOLLA TPOTOVTO LOVO.

Cy={warehouse space cost) +(holding cost) + (shortage cost)

J
:Cspsl + 'Zl [Csm(j){l()m(j) + Uj— W]} + csf{.]){l()f(]) + Qj _DJ}]
+j; LeomlUK W= U;—Ton(j)} + coil iND; — @5 — Lo /)}] (21)

IIny%: YOUNG K. SON (1991)

6mov S giva 0 Ydpog T amobNKNC, Csm(j) €ivorl To KOGTOC LOG HOVASOG TPDOTNG VANG
oV PEPOVG J, lom(]) elvar n apyikn amoypagn TOV TPOTOV LVAGV Yo Hépog j, Uj eivonn

TOGOTNTO TOV TPOTO®V VADV TOL TPOEPYOVTOL OO TOVG TPOoUNOeVTES, Csi(j) elvan To
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KOGTOG Yo TN dte&aymyn| Hog LovVAdOS TOV TPOiOdVTOg TOL HEPOVS ], lof(j) elvarlm apykn
ATOYPOON T®V TEMKAOV HEPOVS j, Dj eivar 10 mocootd g {nnong and v mievpd j,
Com(j) elvar 10 KOGTOC EAAEWYNG LLOG LOVASOG TNG TPAOTNG VANG TOV HEPOVG j, Kot Ch(])

etvat 1o KOGTOC EAAEYNC OGS LOVADAG TOL TEAKOD TPOTOVTOG TOV UEPOLE ].

4.3.3 ATOKTI|G1 TOPOUETPLKAV TILOV 6TO HOVTELO KOGTOVG

[ToAAéc amd TG TOpPOUETPIKEG TIMEG TOL HOVTEAOL KOGTOVG 7OV  OvamTHYONKAY
Topamave givol dpeco dtabéotpeg 1 kat' eKTipnon 61o Aoylotnplo o€ o etotpeio. Ot
ool (cd) ko to muepopicHu (Ci) yoo mopdderypo, €ival SOEGIHO GTO TUNUX
TPOCHOTIKOV, TO TOGOCTO TNG AMOKATAGTACNS TG PAAPNG o€ éva KaAd HéEPOS (W), 6TO
TUNHO TOLOTIKOV EAEYYOV, TOCOTNTEG TOV TPMTM®V VAMY TOV TPOEPYOVIOL OO TOVG
mpounBevtég (Uj), oto Tufua ayop®dv, o cuvoAlkdg aptBuoc tov punyavov (K), oto
TU O KATOGKELNG KO VINPEGTO ATOYPUENS KOl TOV KIvODVOL TOL KOGTOVGS, Csm(j) Kot
Csf(j), otv amobnkmn. O opilovtag mpoypappoticpov (N) emdéyetar amd ovtdv mTOoV
TOIPVEL TIG OMOPACELG 1) TOV OVOAVTY).

[MopapeTpikéc TIHéEG ToL KOGTOVS gvkapiag dev gival ovte eDKoAa dtabéaieg, 00T
€0KoAO va emttevyBodv ®oTOc0 dev glvar adbvato vo extiunovv. o Ttapddetypa, to
K60T0g evkarpiag avd povdda ypovov (U) tng adpdvelng ££0TAIGUOD Kot HEPOG
avapovng uropel va BewpnBel pe 000 TpoOTOVS avALOYa LE TIC GLVONKES TS AyOPAas:

1) Edv vrépyer apkemy {ptmom, umopodv va Bewpnbodv wg dtapuydvta
KEPOM.

(2)  Edv dev vmapyet apketn {fmon, pmopodv va Oewpnbodv og kepdalaia
1GoOYNEIGHEVA GTOV EEOTAGLO KO GTNV OOYPAPY.

Oco agopd TV omoAEW KEPOID®V EKTIUAOVTOL OO TO Aoylotikd Pipiia
YPNOWOTOIOVTAG o oviAvorn maAwvdpounons. o to kepdioto, Ol EKTIUNGELS
yivovton pe Péor To GUVTELESTN EGMTEPIKNG ATOSOOTG.

O ocvvolMkog ypdvog set-up yio KaOe pnydvnuo Kotd t ddpkela evog opilovta
wpoypappaticpov (Tsu(k)) cvvniBwg Aappdavovior amd to UAAO dpopordynonc. H
TOALTAOKOTNTO GE £VOL GUGTNULO TOPOYMOYNG Kot 1 afefodtnta punyovnpdtov Kot n
KATaoTPoPY| Epyareimv kabiotd eniong SVGKOAO Vo LETPNOOVY Ol TOPAUETPIKES TIUES,
OT®G 0 GLVOMKOG ¥pdvog emiokevng Tov pnyovhuatog (Trk)), n ypnoyonoinon Tov

eEomMapov (Uk) Ko 0 xpovog avopoving evog pépovug tov (Tw). Iapd to yeyovog 61t ta
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VTOAOYIOTIKG eAeyyOpeVa punyovhuato, 0ntwg CNC kot DNC punyovég pmopodv edKoAN
Kol pe akpifela vo Katoypayouy o 0E00UEVO OVTA, TO UNYOVILOTO. ALTE ETvol KOO
axpid kot dev umopovv va mpoPdiovv perloviikd dedopéva. H mpocopoimwon oe
VTOAOYIOTN €ivol (ol XPNOUN EVOALOKTIKY] ADOT Y10 TY] GLAAOYYT Kot TNV TPoPoAn
QLTOV TOV 0EGOUEVOV, ETELDN 1] TPOCOUOIMOT) UTOoPEl EDKOAN VoL EVTOTILEL TOAVTAOKEC
SVVOUIKEG O1OIKACIEG TTOPOY®MYNG KO EKTIUG TO YOPOKTINPIOTIKA AELTOVPYING TOV

ovotuatog mapaywyns (Son and Park 1990).

4.3.4 AToK0TA6TOO TOV «TOPAO0E0D TS TAUPAYMYIKOTNTAS)

To «mapddoso g mapaywywdmracy (Skinner 1986) deiyvetr 6TL N TOPAYOYIKOTNTA
Kol To KEPOM Oev TAve mAvTa XEPL-XEPL. Avtod cvuPaivel dtav vrdpyel avénon g
TOPAYMOYNG TOV TPOIOVIWV T OTTO10 0EV TOAOVLVTOL, AOY® TNG KOKNG TOOTNTOS TMV
TPOIOVTOV 1 TNG AKAUYI0 TOV GLGTILATOG TOPAYMYNG GTNV W10TpoTict ToL TeAdTn. H
nopayoyikoTTe dev elvar pétpo omddoomng eopomv yiati dev efetdlel av Ta
napayopeva £idn amoeépovy kEPO amd TIg TwANcelS. To Topamdve HovTELo KOGTOVG
umopel vo Pondnoer va Bepamevost 10 mopdoofo g mapaywyikomroc. o
TOPASELY LA, ) OLOKANP®UEVT HETPNON TOV EMOOGE®V NG petomoinong (IMPM) (Son
and Park to 1987, Son 1990), Baoioévo 6T0 TAPATAVED LOVTELO KOGTOVG, SELYVEL OG

amotélecua av 1 etoupeio Kepdilel ypruota.

