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Texvikég Etre¢epyaociag-Mop@otroinong
BEPUOTTAACTIKWY TTOAUHUEP WV

4 EkBoAn (Extrusion)
* 'Eyxuon (Injection)

 [1pooBeTIKA KaTtaokeur (3-D printing)

 Mépopwon pe puonua (blow molding)

* MepioTpo@ikn HOop@won (rotational molding)

* OegppopopPwaon (thermoforming)




Tu etvar ekBoAn (extrusion)?

YUVEXNC Olepyacio pe peyain eveliéia ooov adpopd 0TO TEALKO TIPOIOV
TnYUEVO  UALKO  OUMTILE(ETOL OUVEXWC MEOW Mg  pntpac (die)
OUYKEKPLUEVOU PEYEDOUC KOl OXAUATOC = CUVEXNC Tapaywyr TPOLOVIWV
LLE opolopopdn dLtatoun

collars for heating and cooling
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Sensor ports

Screw back-pressure (2 standard, others optional)
sensor (optional)

Feeding cooling



EkBoAn (extrusion)

Epappoyeg:

1.

Mapaywyn Ivov

2. Mapaywyn cwAnvwv
3.
4. Mapaywyn QIAY PE KBOAN Kal

EnikaAuwn kaAwdiwv

puonua

. Mapaywyn ¢IAY Ye ekBoAN ano

UNTPa €NiNEdNC GXIOUNG

. Mapaywyn npo@iA
. Compounding (HiypaTa npooBeTwv SN

yla TPOnonoinon NOAUNEPWV)




EKBOAH (EXTRUSION)

TEXVLKN AVAUELENC TIOAU LLEPWV

Texvikn avapelEnc moAvepPoUC + TpooBETwy (compounding)

Texvikn popdomoinong: AVILKELLEVWY HUE OpoLopopdn SLatoun
— e aAAayn TNG HATpaC pmopouv va popdormnotnbouv npoiovia e
OLOPOPETIKEC VEWUETPLEC

® XPNOLUOTIOLELTOL ETILONG OTN KNXOVLKN AVAKUKAWON TWV
OeppomAaocTtikwV — avatnén MAACTLKWY ATTOPPLUUATWY

OeplavTIKO OTOIXEIO
OUCTAHATOC TTPOCTAPHOYAS
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Xodvn Tpogodogiac

' 2 KANPUpEVN
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Y(otnua wﬂﬁng/ ‘. -
Mg TEPIOXNG
Tpogodociag

Por TroAupepoUc
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http://en.wikipedia.org/wiki/File:Archimedes_screw.JPG

EkBoAn - video

https://www.youtube.com/watch?v=gn16JtE vlLc
https://www.youtube.com/watch?v=Tp2Rdx69SSo
https://www.youtube.com/watch?v=\WaB-
dsB1Kfk&list=PLpLOtJRpo7WV7LKIUGL0o6Q_vpaRfENGT-&index=4



https://www.youtube.com/watch?v=N0m9Y0IvaVk
https://www.youtube.com/watch?v=Tp2Rdx69SSo

KUpio cwpa eKBoAEa: KUAIVOPOG + KOXAIOG

FEED HOPPER
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A\ G ZONE iy "
MELTING ZONE B
SOLIDS ZONE

CONVEYING ‘ ,
JONE  M—— MELT CONVEYING ZONE

2Uotnpa petadopag Osppotntag Kat EAEyxov Oepprokpaciog, mou anoteAeitolL
armo Beppavtikad otolxela NAEKTPLIKAC avtiotaonc, cuotnua Puénc otnv tpododoacia
Kol Evav oplOpo Beppootolxeiwy, Ta omola eival ouvdedepeva pe KatdAAnAoug
pUOULOTEC wWoTe va yiveTtal n B€ppavon tou KUAivdépou ava (WVeC.




KuAwvdpLko cwpuol

H eowTteplkn enudpaveLla Tou
KUALVOpou armoTeAel To xwpo yLa:

® Metadoon Bepuotnrog

uéyeBoc evdc ekBoAéa kaBopiletal atmo T
O1aueTpo Tou KoyAia (D) kal 1o prkog L Tou
KoYAia

Epyaotnpiakoi ekBoAeic: D <20 mm
Biounyavikoi ekBoAcic: D uéxpl kar 750 mm




MovokoxAiog eKBoAéag EpyaoT. “TexvoAoyiag NoAupgpwv”
Brabender Plasti-Corder PLE 330

L/D = 25:1 (L=500 mm, D=20 mm)

e 3 {wvec Beppavonc kat 1 {wvn yla T pntpa

*  Mntpa He KUKALKN oxlopn (dtdkevo daktuAiou) =
rnapaywyn e pe ekBoAn kat puonua



Mntpa KUKALKAC Statopung StapeTtpou: 2 mm




X0 paKTNPLOTIKA LEVEDN:

>» L/D
16/1 pexptL 32/1 yio OepponAaoTtika
4/1 pexpt 7/1 ywo ehoctopePn)

BaBoc avAakacg otn (wvn tpododoaciog

Abyog oupuTtrieong =
Yos H ns BaBoc avAakoc otn {wvn SooLueTpiog
1.1:1 pexpt 5:1, Tumukn tun 2.25:1
- Amopakpuvon agpa ano avolyua tpododoaoiag
-  BeAtiwon petadopacg Bepuotntog (— pelwon maxoug ALkou) .