Total output value

IMPM = — : R
Productivity cost+ Quality cost + Flexibility cost

(22)

IInyh: YOUNG K. SON (1991)

Ymv E&lowon (22), n peimon tov k66T0VG TV amofepdtmv deiyvel TIC avENGELS
TOV TOAMGE®V, €MONG €AV TO KOGTOG omoypaeng sivor undév onuaivel 6Tt dAa Ta
npoidvta mwiovvtor. EmmAéov, m pelowon tov €£mtepikod KOGTOVG OmOTLYIOG
oNUOTOO0TEL TNV KOBOOIKY| TAOT T®V aT0d0CEMV TOV TOANDEVIOV TPOTOVT®V, ONANOT|
mv advénon ¢ Kavomoinong twv meAatwv. Q¢ ek tovTov, N HEB0SOC TOLV KOGTOVG
vrootpiet v IMPM y1o ™ pétpnon g «OmoTEAEGHOTIKOTNTOCY TG KOTAGKELNG

Kot puropet va d1opfdoet To mapddoEo TG ToPUy®YIKOTNTOC.
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4.4 Xopnépaopa,

Metd v moapdbeon TV TECCHAP®V UOVIEA®V KOGTOLG €UKOAN UTOPOVUE Vo
dwmotdcovpe 0t oty [lpocsbetikn Kataokevr) (AM) o YeE®UETPIKOC TEPLOPIGHOG
dev elvanr mAéov mPOPANUa 0AAG eivol €TOPKNG yloL IKPOV Kot PeGaiov pey€éBoug
Tapay®YES. [ To AOY0 aTd 1) AVTOYOVIGTIKOTNTA Y10 TV TOpayyn ne AM texvikég
KOTOOKELNG WIKPOD Kol pecaiov Oykov TANCSTIKOV eSaptnudtov  elval KoAd
edpatopévn. H teyvikn pe vynin wieon yovtevong (Hpdc), n teyvikn mpodcheonc
petdAlov pe enidexto Aéilep mupoovocmpdtwong (SLS), n Electron Beam Melting
(EBM) ko ) Direct Metal Laser Sintering (DMLS) etvar pébodot g AM, ot omoieg
aviKovv otV Katnyopia cvvinéng pe Paon oxdvn Kot £(0vv 6TdHYO0 TNV TOPAYMYN
UETOAMKAOV TUNUATOV TEMKNG XPNONG. XT0 onpeio avtd va movpe 6t 1 néBodog Tov
emihektov Aéwllep mupoovoowpdtoong (SLS) kot n Direct Metal Laser Sintering
(DMLS) eivar ovolactikd to id10 mpdypo, pe v SLS va ypnowwomoteiton yio
JLdKaGies, OTMG EPAPLOYES GE L0 TOIKIATY TAAGTIKMV, YOOAMODV KOl KEPAUKDV, EVD
n DMLS éyel epappoyéc oe kpdpoto LETOAA®Y.

Ta povtéda KO6GTOVE TOL TAPOVCIAGALE KATAGEIKVOOLV OTL 1] KUPLo SHVOUTN TNG oV
LLOVAS0C KOGTOLG TAPOy®YNS ELVOL 1 TOPAYOYIKOTNTA KOt TO KOGTOG TOL LYV LOTOC.
YVVETMG, EMEWON UIAGLE Y10 TOPAYMYES LKPOV KOt LEGAIOV OYKOV Ol EMYELPTOELS V10!
Vo Tpoywpnoovv o€ vwobEon Tétolng mopaywyns mpémel v yvopilovv Ot ot
napayyeleg tovg Oa eivarl cvveyne. H mapayoyikdtnta Kot ta KEPON dev mAVE TAVTA
répr-xépt. Avtd ocvppaivel 6tav vdpyel adENCN TG TAPAYOYNG TOV TPOIOVI®V, TO.
omoio 0gv TOAOVVTOL AOY® TNG KOKNG TOWOTNTOS TOV TPOIOVI®V 1 TNG aKopyiog Tov
GLOTNOTOG TOPAYWOYNG GTNV W10Tpomia Tov meAdtn. EEopodvtar BEPara ot teyvikéc
napayoyng ™m¢s SLS kot g DMLS, otig omoieg 10 kO6GTOULG €ivol otabepd Kot
aveapmto amd ToV OYKO TOPAY®YNG, OAAG eivor AyOTEPO OMOTEAEGUOTIKEG OTN
LETATPOTY| TOV TPATMOV VADV Kol TG EVEPYELNS 6 mpoiovta. Oco peyadvtepog gival o
OyKoG mapaymyNe 060 pelmvete To k6otog yo. tnv Hpdce, evéd 1 EBM mleovektei kot
oe tayvtnta. Emopévac, n Hpde ko 1 EBM mheovektovv o€ oyéon pe Tig VITOLOUTES.

Onog Mtav ovapevopevo, m ydtevon pe éyyvon (injection moulding) sivar n
axpiotepn dadtkacio Yoo HikpoOs dykoug Ady® tov KOGToug pyareimv. Ot TexVikég

g RM @aiverat va givor o KatdAAnAeg yio pikpovg 0yKoug mapaywync. I'o pecaiovg
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OyKovg Tapaymyng mpénetl va devepyeite Epevva. H RM pmopet va avtayoviotel o
OPOVG KOGTOVG LLE TNV YOTEVON UE EYYLOT Y10 GYETIKA VYNAOVS OYKOVG APy YT,

H mapoayoyn tov eilodcewv kOGTOLG €ivar, omd TN @OUoN TOLG, GYETIKA
vrokeevikn. Ewdwkdtepa, n pétpnon g mowdtrag kot tng eveMéiog amontel
ONUOVTIKO ¥POVO YL VoY VOPIGTIUO amoTEAECUATO ETEWDN Elval dvAa dedopéva. Koatd
oLVETEL, 1 KGO emyeipnon Tpénetl va eEETALEL TOL OEGOUEVDL LE TPOGOYN Kol VAAOYL

T1G EVKaPieg TOL TaPoLGLALovTaL Vo dpd.
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KEDAAAIO 5
Extipnon Tyung mpoiovrog pe mapadociokny nédooo

rapaymyns kot pe 3D Printing

H npdtaom mov mpoxettan va eheyyBel eivon mota péBodog mapaymyng Ba pog dmaoet
YOUNAOTEPT TIUN Yo TO TPoidv. To mpoidv mov Ba e€etdoovpe givor po KopEkAo Kot
0o cvykpivovpe Ty Topaywyn ™ pe 3D printing kot pe mapadoctaxy péBodo. Xkomdg
™G €peuvag €ival vo TPOoodOPIGOVE TV EAGYLOTN TN TNG KOPEKAAG Yo KAOE PHEB0SO
TapUy®YNG. O YPNOIUOTOCOVUE EPYOAEIN YPOUUIKOD TPOYPOUUATIGHOD KOt
ovykekpipéva Ba avoartoEovpe Eva LOVTELD EAAYLOTOTOINONG TG TIUNG TOL TPOIOVTOC.
"o tov mpocdiopiopd tov oyéoemv petald tov mapaydviwy mov kabopilovy 10 KOGTOC
evog mpoidvtog Ba ypnoiponomoovpe ) HEBodo g maAvdpounonc. Ot Tapdyovteg
amod €0 kot oto €&ng Ba ovopdlovron emeEnynuoatikéc petafintés. H ypoppn
ToaAVOpOUNoN Elval HioL TPOGEYYIoN Yo T HOVIEAOTOINGY NG ox€ong HeTald oG
ovveyng e&optmuévng petafAntc ¥ xow piog 1M meEPocOTEPOV  EMEENYNUATIKOV
petofintaov X. H petofint) Y oto povtédo pog eivor n Ty tov Tpoidviog Kot ot
emeEnynuoTikée petafintég X eivar to KOGTN OV TPOKVATOLV OO TIC POCIKEC
AEITOVPYIEG TOV EMYEPNCE®Y. TNV EXOUEVN EVOTNTO. YIVETOL OVOPOPA OTIC POCTKEG

Aertovpyieg Kot oto KOGTN KAOE Agttovpyiog.

5.1 Aertovpyieg Ko KOGTOG KAOE AerTovpyiag

5.1.1 Baowkég AELTOVPYIES TOV ETLYEIPNCEDV

Onog sinope mapamdve to 3D printing éyet aAldéel v alvcido Tapoy®ync oG
emyelpnong ovvemmg Kot tnv 10w ™ Asrtovpyia g Katd cvvémein divovpe
HEYOADTEPN EUEOOT OTIC POCIKEG AELTOVPYIEG TV EMYEPNCEMY KOl GTO KOGTOS OvVAL
Aertovpyia yio vo Tpocsdlopicovpe TEMKA TO GLVOAIKO KOGTOG, TO 0moio givorl Kot ovtod
mov pog  evolapépel.  Agttovpyikd ovopdalovpe 10 kO0TOG KABe Asttovpyiog
OPYOVOTIKNG M OOIKNTIKNG VLTOSWIPESNS TG OLKOVOLIKNG HOVASAG, TO Omoio

npocolopiletar 1M ovykevipoveTal  AOYloTIKE.  XOPOKTNPIOTIKY]  TEPImTOON
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AEITOVPYIKOD KOOTOVG €ival To AOYIOTIKA TPOCOOPIGUEVE KOOTN TV PacIKOV
Aertovpylmv TV enyelpnocwv. Etot éyovpe to K00TOC :

1. Tng Aertovpyiog [Mopaymyng

2. Tng Aertovpyiog Alorknoewg

3. Tng Aertovpyiag Epevvoc- Avamtuéng

4. Tng Aertovpyiog AtaBécemc

5. Tng Aertovpyiog Xpnpartodotioewng (ITavidrog Odvociag).

Avtikeipevo NG Topay®ytkng Asttovpyiag eival n mopoywyn TPoidvIev Kot 1
apoyn vanpectov. Ta KOpla TUHaTo TG AEtTovpyiog avTng etvat: TG TapaymyNg (y.
€PYOO0TAG10), TOL TAPAYOVTOL TO, TEAMKE TPOidVTO TNG EMYEIPNONG, Kot To fondnTikd
(Tupota vrooTPIENg), TOL TOPAYOLV £PYO0 TO OTOI0 AMOPPOPATE OO TO. KLPLO
TOPUYOYIKE TUUOTO (TTY. TUNHO NAEKTPIKNG EVEPYELNG, EMIGKELAOV KOl GLVTIPNONG).

H d10iknon g emyeipnong Bétel Tovg 61d)0VG TG, Kabopilet Tic dradikacies mov
péneL vo. okoAovOnBohv kot TV opyAvmoN TOL OTOLTEITOL Yo TNV EMITEVEN TOV
otoywv. Ta tuquato mTov avnKovy oTn Ol0KNTIKN Agttovpyio elvar 1 devbBvvon
OLKOVOLLIK®DV DVINPECLOV, 1) AVATOTY S101KN o1 Kot 1) S1evOLVEN S10IKNTIKOV VINPECUDV.

210%0¢ TG Aertovpyiog Epevvas Kot avamTuENG etvol ) Tapoywyn vEmv Tpoidvtv 1
vémv pnefddmv Tapaymyng kabdg kot 1 Bedtioon v NN mapayOpeEVOVY TPOIdVIOVY 1)
nefddwv mapaymync. Ta tuquata g enyeipnong mov cuvdéovtol pe T Asttovpyio
avtn etvan to TuNpo Avartuéng kot to Tpunpa [ototntag.

2x0mog TG Aettovpyiag dobécemg lvar n TOANGN, 6GO TO SOLVATOV GE PEYOADTEPO
Babud, v Tpoidvtov 1| TV VINPESIOV TG entyeipnong. To Tupato Tov evideocoviot
o€ ouTh TV Aettovpyia givar to Tufpa [Moinocewy kat to Tuyua Marketing.

H ypnuotootkovopkn Asttovpyia £xel wg 6Komo TV €E€0PEST KOl GLYKEVIP®GT] TOL
ATOPOATNTOL KEQAAOIOL KOt TNV €XEVOLOT TOV GE Ayl GTOoKEln (O1pKEG KEPAANLO)

KoL G€ KUKAOQOPLaKA (Ke@Aiato Kivnong).
5.1.2 IIpoc6o1opIopdg Tov KOGTOVS OvaE AerTovpyio

2 Aettovpyion mopay®yng £XOVUE TO KOGTOG TOPAY®YNG, ONA0dN TO KOGTOC TOV
TPOYLOTOTOIEITOL Y10 TNV TOPAYWOYT TPOIOVT®V 1) TNV ooy vanpecidv. To K6GTOg
Topay®yNG TEPIAAUPAVEL TO GUVOAO TOV dUTAVAOV TTOV Yivovtal Yia va mopoydel to

TPOIOV Kot va TapeL T Lopen Kot T 0€om mov ypetdleTor dote va umopel va movAnOel.
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Téroleg damaveg elval Ta VAIKG TOV OVOADVOVTOL TNV TOPAYMYT, TO EPYOTIKA KOl O
ool Tov TPOGMOTIKOV, TO UNYOVILOTA, TO NAEKTPIKO PEDLO, Ol GLVINPNOEIS TOV
€YKATOOTACE®V K.T.A. Zynuotileton amod Tic eENg katnyopieg kKdoToug: Apykd Kdotoc
kot Kdotog Metatponng kot meptlopfdvel otoryeion GUEGH OG TPOS TO TAPUYOUEVO
TPOIOV KO EUUEGO OC TPOS AVTO.