Zwvn T1po@odoaiac (feed section)
TaxuTepn METAPOPA KOKKWV NMpoc TNV £€000:

- MikpOTEPN TPIPN HETAEU KOXAIQ Kal KOKKWV
- MeyaAuTepn TpIPN HETAEU KOKKWV Kal KUAIVOpOU

i
/’// > KoxAiag: Acia emi@avela, nitrided steel

/';/ (corrosion- and wear-resistant nitride layer)
// > KUAIvOpog: avoceidwTog xalupBacg pe

// OKANPR/TPAXEIQ ECWTEPIKI ETTIPAVEIQ
LA, ...

e e
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Zwvn TNENg N ouuTtrieong (melting, compression section)

Mnxaviouog TNENG KAaTa TNV EKBOAR
I. OewpnTIKO HOVTEAO TNENC KAIVNG OTEPEWV CWUATIOIWV

< 2XNUATIOPOG AENTOU UPEVA ano TNYHa OTnv eNipaveia Tou
KUAIVOpOU.

< O koyAiac «okounilel» TO UPEVIO NMPOC TOV a&ova Tou KoxAia
kal &ava npoc Tov KUAIVOPO.

< Mg TNV nepIOTPOP TOU KOYAIa CUNNapacuUpETal Kal Veo Trnyua

Anuioupyeital OsEapevn
TNYMATOC YECA GTNV
onoia cupnapacupovTal
Kal OTEPEOI KOKKOI.

»~
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(melting,
compression
section)

AxbdMoubn éAika

KAivn oTepewv

AvaTTuyla auAakog

"Ae€apevi" THyHATOC 2
()

KUAIVOpOC [poTTopeudEVN

AETITO OTPWUO .
Py gAIKQ

W TyHarog




Zwvn TNENG N cuuTtrieong (melting, compression section)

Toixwya KUAivBpou AETITO OTPWYA TAYROTOC Mn TF]Y%WG
owaridia
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AUNGKQ THYHOTOC KAivn oTepewy

KoxAiag Ae&apevn TAYPArog Opalon KAiVNG OTepEwV




PUOuIon OeppOKPOATIWY KATA MKOG TOU KUAIVOPOU TOU eKBOALQ

2 UVOAIKOC puBuoc Téne
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QEpuavon Je aywyn
Ztl]ﬂ 250 300
BEpHOKPUTIa KUAIVOPOU ———=

» Mpodik Beppokpaociwv: avénon T amnod tpododooia npoc Lwvn SOCLUETPLaC
N KoL TO AvAodo € MEPLITTWON TTOU EXOUE EvTovn avénon tng
Beppokpaciog ano tnv Lwodn Beppotnta

://www.youtube.com/watch?v=206dqg04V0Ob4



https://www.youtube.com/watch?v=Zo6dqO4VOb4

MRkog (wvwyv Tou KoxXAia
» To pnkoc twv {wvwv Tou KoxAla e€aptatal oo To UALKO

- LDPE Awwvel otoSlaka = To
OUVOALKO UNKOC TOU KOXAL
LLTTOPEL VOL LOOXWPLOTEL OTLC TPELC
(WVEC

- MoAvapidlo (nylon) Atwvel
amotopa =2 Hkpn {wvn
oupmieoncg (Eva povo Brpa tng
€ALKOLC TOU KOYALa)

- PVC elvau bLaitepa evaicbnto
Oepulkad =2 pa {wvn CUUTLEONC
Tou KaAUTtteLl oxedov OAo to
KOG TOU KOYAL
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Rheomex Application

Extruders are generally used to:

= transport material

= plasticize

= compress

= homogenize

= compound

= vent

= chemical reaction

= building up pressure

Therm ThermoFisher
SCIENTIFIC 146 SCIENTIFIC



SCREW ELEMENT COMBINATION
Y
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Direction of screw Powder Additon Direction of flow of materials

- .
Conveying elements Kneading Zone
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Inner Diameter
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kneading mixing element Conveying element



dopa ;
TIEPI OTpO(png AuAaka

TOU KOYAIQ Aldkevo / Méhpa  Ehikwaon
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[MoooTIKA avAAuon TNG PONG O& MOVOKOXAIO EKBOAEQ

EEiowon pong < MapaywyikornTa diEpyaciac

&~ AvdAuon otn {wvn Sooluetploc omou BplokeTal oe
LoOBEPOKPOCLOKH KATAOTOON.

F 5100ep0 LEWSEC L.

“*"H por AapBdvel xwpa o€ pio afadr avAaka.
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PeoAoyik cupuTtrEPIpOPA TN (WVN OOCINETPIOG TOU EKBOAEQ

Tpogodoaia THyuaTog

AKivnTo¢ KUAIVOPO

4 N pon €ivai oTpwTH

4 N pon €ival 1000epOKPACIaKn)

v’ dev napatnpeitTal oAicbnon oTa TolXwuaTta

v’ 10 PEUOTO €ivdl VEUTWVIKO Kal ACUUNIECTO

v ol duvapelc BapuTnTac ayvoouvTal

v’ dev UNapxel pon OTIG KaTeuBUVOEIG x Kal y (v, = v, =0)

4 N pon €ival NANPWC avanTuypevn 23



MnATpa
Hop@oTToinONG

MATPO PJE KUKAIKN OXIOUN
(01GKkeVO dAKTUAIOU)

MnrTpa eubeiag oxXIOuNG

24



Feed hopper
Plastic pellets

" B

[urning screw Barrel

iy \.::;.K“‘\“\':i“\‘ "\‘\“'

Heaters

\

Shapiriwg die

Molten plastic

N\

EExtrUdate

AvVATTTUCN TTiIEONG OTOV
eKPoAEa (Cwvn

o —————————
{ 1
a J
s

#Tubing and p;pe 600'||J€Tpi(]g)’, ME TﬂV
Pl 11000apuoyn TNG MNTPAG

i3 G hHopPoTIoiNONG OTNV

*Smn?:l film 8§060 TOU.

extrucle:

SCREW

Structural parts

\

dic

extrcdate

I)

pressure rise
in extruder

TR \\
LN e
————

in die

pressure drop

; 2

ZETO
pressure

when out

LENGTH




NMoooTtik avaAuon Tng pong otn {wvn OOCINETPIOG OE

MOVOKOXAIO EKBOAEQ

Ac vrtoBeooupe otL otn {wvn dooLueTpiag, ESUTAWVOULLE TOV KOYALO pLECQ

oToVv KUAWVOpo:

To pevoto Bpioketal og eva kavaAl pe Poc H kot mAatoc W kot pnkocg L :

— loobuvaun pe pon Lwbdoug peuotou, e oTaBePO LEWOEG 1, peTaty duo
enimedwv nMopAAANAWVY TTAQKWV.

AUAaKa
TOU KOYAiQ

N N
Yokl il r

AP ZTT7777 777l

26



NoooTik avaAuon Tng pong otn {wvn OOCINETPIOG OE
MOVOKOXAIO eKBOAEa

Exfoiéag r KOXAIAZ

- ExBalho-
- uevo Thyuo

[Ttoon

- , [EGTIC G
Avénen nisong meone ot
o fpe

ooV exPoréu L

Mikog

Mndevikn

N
\
N rrorosrossrros

eAikwang, e

H pon amnoteAeiton amno U0 CUVIOTWOEC:

» Tn pon Aoyw tng kivnong (U,) tng plag emubavelag, pon Aoyw
onwcOéAkovooc (drag flow)

» AvttiBgpevn porn Aoyw tnE Staedopac ieonc mou avamtUooETolL

otov ekBoAea (pressure flow), AOyw tnC mMpooapuoync TNG LATPOG
Lopdomnoinonc otnv €€0do tou ekPoAea

27



Pol Abyw otmrioc0éAkouoag, Qq:

H pon odeiletal otn SLATUNON EVOC pELOTOU AOYW TNC Kivnong
LLLOLG TTAQLKOLG

thikwang, e

28



Pon Aoyw Ttrieong, Qp

extruder H(‘R\li\\'

TR W T
NebnnERe T\
% % %%

pressure risc
in extruder

P BT Y A BT S A AW Y 5T B




2UVOAIKN TTapoxn Q oTov eKBOAEa:
2UvOUaO OGS PONG AOYW
omriocBéAkouocag Q, Kai
pPoNG Aoyw Trieong Q,

pressure

H pon mou avantuoostal LeETOEY
Twv 6U0 MAAKWY OTAV TO Eva
AKPO Eival KATA £va LEPOC
KAELOTO (AOYW TtpOCAPHOYAC TNG
UATpag popdomnoinaong) Kat
QVOTTTUCOOETOL TtieoN:

% H pon Aoyw tnNG auvénong tng
niteong Qp KATA UNKOG TOU
ekBoA€a avtitiBetal otn pon
Aoyw omioBeAkouvoag Qg

Q= Qd_Qp _U HW -



‘EKppacn TG OYKOUETPIKNG
TTAPOXNG HE BAoON TRV ICOOUVANN
PO avAuEoO OTIG OUO TTAAKEG,
AauBavovTag UTTOWN TO YEWHMETPIKA
XOPOAKTNPIOTIKA TOU EKBOALQ

» OewpOoUE OTL N TTAAKA TTOU KLVELTAL
elval N EowWTEPLKN eTLPAVELD TOU
KUALvOpouU Kal o koyAlog eival akivntoc.
H ypapLLk ToxUTNTO Tou KoXALa
epantopevika eivat U, kat oxnuatilel
ywvia ¢ e Ta TolwaTa TNG AUAOKAG
(kata Tov aéova z) :

AUAaka
TOU KOYAiQ

N: aplOuoc otpodwv ava xpovo, rpm

H taxutnta tng mAakag otnv katevBbuvon TR y K ) MéAua
) .

oL aova 7 : \ ehikwang, e
Pl ErrEry

U,=U,cosp=nDNcosdp "~ "




U_ =U, cosd=mnDN cos ¢ W

W +e Brjpo, t W+e= Dmsind

CosS P = . = [P

W =tcosp—e = W = tcos¢
W=z D tan¢ cos - ¢ =
nDsing - € = ntDsIng




ECiowon pong otov eKBoAEa

| H’W AP 1 H’W AP .
Q= —U HW — W —U HW — _ Psmcl)
12u V4 12u L

=0 ] DH"’ AP
Q~—TC D*HN sin$cos ¢ T sin” ¢ —

121 L
Q=0Q,-Q, 8

Mo Sedopevo ekBoAEa Ta ueveen D,

0=AN-c2E

“?