To k66T0¢ TNG AerToVpYiag TNG O10IKNGEMG UTOPOVLLE VO, TO YOPOUKTNPICOVLLE KO MG
k6otog Swayeipiong. IleprhapPaver kdbe damdvn mov dmuovpyeitor oamd TNV
OVOTTUGGOUEV] OPACTNPOTNTO TOV TUNUATOV KOl LANPECIOV TNG OLOKNTIKNAG
Aertovpylog, okomdg TV OmolwV givor va 0101knBel 1 oKOvVOULKY] HOVAdo KOl Vo
vrootnPLBohV o1 BacikéC OpacTNPLOTNTEG TNG, OTMG 1) TOPAYWOYT, TO AOYIGTIPLO, Ol
TOANGELG, 0L IMNUOCIEG GYECELS K.T.A. ATO Amoyn cvuvleons, To KOGTOG TNG SLOIKNTIKNG
Aertovpyiog amoteleiton amd kdbe €ldovg damdvn MmOV TPokOAgiTol AmO TNV
dpacTNPLOTNTA.

Me tov Opo «kO0TOg £peuvag Kol avamTLENG €VVOOUUE TO KOGTOG TOL
TPOYUATOTOLEITOL OE [0 ETLXEIPTON OO TNV AVATTUGGOUEVT SPaCTNPLOTNTA EPEVVOG
Yol TNV TOPAY®YN VE®V TPOIOVI®MV KOADTEPTG TOOTNTAG 1) VEOV HEBOSWV TAPOYWYNG
N amd o dpactnpomra Avantuéng Kot Beitioong NN mapayduevov Tpoidviov M
pefdOmV TopaymyNg.

Kotoémy, 10 k6010¢ S100é6emg €ivar T0 KOGTOC OV TPOYUOTOMOLEITOL UETA TNV
TOPUYM®YN N TNV 0yOpd Kol TNV €10AYMOYT TOL TPOIGVTOG 1 TOL EUTOPEVUOTOS GTNV
amofNKN yio TNV TOANGN HEXPLKOL TV EloTpacn TG a&iog TOL TWAOVIEVOL TPOIOVTOC,
gumopedatog N g vanpeciog. Eniong, pnopodpe va 1o avapEpovpe Kot wg KOGTOG
UEPKETIVYK Kol TOANGE®V KOl TEPIAAUPAVEL TIG AKOAOVOES d1OKPITEG LTOKATYOPIEGS:

1. To k6cT0g dovounG TOV TOANCEDV

2. To xo6o10G amodnkevong

3. To x06010G Kataypapns ELTOPELUATMV
4

To k66T0¢ TOKETAPIGUATOC
Télog, T0 KOGTOG YPNUOTOOIKOVOUIKNG AELITOVPYING Elval TO KOGTOG TOV dOVELOKOD

KEPAAAIOV TNG OIKOVOLIKNG HOoVAdaG Kot o 5000 ToL yivovTal yio TV Agrtovpyeia

ouT.
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5.2 Avaiven Tov povtérov

210 povtélo mov mpoteivovpe gueig Oa egtdoovpe TNV TN TOL TPOIdVTOG e Pdon Ta
Ae1tovpykd KOGt Tov avortvEape oty evotnta 5.1.2. YmoBétovue 6t T0 KOGTOG
YPNLOTOOIKOVOLKNG Agttovpyiog givatl To 1010 kot yio Tig 600 pebddovg mopaymyng,
oLVeEnMS dev 10 cvumeptrappdvoope oty e€icwon cav petafint. Katomw, yio va
OMOOVUE UEYOADTEPT EUPOOT OTN O0LPOPA TNG TOPASOCIOKNG HEBOSOV KATATKEVNC
ka1l 010 3D Printing mpocsOétovpe kot emmAéov PeETAPANTEG TOL APOPOVV TOV YPOVO
Om®G 0 aplOUOg TOV JASIKACIOV KATE TNV KATOOGKEVT TOV TPOIOVTOG KOOMG Kot TIg
Nuépeg kotaokevng Tov. H televtaia petafint) mov Oa pog amacyoinost Oa givat o
apBpdc tov mpocomkoV. Emopévac, ov emeénynuotikég petafAntég ot omoieg O
ypnooromBodv Kot 6Tig dVo peBdSoVG TapaymyNg etvat:
1. Koéorog [Hapaywyng
Koéotog Awyeipiong

Kootog Epevvag kot Avantu&ng

2
3
4. Koéotog Mapretvyk kot [oicewv

5. ApBuog [Mpoocwmikon

6. ApOuog Awdikacimv

7. ApOpoc Huepaov Kartaokeong

Ov tpeig emenynuotikég petafAntég mov a@opovv TV apldpd TPOcOTIKOD,
OOKAGIOV KOl TMUEPADV KATOOCKELNG EMNPEALOVY  EUUEGO TNV  OVTIKEYEVIKN
oLVAPTNOT). ZVVETMOS LETA TO TPOGOIOPIGHO TO EMEENYNUATIKOV LETOPANTAOV LITOPOVLE

va TovuE 0Tt

, — n
Ty = Yje—q Wi * Cg

Omov Wk gtvor ) Bapdtnta Tov Kabe K6GTOLG, ONANON TOGO CNUAVTIKO EIVal TO KOGTOG
GTNV TUT| TOL TPOIOVTOG, Ck £ival TO EKACTOTE KOGTOG.

21 ovvéyela, Ba avardoovpe Kabe KOGTOC.

— m k

Omov M gival to mARBo¢ Twv eneénynuatikwy LeTafAnTwy yLa kabe kdoTog, a}‘ elvon
0 GLVTEAECTAG TOAVIPOUNGNG, X; £lvar ot ETUEPOLG HETAPANTEG TOV KADE KOGTOVG
kot Ly etvor o otabepdg dpoc.
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Téhog, Oa £xovpe ko pio avéivon TV empépovs petaffAntav x; Tov kdbe kdoTovg

mov Ba deiyvel T oyéon HETAED TOV EMEENYNUATIKOV LETAPANTOV V1o KAOE KOGTOC.

Xj = Ljrey jrej by * %jy + Mj
Omov bj, givan 0 cuvteheothg Talvopounong, x; VAol mapayovieg, Xj, eivor ot
dolot mapdyoveg kar M; givon o otabepdg 6poc.
H avtikeipevikn ocovaptnon v onoia Oa emdvcovpe pe v pEBoSo YPapLUIKOD

TPOYPUUUATIGHOV Kot Ba kévovupe TV ehayiotomoinon tng Ba £xel tnv €€Ng Lopon.