L, H kat ¢ sivar dedopéva:

L: pnkoc koxAla {wvng dootpetpiocg, cuvnBwe L=10-15D



Dopd

Pon Aoyw diappowyv, Q, o o0 Adhgia

TOU KOYAId Aldkevo MéApa  Ehikwon

OL SLoppoEC yivovTal LECW TOU
SLaKEVOUL O pEeTaEL eAlkwoNC
TOoU KOoYAlal Kol Tou KUAivdpou.

Q=Qd_Qp_QL

e N AN S A T S F AT IS IS AN RIS N T S

Mrniopoupe va mapadeipoupe TNV Q; xwplg onpaviko obaipa.

34



0 | nDH’ . AP

Q~—n’D’HNsin¢pcos¢————sin’ ¢—
2 12 L
I. Aev avantiooetal ntieon oto dkpo tou ekBoréa (AP = 0) —»
LEYLOTN TTApoxN QmaX: - TCzDzNHn Ll(I)GUV i

Qmax _Qd :_U HW_

I1. H rtieon sival apketd peydAn wote va epmodilet tnv e€wbnon tou
pevotoU (Q = 0), kar umopoupe va tooppomnrcoupe tv Q4 Kot Qp.

» Emeldn 1o W yla TTOAU LEPLKA THYHOTA ELVOLL
Lueyalo, uropei va avarmtuyxBouv otov
eKBOAEQ e€alpeTIKA UPNAEC TILEDELC.
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NMapapeTpol AsiToupyiag oUuoTAMATOG EKBOANG

] nDH’ AP

Q~—n"D’HNsin ¢cosd—

. 2
SN —
2 12u "7

1. MNigeon €€600u
Auénon Tnc AP otnv kepaAn odnyei o€ peiwon TNS Q yiaTi
au&avel n pon nieonc.

2. PuBuoég mepiorpo@ng (IN) Tou KoxAia

Au€non oTtnv TaxuTNTa NEPICTPOPNC 0ONYEI OE avaAoyikn
au&non Tng pong onioBeAkoucag Q.
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dopa ’
TIEPITTPOQIC AUhoka
TOU I(O)()\IC( Aldkevo / Méhpa Ehikwon
._]i.___ﬁ/' g /1/////{////" /4{///7/// ,V////AQ
¥ 8

D
:';1 Koyhiag
b 4 -

R e AR [LJ ///// W///Z/A

— t—-—->1 \ ‘
| \ \ Ku}uvﬁpog

} lm\f‘/

2. uvoyidovTag ...

Q:Qd_Qp

= | nDH’
Q~—n"D’HNsindpcosd— sin® & —
2 peoso——p TSmO




MATpa poppotroinong (RS

i e

structural parts

MrTpa KUKAIKAG OIaTOUNC [Pl

ExBolgac f KOXAIAZ

 Exfodio-
- uevo Typa

[ltoon
mieong o1

Avénon mieong | :
otov ekforéa pntpa

Mndevikn
TiEGT) OTNY

MnNTpa JE KUKAIKI OXIOUN £Z0d0
(01GKEVO DAKTUAIOU) : . =

APexsonea = APwHTPA
» 2TLc Olepyaoiec popdormnoinonc o ekPoAEac sival
ouvoedeUEVOC UE TN LATPA Lopdommoinonc:
N EKpon Ao tov eKBoAEa eival elopor otn UNTpa. 5




ECiowon pong otn unTpa
MNRTpa KUKAIKARC OI0TOURC

E€iowon Hagen-Poiseuille

Mapadoyec:

> [000epIOKPACIaKEC OUVONKEC

> NEUTWVIKN CUPNEPIPOPA

(Q: oyKOPETPIKOC puBPOC e€EwOBNONC
AP: nTwon nieonc TNC UNTPAc

R: akTiva Tnc uNTpac

L 4: HNKoG TNG KNTPag

I : 1EWOEC THYMATOC

39



EC¢iowon pong otn unTpa
MnTpa pe pop@Pn oXIoCUNG
® Eulcia oxyioun

® KukAIki} oXiounR (0aKTUAIOEIONG)
h: avolyua punTpac
w: NAQTOC TNG INTPAC

L,: HNKOG TNG UNTPAg



Popd ,
mp|0‘|’p0(png AUAGKQ
TOU I(O)()\IC( Aidkevo / Méhpa Ehikwon
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b 4 -
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2X€on KOXAia-uATPOG

q MeyaAn napoxn yia Tov ekPoAea:

n"D’Nhnpdoovp nDh nu gAP

Q= 2

AnaiTei xaunAn nieon otTnv €£0d0.