Ty = Xioy Wi * ¢k = Doy Wi * (X721 af * x5 + L)
LP-problem
Minimize Ty = Y p=; Wi * Ck
Subject to: ¢, = YLy af = x; + Ly v keK
Xj = Ljiey jrzj bje * X0 + My YV jed

Yy emopevn evomto Bo avolvocovue kdbe kdoTog avaroyo pe v puéBodo

TOPAYOYNC.
5.2.1 Avaivon k06ToVg Y10 KGO 0060 TapaymyNg

Mo v napadociakn péBodo Tapaymyng Exovue Ot
To k6610¢ AP YWYNS LTOPOVLE VO TO AVOADGOVLLE GTO EMUEPOVS GTOLYEIDL:
1. To kéotog TV A LVA®V.
Tnv apopn Tov Tpocomikov (pcboi).
Aownd £€0da Tpocmkol (AsEAMGTPa, ETOOUATA KOl UTOVOLG).
A&io pyoavnudtov.
2VVTPNOT KOl EMCKELT] UNYOVOV.
Aoy1oKo.
[eprpeperaxd ££0da (pedpa, POpotL, TEAN Kot 0moGPEGELS).

Ap1Opog unyovaov.

© 0o N o gk~ w DN

Ap1Budg TpocOTIKOV.
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Onote, ¢, =

m=9 _k

a; *x;+ L

j=1 %

210 KO6GTOG dlayEiplong UTopov e Vo, suureptAdfovpe ta eENG:

1. Koéotog Aoyiomnpiov.

2. Avoumrikn vrootipién.

3. Kootoc ecmtepikov eréyyov.

Onote, ¢, =

m=3  k

a; *x;+1L,

j=1 %

2NV GLVVEYELN, TO KOGTOG £PEVVOC KOl AVATTLENG TO OVAADOVLE OE:

1. Koéotog épevvag (kabe emyeipnon oOwbéter kovovla oamd TOV

Omndre, c3 =

TPOVTOAOYIGHO TNG Yo £pgvva, 1 omoia pmopet va tvan gite yio véa

TPOiOVTO EITE Y10 VEQ TOPAYWYN TPOTOVIWV).

[Towdmra.

Koéotog avamrtuéng (yw tv Peitioon tov NN TopoyoUEVOV

TPOIOVIMV).

m=3  k
j=1 & *xj+ L3

Téhog, 6TO0 KOGTOG UAPKETIVYK KOl TOANCEWV Teplappdvoope Tig akdlovbeg

OlKPITEG VITOKATNYOPiES:

1.
2
3.
4

Onote, ¢y =

To K60TOC O1VOUNG TOV TOANGE®V

To kdoT0¢ amobKeLON G

To KOGTOG KOTAYPOUPT|G ELTOPEVLATOV

To k00T0¢ TOKETOPIGUATOC

m=4 _k
j=1 4 * X+ Ly

"o v 3D Printing pébodo mapaymyng éxovpe ott:

To k6610¢ AP Y®YNS LTOPOVLE VO TO AVOADGOVLLE GTO EMUEPOVS GTOLYEIDL:

1.

2
3
4.
5
6

To x60T0¢ TV A VADOV.

Tnv apopn Tov Tpocomikov (pucbol).

Aowd £€0d0 TpocTKoD (AGPAMGTPO, ETOOUATA KOl UTOVOLG).
A&io ekTUTOTOV.

2VVTPNOT KOl EMCKELT] UNYOVOV.

AoyiouKo.
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7. Tleprpeperakd £oda (pevpa, OPoL, TEAN Kol artocPECELS).
8. ApOuoc unyovov.
9. ApBudc mpocwmiko?.

Omnodrte, ¢, = ;-";19 a}‘ * X+ Ly

210 KO6GTOG dlayeiplong UrTopove vo cupumeptldfovpe ta eENG:
1. Koéotog Aoyiomnpiov.
2. Awounmrikn vrootipién.

3. Kootoc ecmtepikov eAéyyov

Onote, ¢; = Y af «x; + L,

21NV GLVEYELD, TO KOGTOG EPELVOG KOl AVATTUENG TO AVOADOVLE GE:

1. Kootog épevvag (kéBe emyyeipnon owbéter KovovA amd TOV
TPOVTOAOYIGHO TNG Yo EpELVa, 1 £pEVVO QLT UTOPEL va etvan glte Yyl
véa TPOIOVTA £TE Y10 VEQ TOPAY®YN TPOTOVIWV).

2. Tlowvmta.

3. Koéotog avamntvéng (yioo v PeAtioon tov MOM  mopoyouévov
TPOIOVIMV).

Ondte, ¢3 = }";13 a}‘ * X+ Lg
Téhog, 6TO0 KOGTOG UAPKETIVYK KOl TOANCE®V Teplappdvoope Tig akdlovbeg
SlOKPITEG VITOKATNYOPiES:
1. To kdoT0g dLavoUnS TV TOANCEWV.
2. To x06610G TOKETAPIGLOTOC.
Ondte, ¢y = Y52 ak xx; + 1L
> “4 j=1 % J 4
To k6oT0g PapKETIVYK Kot TOANGE®V TEPAaULPavel TeplocOTEPES LETOPANTES TNV
napadoctakt) LEBodo mapaywyng yoti givar TEPGGATEPA KOl TOL GTAOLN GTNV OALGION
nopaymyne. H arofnkevon ko n kotaypoaen epumopevpdtov dev neptéyovrar oty 3D

Topay®yn yoti ta Tpoidvta Katackevalovtat avaroya pe tnv {nnon.
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5.3 leprypaen Morvopopunong kot exilvong

Metd Tov AP TPOGAIOPIoUO TOV KABE KOGTOVE TO HOVTELD LOG £XEL OMOKANPWOEL.
Me v uébodo g ToAVOPOUNGTG EVEATIGTOVLE VO ONUOVPYNGOLLE TNV EIGMOT Yo
KdOe KOGTOG Ko 6T0 TéAOG TNV e&lomon g TG ¢ Kopékiag. T va yiver avtod
TpEYovE TV dadikacio TG maAvdpounong (regression) oto excel. Ot Tég mov
coumAnpoOnkav oto excel yia kabe petafAnt eivor 6éka €161 GOTE va. Eivar 660 10
duvatdv KaAvTep™ N dladtkaciao. ['a va etvar ikovomomtikny N TaAvOpOUNon TPETEL N
T R Square va givon peyorivtepn and 70%, v 1oyvet avtd tote Kottape v tiun P-
Value yio kd0e petafintn. H Ty avt npénet va eivar pukpdtepn tov 5% yio va givot
OTOTIOTIKA oNUavTIK 1 aveEaptntn petafAnt yo v e&optnuévn petafintm, eav
dev 1oyveL 10T Oev Ypapetar oty e&icmon N aveEdptntn petafAnt. Av tdpa givon
OTOTIOTIKG oNUOVTIKA N peTafAnty mpoywpaue ot othin tov Coefficients yia va
dove Tov ovvtedeoTn KdOe petafAntig Kot tov otabepd 6po. H dadwasio avtn) Oa
npoypatoromfel xot’ emoavdAnyn  yuoo OAeg Tic peToPANTEG eEaptnuéveg Kot
avegapmrec, pe okomd tnv dnuovpyia eilcwcewv. Epdcov £xovpe dnpiovpynocet OAeg
11 eglomoelg, pe v pEBodo g emilvong ypoppkod mpoypappaticpod o
TPOYLLOTOTOWCOVE EAOYIGTOTTOINOT 6 KAOE £EIcmOT KOGTOVG KOl 6TO TEAOG 0lpov Bal
gyovpe TV eAdylotn TN Yoo KGO KOGTOG, Bol TNV AVTIKATAGTNCOVUE GTNV PACIKN

elomon kot Tov 600 PeBOd®V TapayWYNG Yo TNV EDPECT TNG TIUNG TNG KAPEKANGC.

5.4 Anoteréopata,

Y116 doKIUEC OV poypatonomOnkay pe to ototyeia Tov excel(rapdptnuo oerida 87)
vy TV p€B0d0 ™C TaPAdOGLOKNG TAPUYMYNSG, OGOV aPOPA TNV UETAPANTY TNG TIUNG
TOL TTPOIOVTOG, Evd To R Square givon peyaAvtepo amd 70%, n tur P-Value dev givot
oe Kopto emeEnynuatikny  petafint) pikpotepn tov 5%, omdte dEV UTOPOVUE VO
dnuovpynosovpe v e€iocwon. I'ia To K6GTOC TOPAY®YNGS, TO KOGTOG dlarXEipLong KoL TO
KOGTOG HAPKETIVYK Kot TOANCE®V 1 nEB0d0og malvopdunong anétvye. Ounwmg, yo To
k661G £pevvag Kat avamtuéng PAémovpe 0Tt T0 R Square eivor peyaivtepo and 70%,
n TR P-Value eivon pikpotepn tov 5% kot yio T1g tpeic petafAntéc, ondte TPpoKLATEL
n e&lowon:

K'Epevvag & Avantoéng = -0,79X1 -0,066X2+0,96 X3+ 68469,37
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Yty 3D printing puébodo mapaywyng PAEmovue 6t Sraditkooio TS TOAVOPOUN oG

OTETLYE, KATO GUVETELN OEV UTOPOVLE VO, ONUIOVPYNOOVLLE Koo eicmon).

5.5 Xopmépaopa

H mpotoon yio ™ dnpovpyia €vOg LOVTEAOL TPOGOIOPIGOD TNG TIUNG Yo T néB0do
™ME Tapadoolakng Topaymyng kot yioo tnv 3D printing dev €dwoe ta embountd,
amoteAéopaTo S10TL To dedopéva NTaV QOVTOSTIKA Kot Oyt Tpaypatikd. [lapodia avtd
€ywve (o ekTeViG oo Yo TIC PacIKEG AEITOVPYIES TOV EMLYEIPNGEMV KOL Y10, TOL
k6ot oL TEpAauPavel kdbe Aettovpyia. TELOC vpEe Kot pia GUVOEST 0G0 aPOPd

MV TN evOg TPOIOVTOC UE To mapandve Koot oty uébodo 3D printing Topoymync.
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EIIIAOI'OX

H mapovoa sumhopatikn epyacio mapovcioce pio HEAETN GYETIKA pe TNV eEEMEN NG
TOPUy®YIKNG dtadtkaciog omd v mapadoctakn nébodo otny 3D extummon. Ot otdyot
g epyaciog evromilovion ota e€Ng onpeia:

1) omv katavonon tov 6pov 3D Printing kot oty pete€éMEn tov TG TEAELTALES
deKaeTieg

2) 610 MG Asttovpyovv o1 3D eKTLTMTEG Yo TV TopOy®YT TPOIOVIWOV

3) ota 0péAN OV PTOPOVV VO OTOKOUIGOVV Ol EMYEPNCELS He TV gicodo tov 3D
Printing otnv 0Avcido Topaymyng Toug

4) o115 BeTIKEG EMMTOGELS TNG TEXVOAOYIOG QLTS GTO KOGTOG TOPAYMYNG KO

5) mv avamtuén evog HOVTEAOL KOGTOLG TOPUy®YNS, Méoa amd T delaywyn
TEPALOTOG Y10, TNV TOPAYDYT EVOG TPOTOVTOS GLYKPIvOVTAS TNV Tapadoctakt) HEBodo
napayoyng pe ™ 3D, dote va dodpe mola amd TIc dVo £xEl YapUnAdTEPT TIUN Y10 TO
TPOIOV Kol GUVETMG PeYOADTEPT BeTikn emidpaocm ota k€PN TG emyeipnong.

Baowkd onpeio anotéiece n mapovsioon TV LOVIEL®Y KOGTOLG Tapaywyns. Méoa
amd avtd To povtéda e&nybnoav copmepdopato yio to mowo pébodog AM elvar m
KOATOAANAGTEPN Y10 LUKPOD KOl LEGAIOV OYKOV TAPOYMYES KOl Y10 TO OTL T KUPLA SVVOUN
™G avl Hovadag KOGTOVG Tapoywyng €ival 1 mopay®ykodTNTo Kol T0 KOGTOG TOV
UMYV LOTOG. XTO HOVTEAO KOGTOVS TTOPAy®YNG OV TPoTEivope, eEETAGANE TV TN
TOV TPOIOVTOG HE PAon Ta AEITOVPYIKA KOGTN KOODS Kot pe LETAPANTEG TOL ALPOPOVV
10 YPOVO.

2vvoyilovtac, n TpoTaon yuo T dnuovpyio evog HOVTELOL TPOGOIOPIGUOV TNG
TING Y10, TIG 000 peBOOOVG TapaymyNS dev £0MGE Ta EMBVUNTA OATOTEAEGLATAL, (OGTOGO
umopel va amoteléoet v apyn vy mepartépm Epevva. To 3D Printing eivon éva

aveEdvtinto (o Tov B oG amoGYOANGEL APKETH GE LEAAOVTIKES EPEVVEC.
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800
1500
1000

900000
1250000
2360000

800000
1200000

710000

880000

160000

200000

50000

7000 10000
6500 9000
4300 13000
8200 17000
9200 11000
10500 7000
11300 9000
6000 8000
7600 12000
3500 10000

Kootog Alaxeipiong Kootog AoyloTiplou ALOLKNTLKH UTTOOTHPLEN

10000
12000
16000
13500
10000

9500
11000
12000
16000

8600

7000
10000
20000
12000

9000
14500

6400
25500
19100
13000

3000
2000
1000
4000
5000
3000
7000
3000
2000
3000

30
20
40
56
35
k)
7
18
34
10

Kéotog Epeuvag kat Avarttuéng Kéotog épeuvag Mowdtnta Koéotog avartuéng

20000
27000
32000
25000
30000
15000
18000
29000
31000
48000

Kbéotog MapkeTivyk kat MwAnocswv

120000
150000
180000
200000
240000
100000
160000
200000
320000
285000

88

25000
19000
17500
11000
23000
38000
28000
19000

9000
46000

Kbéotog Atavopung

12000
15000
22000
25000
16000
10000
3200
11500
22000
18000
300000 37500
250000 25000
150000 50000
100000 24000
200000 17000
480000 38000
360000 30000
240000 16500
180000 10000
410000 85000
Maketdplopa
900000 300000
1000000 400000
800000 350000
750500 220000
420000 680000
350000 600000
680000 530000
500000 850000
1100000 700000
600000 400000

1
14
n
32
15
3
7
P
34
1

Kootog ecwteplkol eAéyxou

3500
2500
2200
1800
4000
5500
3100
2800
4200
3700



2T0VG TAPOKAT® TivakeS PAETOVILE TO ATOTEAEGLOTO, TG TTOAVOPOUNONG Yo KAOE

néBodo mapaywync, apyilovtag Le TNV TopadOGLOKN.