TAPR*

QMsyc'l)\n napoxn yia Tn uNTpea: Q —_\N_/J

Sul

AnaiTel yeyaAn nieon ornv €i0o®0 TnS, OnAadn oTnv £€000
TOU ekBOAEa.
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2X€on EKBOALA-UATPOG MOPYOTTOINONG

" D'NHnupoovvd nDHnu’¢ AP
2

MNTpa UE KUKAIKO avolyud

MnNTpa pE euBEia oxioun
3 N e
0 wh” AP -
witpag | \
12u L,

Q=

v - . |
},m’l:p(lg 8“ Ld | o (T El'l.iFI-'lir'l.'L:",-'l-'!!-_::

.-____1' ——




XapaKTNPIOTIKESC YPOAMMES AEITOUPYIOG, VIO NATPO ME MOPYPR
OXIOMNG ME OIOKUMAVON OoTO OIAKEVO
n'D°NHnuoovve nDH np’d AP

2 12u L
80

Q=

N=185 rpm

Q

uTpog 12“ Ld

die 1: peuBpavn peyahlTepou TTAXOUC

¢

die 4: peuBpavn AetrToU TTaxoug (QIAW




AgiToupyia povokOxAIlou eKBOAEa
Napapetpot Aettoupyiac os Evav eKBOAEQ:
* Taxvinta neplotpodnc koxAia [N, rpm, revolutions per minute]
* Oeppokpaoiec otic {wveg Tou KUALvOpou Kol otn HRtpa popdormoinonc [°Cl
(Mpoooxn! O ekBoAcac npemnel va mpoUepuavisl nptv tedei o€ kivnon o koxAiac)
* [Mieon tTypotog oto teAoC tou ekBoAéa (melt pressure) [MPa]
* Pomnn (torque) [N.m]

AploTOomoinon MapapETPWY TNE SlEpyaciog
nopdomnoinonc Le LovokoxAto ekBoAEat:

* Tayutnta neplotpodnc koxAia [N, rpm, revolutions per minute]
* MNpodiA Beppokpactiwyv otig {wveg Tou KUAivdpou [°C]
*  Xxedlaopog koxAia (screw) — FrewpeTplka xapaktnplotka koxAta (¢, H, D ....)
* 2xedlaopog untpag (die) — F’ewUETPLKA XOPOAKTNPLOTIKA LATPOC:
(Ly, Ry Wy, Hy)

45



» Peoloyikr) oupBaTtoTnTa

» BaBuoc ouykOAANONG METAEU TWV DIAPOPETIKWY TNYMATWY



T v . v L N
J‘A\x —\ 3\ N\ \l g\\ﬁ_ﬁd )

KoxAiac Taxeiac oupnieonc

47



KoxAiag pe wvn atmragpiwong

1'] GWGEPWOH 2r] anasplwcn

\ \‘“ S }

[Lot TNV ATTOUAKPUVON TITNTIKWY OUCLWV OTtw¢ UdpATLOL, N

akaBapolwv xapunAov popLakou Bapouc

ELSL1KA yLot UYPOOKOTILKA TTOAUEPH): TIPOOPODOUV UYPACLA EUKOAQ OO
TOV aTHOOdALPLKO aEpa =2 Kivduvoc ot eykKAwPLopevol udpatuol othn
LNTPA va SLOYKWOOUV TIPoiov =2 MopwdeC N Kot adbpwdEeC

48



1. ®UAAO amo ocuunoAupepeg moAuotupeviou (PS) mpokettal va popdormnoinbei oe
LLOVOKOYALO eKBoAga, Owapetpou 75 mm. O ekPoléag meplhapPBavel lwvn
amaepiwong petatl mpwtng Kat devtepng (wvng dooluetpiog, pe Ta akoAouBa
XOLPOLKTNPLOTLKA YLOL TOV KOXALQL:

Mowtn {wvn dootusetpioc: pAKoC 250 mm, Baboc avAakac 4 mm

Aeutepn (wvn dootuetpiac: pnkoc 500 mm, Baboc avAakac 6 mm

H vywvia eAikwong tou koxAla kat otic dvo lwveg dootuetpiac sivat 17.7° n
Toxutnta meplotpodpnc tou kKoxAla 40 otp./min kat n Oeppokpooia eival
puBuopevn otoucg 230°C.

H nmapamdavw owataén ekBoANC XpNOLUOTIOLELTAL YOl TNV Ttopaywyn G PE TN
Xpnon UNTPag enimedng oXLoUNG, N omola €xeL mAatog 1 m kat pikog 10 mm.

Na uroAoyloBel to avolypa tng uNTpoc ekKBoAnc tou AL, To omolo amotteltal
ylLa TNV LKOWVOTIOLNTLK AELTOUPYLOL TOU CUCTHUOTOG EKBOANC.

To L&wdec Tou MOAUHEPLIKOU THYHaTOC va BewpnBel 250 N's/m?2.

*Na avapepdouv ot napabdoyéc ou Ja yivouv yla thv eniAluon thc doknonc.

Zwvn AT piwang
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(1) Aedopeva:
I. MovokOxAIoC ekBoAeac

D:75mm  N: 40o0tp/min  ¢: 17.7° e: 7.5mm  p: 250N's/m?
11 Zwvn dooiyeTpiac L;: 250mm  H,;: 4mm
2" Zwvn doaipeTpiag L,: 500mm  H,: 6mm

II. MATpa popgponoinanc PIAY
w: Im L, 10mm
ZNTOULIEVA:

To avoiypa Tne unTpac h

Nou IKavOMoIEl TNV OUAAN ,
AeIToupyia TnG d1aTagng?