SUMMARY OUTPUT
Twyi
Regression Statistics

Multiple R 0,918008972
R Square 0,842740473
Adjusted R Square 0,292332128
Standard Error 19,09178179
Observations 10
ANOVA

df SS MS F Significance F
Regression 7 3906,607736 558,0868194 1,531118633 0,450549617
Residual 2 728,9922639  364,496132
Total 9 4635,6

Coefficients  Standard Error t Stat P-value Lower 95% Upper 95%  Lower 95,0% Upper 95,0%
Intercept 257,940964  148,1606899 1,740954123 0,223818 -379,5430328 895,4249608 -379,5430328 895,4249608
X Variable 1 -0,001405959 0,004079359 -0,344651974 0,763224192 -0,018958022 0,016146104 -0,018958022 0,016146104
X Variable 2 -0,003938487 0,008901092 -0,442472282 0,701398842 -0,042236795 0,034359822 -0,042236795 0,034359822
X Variable 3 0,004919955 0,002889939 1,702442343 0,230782277 -0,00751445 0,017354359 -0,00751445 0,017354359
X Variable 4 -0,000229886 0,000331627 -0,693205713 0,55986133 -0,00165676 0,001196989 -0,00165676 0,001196989
X Variable 5 -50,25611408  43,08306995 -1,166493338 0,363692626 -235,6276026 135,1153744 -235,6276026 135,1153744
X Variable 6 -6,802449979 23,66523147 -0,287444895 0,80081845 -108,6257227 95,02082279 -108,6257227 95,02082279
X Variable 7 -34,37781563 20,39977094 -1,685205963 0,233990891 -122,1509457 53,39531448 -122,1509457 53,39531448
SUMMARY OUTPUT
Kootog Mapaywyng
Regression Statistics
Multiple R 1
R Square 1
Adjusted R Square 65535
Standard Error 0
Observations 10
ANOVA
df SS MS F Significance F
Regression 9 605705000 67300555,56 #APIO! #APIO!
Residual 0 0 65535
Total 9 605705000
Coefficients  Standard Error t Stat P-value Lower 95% Upper 95% Lower 95,0% Upper 95,0%
Intercept -25785,08155 0 65535 #APIO! -25785,08155 -25785,0815 -25785,08155 -25785,0815
X Variable 1 32,44628957 0 65535 #APIO! 32,44628957 32,44628957 32,44628957 32,44628957
X Variable 2 0,084881751 0 65535 #APIO! 0,084881751 0,084881751 0,084881751 0,084881751
X Variable 3 9,479199898 9] 65535 #APIO! 9,479199898 9,479199898 9,479199898 9,479199898
X Variable 4 -0,181289836 9] 65535 #APIO! -0,181289836 -0,18128984 -0,181289836 -0,18128984
X Variable 5 13,69662819 0 65535 #APIO! 13,69662819 13,69662819 13,69662819 13,69662819
X Variable 6 2,045283136 0 65535 #APIO! 2,045283136 2,045283136 2,045283136 2,045283136
X Variable 7 2,961966833 0] 65535 #APIO! 2,961966833 2,961966833 2,961966833 2,961966833
X Variable 8 0,268227676 0] 65535 #APIO! 0,268227676 0,268227676 0,268227676 0,268227676
X Variable 9 -21,35950534 0] 65535 #APIO! -21,35950534 -21,3595053 -21,35950534 -21,3595053
SUMMARY OUTPUT
Kootog Awaxeiplong
Regression Statistics

Multiple R 0,652610187
R Square 0,425900056
Adjusted R Square 0,138850084
Standard Error 8927,855343
Observations 10
ANOVA

df SS MS F Significance F
Regression 3 3547853939 118261798 1,483713977 0,310933248
Residual 6  478239606,1 79706601,02
Total 9 833025000

Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95%  Lower 95,0% Upper 95,0%

Intercept 9093,116482  13991,17356 0,649918067 0,539815402 -25142,05192 43328,28488 -25142,05192 43328,28488
X Variable 1 -0,714309829  0,508929883 -1,403552537 0,210032507 -1,959616391 0,530996734 -1,959616391 0,530996734
X Variable 2 0,6619798  0,339568753 1,949472072 0,099131494 -0,168915005 1,492874606 -0,168915005 1,492874606
X Variable 3 1,607322171  1,639577695 0,980326932 0,36478399 -2,404579921 5,619224264 -2,404579921 5,619224264
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SUMMARY OUTPUT
Kdotog Epeuvag kat Avamtuéng