Tension F

Zwvn amaEpiwong

L AT A
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11 dwvn
SOOIUETPIaG Ql Qd,l _Qp,l

U_ =7nDN cos ¢

y = &0075-40  177°-0.1497m/s

’ 60
W=nDsm¢—e=m-0.075sm17.7°—
W =0.0641m

0.1497-0.004-0.
Q,=Q,, = 030 00041 1 92x10"m* /s

0.0075 =

— ZWvn amoEpiwong

a /a 1 t A ) N
ﬂL vj mi,[_




gj)o(?\:ﬂiq Q, = Qd,z - Qp,2 =Q, = 1.92x107°m" /s

U, =0.1497m/s

Qu, = %U H,W = 0.1497- 0'206'0'0641 —2.88x107m’ /s

H°W AP . (0.006)°0.0641- AP

= SIN @ =
N 12u L, ¢ 12-250 0.5

sinl7.7° =

2.806x10"*APm’ /s

1.92x107° =2.88x107° —2.806x10 AP =
AP =3.42x10°Pa




QsKBoKéoc — Q Un TP

3 1-h°3.42x10°
_Whe AP ) 90x107 = =
12p L, 12-250-0.01

Q

X :£1.92x105 .30

1/3
VTR ) —h =5.52x10"m
LLX




Hopper Stnpping roll Wind
; 9 Film de Ty
Surfiace .

{_)

‘o009

Extruder u| treatment
\ 1[4 ~a®
/ o l

-
o lo 00
Air Chill Edge tnm  Thickness

knife  roll  shiter scanming system

Polymer melt |

Chill roll

Tension F




2) 200TnNUa HOVOKOXAIOU eKBOAEQ £XEl KOXAIO LUE TO AKOAOUBO XAPOKTNPIOTIKA:
BaBoc avuAakag 6.3 mm, TTEApa eAikwong 12 mm, dIApETPOC KUAivopou 120 mm,
unkog dwvng doaolpeTpiac 400 mm, ywvia eAikwong 17.7°.

2T0 TTapaTravw cuoTtnua ekBaletal ABS otoucg 190°C e TaxutnTa TTEQICTPOPNGS
Tou KoxAia 60 RPM.

a) XpnoigotrolwvTtag 0edouéva yia To ICWOEC aTrd 1o dITTAavVO diaypauua, va
KATOOKEUAOOEI ypAPnNUa TS OYKOUETPIKNG TTAPOXNS £€O0O0OU 0 ouvAPTNON ME
TNV Trieon AP trou avatrtuocoeTal otnv {wvn d0CIUETpIag, yia TIuEC AP atro 0
uExpl 10 MPa.

Na yivel n mapadoyxr o1abepou 1EWOOUC e TIPOTEYYITTIKA TIWI TTOU AVTIOTOIXEI 0TO pUBUO
OIATUNONG TTOU ETTIKPATEI TNV AUAAKA TOU KOYAIQ.

B) MNa tnv TTapaywyr cwAnva ammé ABS xpnoiuoTrolEiTal unTea Jop@oTroinang
ME Ta akOAoUBa xapakTnPIoTIKA: dIAUETPOG 150 mm, didkevo 2 mm,

MAKOG 20 mm.

Na kataokeuaoBei To dIaypappa TNG OYKOPETPIKAG TTAPOXNS £€0O0U TNG UATPAG
o€ ouvapTnon pe Tnv rtwaon Trieong AP, yia Tiuéc Q petag 0 kai 2x10-4 m3/s.

[0 10 1EWdEC Tou ABS aTouc 190°C va xpnaipotroin@ouv 1a dedopéva Tou diaypAuNATOC, UE TV
TTapadoyr aTaBePC TIUAG TTOU AVTIGTOIXEI OTO UEYIOTO PpUBUO dIATUNONG.

Me Tn Xprion Twv ypaenuaTwy atro ta epwTtruara (a) kai (B), va utroAoyioBei 10

OnMEio AEITOUPYiaC TOU CUCTANATOG EKBOAEQ-UATPA HOPYPOTTOINCNG CWARVA. .



D:120mmJL:400mm ¢ :17.7°
Qrporca = f(AP)

AP :0—-10MPa

W=mDsm¢p-e=mn-0.12-51n17.7°-0.012 =
W =0.1026m

U_ =nDNcos¢ = r:0.12-60 cos17.7=0.3591Im/s

60
1 = 0.3591-0.0063-0.1026

=1.161x10"m’ /s




U

V4

©0.3591
H  0.0063

u=2371Pa-s

=57s”"

Y =

0.1026-(0.0063)° -0.304 - AP

IEwdec (N's/m?)

10" |-

10

ABS orouc 190°C

1 03.375

107, L [

(6.852x107°AP)m’ /s

Q, =

12-2371-0.4

Q=Q,-Q,=(1.161x10"" - 6.852-10 " AP)m" /s




1.2E-04

1.2E-04 €
1.1E-04 |
1.1E-04
1.1E-04 i , .
Mpappn AsiToupyiag eKBoAEa
1.1E-04
1.1E-04
1.0E-04

1.0E-04

1.0E_04 » '] » '] » I » '] » ']
0.0E+00 2.0E+06 4.0E+06 6.0E+06 8.0E+06 1.0E+07 1.2E+07

AP (Pa)

Q=(1.161x10* —6.852 -10 " AP)m’ /s




2B3) D:150mm @ h : 2mm

AP = Q00 Q:0—-2x10""m" /s
_wh’ APl — D =7-0.15=0.4712m

12;4 L,
12uL,Q
wh®
12-0.02-n-Q
0.4712-(0.002)°
AP = 63.66x10° - Q BT

L, :20mm

AP =

Lo 0Q Y o R _318x10°Q
v T wnz | 0.4712-(0.002)
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2[p)

2

7. =3.18x10°Q

[ p& Q
paenu

_/

AP = 63.66x10°pQ

V

Qx104 (m3/s) 1.0 1.5 2
Vo 318.3 477.5 636.6
1 794 596 501
AP (MPa) 5.055 5.691 6.378

G]0)



1.51E-04 | n
1.47€-04 }
1.43E-04 |
1.30E-04 |
1.35E-04 f

—1.31E-04 |

2127604 |

Ei2e0s |

O 1.19E-04 |

1.15E-04 ¢ -
1.11E-04 A 4

| - |
1.07E-04 }
1.03E-04 L 2nueio Asitoupyiag

9.90E-05 } A
9.50E-05 - ] - ] - ] - ] - ] - ]
1.0E+06 2.0E+06 3.0E+06 4.0E+06 5.0E+06 6.0E+06 7.0E+06 8.0E+06

AP (Pa)

AP =35.21MPa

|

Q=1.13x10"*m" /s
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Em@aveia KuAivdpou

> JUvApTNON KATAVOMNC TOU XPOVOC NApaPoving oTov ekBoAEa

» 2UvAapTnon KAatavoung TnG Trapapoppwaong

64



Kivnon peuoTtoU oTtn {wvn HETAPOPAG TYMOATOG

XapnAf mieon METpia Trieon Yywnhn Trieon
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f Em@daveia kuhivopou

e N N N NN NN T F=1

T e
b 2% koxAia

\EO

DAY

u, =E+3§(1-§)—

t(c) =

/ 3E — 14341+ 26 -3¢ 2_

3U,(1+Q, /Qy)sin dpcosd | e[1—& +/1+2¢ —382] 3

o,

EAGYIOTOC XpOVOC NAPAPOVNG OTOV €KBOAEQ:

H

£=2/3N OwpaTidla TOU PEUaTOU, OEV £XOUV GUVIOTWOA

Tax0TNTag oTNV X-KaTEUBuvON

w

3 i 3Z

t,=

N

2U, (1+Q, /Q,)sindcosd  2U, (1+Q, /Q,

—_

ZXETIKOC XpOVOS TTapapovig t(&)/t,

o

14N
Yj
—— d
=
0 0.8 1.0
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MovokoxAiog eKBoAéag (single screw extruder)

© MAeovekTrpata

e XapnAo KOOTOG

* AmAOC oxedlaouog
e Afloniotia

$ MelovekTipata
* Y& KATIOLEC EPAPUOYEC N LKAVOTNTA OVAULENC
dev elval LkavormoulnTikn
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AitAokOxAIog eKBoAfag (twin screw extruder)

Ny

v' BeEATLwWHEVN LKOWVOTNTO QVOLUELENC

v MIKPOTEPOC XPOVOC TIOPAHOVHC —> Oepposualodnta UALKA
v' Auénpévn mopoxn o€ XOUNAEC OTPODEC

68



AITTAokOXAI0G eKBOoA£ag (twin screw extruder)

XpnotuomoLeitol Kupiwe yia: eKBoAn mpodiA kal
avapeen (compounding)
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Avapeign pe diaotropd

Dispersive
Mixing
Break up of
agglomerates and
aggregates

AvAMEIEN ME KOTAVOUR

Distributive
Mixing
Distribution of
primary particles




AlaoTtropad (dispersion) kai katavopur (distribution) TTpoocBETWYV
OTEPEWV CWMPATIOIWY) OTN MAla TOU TTOAUNEPOUG

Th—

AlaoTtTopa

LA S
€ % *

GOOD NSTRIBUTION

GOOD [NSPERSION : BAD DISTRSBUTION  GOOD INSPERSION : GOOD DNSTRSSUTION



Avapueign (Compounding):

Avapeign TTpooBETWY PE TTOAUUEPN =2 TTapaywyn masterbatch
TWV TTPOCBETWY OTO TTOAUPEPEC O0€ uWnAr ouykévTpwon (10-30 %)
(ouvNOwg oe dIKOXAIOUG EKBOAEIG)

Apaiwon masterbatch ue moAupepéc 2
HEOW EKPBOANC (UOVOKOXAIOC EKBOAEQC) =
€MOUPNTH OUYKEVTPWON TrpQGGéTou OTO TEAIKO TTPOIOV

o
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OuOoOTPOPOI KAl ETEPOCTPOPOI

Twin-screw extruder versions:

Co-rotating Counter-rotating

Thermo ThermoFisher
158 SCIENTIFIC

NTIFIC




AitAokOxAIog eKBoAfag (twin screw extruder)

Resin
Hlow

D, / D; » Diameter ratio

determines shear, dagassing and h'] ater | d I Pd( ll

powder intake

Md / a® = Specific torque
determines power density and filling
I

OudéoTPOWOUC ' ke

a = Centerline distance

® To UALKO peTadEPETAL ATIO TOV £vVa KOXALOL 0TOV AAAO KAvVOvTOC TO oXAua 8.

® MeyaAutepn emadn He Tov Bepuoavopevo KUALVSPoO.
® KaAUtepn avapelén.