Regression Statistics

Multiple R 0,955088717
R Square 0,912194457
Adjusted R Square 0,868291685
Standard Error 8074,923921
Observations 10
ANOVA
df SS MS F Significance F
Regression 3 4064373622 1354791207 20,77760525  0,00143121
Residual 6 391226378 65204396,33
Total 9 4455600000
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95% Lower 95,0% Upper 95,0%
Intercept 68469,37525 11543,00382 5,931677433 0,001024185 40224,66242 96714,08809 40224,66242 96714,08809
X Variable 1 -0,792440025  0,118978566 -6,660359509 0,000553943 -1,083570089 -0,50130996 -1,083570089 -0,50130996
X Variable 2 -0,066103958  0,023868045 -2,76955896 0,032441379 -0,124506959 -0,00770096 -0,124506959 -0,00770096
X Variable 3 0,964517224 0,12705397 7,591397745 0,000271845 0,653627358 1,275407089 0,653627358 1,275407089
SUMMARY OUTPUT
Kootog MAapketvyk Kat MwAnRoswv
Regression Statistics
Multiple R 0,756333929
R Square 0,572041012
Adjusted R Square 0,229673822
Standard Error 80313,12387
Observations 10
ANOVA
df SS MS F Significance F
Regression 4 43109010667 10777252667 1,67084063 0,291158838
Residual 5 32250989333 6450197867
Total 9 75360000000
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95% Lower 95,0% Upper 95,0%
Intercept 310385,6592  130236,9813 2,383237511 0,062912179 -24399,15934 645170,4777 -24399,15934 645170,4777
X Variable 1 -0,356334015  0,198747429 -1,792898743 0,132967762 -0,867230546 0,154562515 -0,867230546 0,154562515
X Variable 2 0,147641907 0,166557161 0,886433858 0,415977111 -0,280506906 0,575790719 -0,280506906 0,575790719
X Variable 3 0,273332835  0,172387557 1,585571718 0,173693418 -0,169803488 0,716469157 -0,169803488 0,716469157
X Variable 4 -0,075902373 0,146690091 -0,51743354 0,626922665 -0,452981257 0,301176511 -0,452981257 0,301176511
SUMMARY OUTPUT
Twn
Regression Statistics
Multiple R 0,862506943
R Square 0,743918227
Adjusted R Square -0,152367981
Standard Error 24,36280638
Observations 10
ANOVA
df SS MS F Significance F
Regression 7  3448,507331 492,6439044 0,830000753 0,6449102
Residual 2 1187,092669 593,5463346
Total 9 4635,6
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95% Lower 95,0% Upper 95,0%
Intercept 107,7893293 92,61754592 1,163811114 0,364564564 -290,7118075 506,2904661 -290,7118075 506,2904661
X Variable 1 -0,00372575  0,004494333 -0,828988391 0,494295643 -0,023063305 0,015611805 -0,023063305 0,015611805
X Variable 2 0,006774815 0,005578318 1,214490669 0,348495299 -0,01722675 0,03077638 -0,01722675 0,03077638
X Variable 3 0,000866929 0,00518347 0,167248742 0,88255572 -0,021435743 0,023169601 -0,021435743 0,023169601
X Variable 4 0,000132184  0,000665264 0,198693583 0,860868903 -0,002730218 0,002994585 -0,002730218 0,002994585
X Variable 5 -0,817232973  3,235299531 -0,25259886 0,824168399 -14,73760333 13,10313739 -14,73760333 13,10313739
X Variable 6 -21,49068989  25,85193029 -0,831299236 0,493247595 -132,7225683 89,74118853 -132,7225683 89,74118853
X Variable 7 -8,643159513 15,82230785 -0,546264148 0,639679091 -76,72105558 59,43473655 -76,72105558 59,43473655
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SUMMARY OUTPUT
Kdéotog Napaywyng

Regression Statistics

Multiple R 1
R Square 1
Adjusted R Square 65535
Standard Error 0
Observations 10
ANOVA
df SS MS F Significance F
Regression 9 282484000 31387111,11 #APIO! #APIO!
Residual 0 0 65535
Total 9 282484000
Coefficients  Standard Error t Stat P-value Lower 95% Upper 95%  Lower 95,0% Upper 95,0%
Intercept 111754,9642 0 65535 #APIO! 111754,9642 111754,9642 111754,9642 111754,9642
X Variable 1 74,83999594 0 65535  #APIO! 74,83999594 74,83999594 74,83999594 74,83999594
X Variable 2 -1,236594167 0 65535 #APIO! -1,236594167 -1,23659417 -1,236594167 -1,23659417
X Variable 3 49,08756388 0 65535 #APIO! 49,08756388 49,08756388 49,08756388 49,08756388
X Variable 4 0,032575745 0 65535  H#APIO! 0,032575745 0,032575745 0,032575745 0,032575745
X Variable 5 -15,6812794 0 65535 #APIO! -15,6812794 -15,6812794 -15,6812794 -15,6812794
X Variable 6 -8,773459579 0 65535 #APIO! -8,773459579 -8,77345958 -8,773459579 -8,77345958
X Variable 7 17,23763385 0 65535 #APIO! 17,23763385 17,23763385 17,23763385 17,23763385
X Variable 8 685,9922063 0 65535 #APIO! 685,9922063 685,9922063 685,9922063 685,9922063
X Variable 9 -713,9156914 0 65535 #APIO! -713,9156914 -713,915691 -713,9156914 -713,915691
SUMMARY OUTPUT
Kootog Alayeiplong
Regression Statistics
Multiple R 0,732919367
R Square 0,537170799
Adjusted R Square 0,305756199
Standard Error 2166,780887
Observations 10
ANOVA
df SS MS F Significance F
Regression 3 32694363,52 10898121,17 2,321248522 0,174842388
Residual 6  28169636,48 4694939,414
Total 9 60864000
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95%  Lower 95,0% Upper 95,0%
Intercept 9914,844855  3609,216165 2,747090893 0,033420238 1083,411049 18746,27866 1083,411049 18746,27866
X Variable 1 0,158791966  0,123270624 1,288157391  0,2451352 -0,142840385 0,460424316 -0,142840385 0,460424316
X Variable 2 0,140338393  0,123065972  1,14035091 0,297605686 -0,160793193 0,441469979 -0,160793193 0,441469979
X Variable 3 -0,718735775  0,704956654 -1,019546053 0,347279669 -2,443702567 1,006231018 -2,443702567 1,006231018
SUMMARY OUTPUT
Kootog Epeuvag kat Avarmtuéng
Regression Statistics
Multiple R 0,739904786
R Square 0,547459092
Adjusted R Square 0,321188639
Standard Error 7623,240445
Observations 10
ANOVA
df SS MS F Significance F
Regression 3 421817230,7 140605743,6 2,419489965 0,164427056
Residual 6  348682769,3 58113794,89
Total 9 770500000
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95%  Lower 95,0% Upper 95,0%
Intercept 28143,70579  6357,551253 4,426815399 0,004438274 12587,33828 43700,0733 12587,33828 43700,0733
X Variable 1 0,683515565  0,833916587 0,819645005 0,443751066 -1,357004815 2,724035945 -1,357004815 2,724035945
X Variable 2 -0,085736888  0,059522857 -1,440402752 0,19982478 -0,231384073 0,059910298 -0,231384073 0,059910298
X Variable 3 0,184722272  0,229053154 0,806460286 0,450751502 -0,375750605 0,745195148 -0,375750605 0,745195148
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SUMMARY OUTPUT
Kootog MAapketvyk Kat MwAnoswv

Regression Statistics

Multiple R 0,432308741
R Square 0,186890848
Adjusted R Square -0,045426053
Standard Error 71428,07244
Observations 10
ANOVA
df SS MS F Significance F

Regression 2 8208713268 4104356634 0,80446514 0,484753522
Residual 7 35713786732 5101969533
Total 9 43922500000

Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95% Lower 95,0% Upper 95,0%
Intercept 53265,54184  115756,4936 0,460151653 0,659359391 -220455,0702 326986,1539 -220455,0702 326986,1539
X Variable 1 0,099613771  0,103293469 0,964376277 0,36698261 -0,14463647 0,343864011 -0,14463647 0,343864011
X Variable 2 0,142154474  0,126844174 1,120701639 0,299385683 -0,157784336 0,442093284 -0,157784336 0,442093284
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