® KataAAnAn dwataén ylo BeppocsvaiocOnta VALKA, SLOTL TO UALKO e€wBeitol
LEOW TOU eKPOAEQ TTOAU ypryopa.
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ETEPOCTPOPOUG
To UALKO SlaTEVETAL KoL CUMTILELETOALL.
Mukpn moootnTa ToU UALKOU TtepvA HETAEL TwV OU0 KOXALwV.

To CUCGOWPEUMEVO UALKO METAPEPETOL KATA LNKOC TOU EKPOAEQL.

Resin

tHlow

Material

Ll € bank
¥

Matenal path
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OuooTtpo@ol & ETepoOoTpO@OI




2UUTTAEKOUEVOUC (intermeshing)

O1 OnEeipeC TOU EVOC KOXAIQ EI0XWPOUV
oTNV EKYAUQN Tou aAAouU KoxAiaq.

(a) ZuleukToug (conjugated):
TO PEYAAUTEPO PEPOC TNG EKYAUPNG
kaTaAaupBaverar ano Tnv
£l0¥wPoUCa orneipa

(b) AguleukToug (non-conjugated)

E@armrTtopevoug (non-intermeshing)

O1 OnEipeC ToU EVOC KOXAId EpanTovTal
LE TIC ONEIPEC TOU AAAOU KOXAIQ.

7



E@atrTouevol (non-intermeshing)
KOl OUMTTAEKOMEVOI (intermeshing)

Counter-rotating Co-rotating

1144/

[ «'(-}, () non-

|
/

~ BE R e e ~ intermeshing 3
£\ e
WA D A h




EpyaoT. “TexvoAoyiag NMNoAupepwv’:
AIKOXAI0G eKBOALOG O OeIpa PE AOUTPO YUENS KOl KOKOTTOINTN
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Haake PTW 16

* [TapAGAANAOI OMOOTPOWOI, CUNTTAEKOMEVOI
KOXAieg (parallel co-rotating intermeshing
sScrews)

* ZuvdpMoAoyoupevol KoxAieg (segmented screws):
- TUAMATA PeTagopAg (transporting elements) kai -
- THQUaTa avapeigng (kneading elements)

XAPAKTHPIZTIKA

- L/D=25:1 (L=400 mm, D=16 mm) jfve"

- MnTpa KUKAIKAG BIATOUNC: |
OIAUETPOC 2 mMm

- Auvartornta = 200 g — 5 kg/h




Tunuara petagopac (convey elements):
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TunuaTta avapeigng
(kneading/mixing elements):
TTPOKOAAOUV I0XUPEC by iy
OIATUNTIKEC TACEIC (—avAueien) Pji

T

EI0IKG TUAMATA VIO NTTIOTEPEC
OIATUNTIKEC TAOEIC
(TroAuuEPN €uaiocBnTa o€
OIATUNTIKEC TAOEIC)




EIDIKEG epapHOYES TNG EKBOARGS
2tn poppokofLopnyovio yia TV mopooKEUR CUGTNULATWVY
eAeyXOEVNG ATTOSEGLEVONG:
Mo tn Slaomtopd TtNE SpaoTkNG dapUakeUTIKAC ovaiag (API) og
KatdAANAo toAupepko popea (hot melt extrusion, HME).

Mropei va ypnaiuormoin@ei ag auvouaouod ue 3-D ekrumwaon.

DESIGN

' HOT-MELT EXTRUSION PROCESS ? ~
eS8 S M —
™ ? \ g/ L LI -

PRINTING

DOSAGE FROM 3D PRINTING
OUTPUT AS DESIGNED
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Ei10IKEG epapHOYES TNG EKBOANG
Texvoloyiec NMNpooOetiknc kataokevun¢ (additive manufacturing)
Texvoloyia evanwBeonc ocuvtnypEvou uALkov (Fused Deposition

Modeling, FDM), n Kataokeun ouvtnypevou vauatoc (Fused Filament
Fabrication, FFF)

Polymer 2" Filler/additives

Mapaywyn tTou

ckBorr EEEE) | VIV,

B 0.2 A5 TA. SR AN A8 45, 62 58 G040, 05 45
Extruder




EIDIKEG epapHOYES TNG EKBOARGS

Xpnon wc¢ aviidpaoctnpac yLol TNV nPoyoTonoinon avitdpacewv
(Reactive extrusion, REX):

MAgvpikn tpododoacia otov ekBoAEa pe aviAlo Twv avTdpwvTwyv
OUCLWV ylo avtidpaon UE TO TIOAUUEPLKO TAYUQL.

XpNOLUOTIOLELTOL KUPLWCE YL TPOTIOTIOLNCN TIOAULEPWV.
iPP/MAH DCP EDA

o AW V0D g A T g D A T s

SRALLERL LR R LIIGLILIE S REL R LR DR LR LR L RLIIALIE LR LR ER AR LR LR R R DUUUDIE AR LR LR LR LR LY L ILIIIERNANTTLLTLLAYS

Reaction 1 Reaction 2
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BiBAioypagia

“2nuelwaelc Tou pabAuaroc Auvaikéc Mnyxavikeg [d10tnNTEC YAIKWV-
Peoloyia” ato HELIOS, Keg. 2

Further reading ....

1. J. Vlachopoulos, N.D. Polychronopoulos.“Understanding Rheology of
Polymer Extrusion”, Chapter 6.

2. K. avayiwrtou. “oAuyepr): ETiatiun kai Texvoloyia®, Ekd. Zipwvn
2023, Keg. 20.1
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