Ap. N.M. Bockefocvidns EISATQTH (;'rzg Karepyooicg
8: SVTKOMHTEIZ

8. XYI'KOAAHXEIX

8.1 Ewoayoywa ctoysio

Me tov 6po cvvdéoelc (joining 1 fastening) avagepopacte oe moALAPIOLES
peBddovg OV YPNOILOTOIOVVIA Y10 VO EVAOCOLV Kol VO HOPPOTOUOOVYV GE EVIOIO
oUVOAO EMUEPOVS TERAYW, €&opTRuata, omdpTio KA. Ymapyovv O14¢popol TpoOmol
ta&vopunong Tov Heyaiov apfpod tov pHeBodwv oivdeoms, OL®G o TpdT BepeAiokn
KOTNYOPLOTOINGT  OvVOQEPETOL  OTN  OldKplon  UETOED  uetodlovpyikwy  oovoéoewy
(CLYKOMNGEIS)  KOL  unyavikwyv ovvoécewv (MADOCEL;, KOYAMMGEIS, GLVOECELS
ovvapuoyng/mieong k.Am). Ot cuvdécelg dlakpivovton eniong o€ uoviues (U AVOUEVEQ)
Kot Avdueves. O1 GUYKOAANGELG KOl 01 NADGELS VIKOVY GTIC UOVILEG CUVOECELG EVD Ol
KOYMMOOELG OTIC AVOUEVEG CUVOEGELG.

Kotd ocduPacn, ot xoylwoelg kot o1 nAdcelg e&etalovtol 6To TAMIGIOL NG
YVOOTIKNG TePLoyng (Kon tov padnpatog) tov Ztotyeimv Mrnyoavov. Ot cGuyKoAAGELS,
LEe £UQaoT OTIG CLYKOAANGELS THENG eEeTdlovTal 6T CUVEYELQ.

Mio (molotikn)) cOykpion Tov KOpLOv UeBOSOV GUVOEONC UE AVOEPOPA OTO

YOPOKTNPLOTIKA Ko TIG SuVATOTNTEG TOVG Tapovotdletor otov Ilivaxa 8.1.

Mivakag 8.1: ZUykpion Twv KUPIWV PEBOdwY GUVOEDNG.
(mpoéhevon: Kalpakjian and Schmid, 2003)
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METHOD QO ¢ aJ - & w > o
Arc welding 12 3 1 3 1 2 2 2
Resistance welding 1T 2 1 1 3 3 3 3 1
Brazing Tt 1 1 1 3 1 3 2 3
Bolts and nuts 12 3 1 2 1 1 1 3
Riveting 12 3 1 1 1 3 1 2
Fasteners 2 3 3 1 2 2 2 1 3
Seaming, crimping 2 2 1 3 3 1 3 11
Adhesive bonding 3 1 1 2 3 2 3 3 2
Note: 1, very good; 2, good; 3, poor.
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8 SYTKOMNHETEIZS
Aéyovtag ovykOAAnom evvoovue T uéBodo, katd tnv omoia 600 VAIKA, cuviBmg
UETOAND, GUVOEOVTOL LOVIUA UETAED TOVG HECH TOTIKNG TPOCPUGTG, TOL EMTVYYAVETOL
HE KOTOAANAO cuLVOvOoUO Oepuokpaciag, Teone Kol UETOAAOVPYIKOV GUVONK®V.
Enedn] o ovvdvaopog Beppoxpaciog kol mieong Pmopel vo KOPOIVETOL amd LYNAR
Oeppokpacio pe kabBolov mieon pExpL vynAn weon pe yoapmAn Oepuoxpocio, 1
ovyKOAANoN pmopel vo emtevyBel pe peydAn mowido cvvOnKdv, HE OTOTEAECA
ONLEPO VO XPNOIHOTOLEITAL gVpvTATA OTN Propnyavia &vog peydlog aplBpoc pebodmv

ovykOAAnong. O1 o oNUavTIKES omd avTég mapovotaloviatl 6to Zynpa 8.1.

2xAua 8.1: MéBodol cuyKoAANoEWV.
(TrpoéAeuon: Doyle et al., 1985)
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8 SYTKOMNHETEIZS
Ievikd, ot puéBodol cuyKOAANGNG TV UETAAA®Y pmopodv va. taivounbodyv oe mévte
OMAOEC:
o) XvykoiMjoelg ™éng (fusion welding), 6mov mpocdidetar OepupoTnTo 6TOL VIO
évoon pétario péxpt va ocopPel t&n, evod, ocvvnbwg, mpootiBeton otV mEPLOXN
ovvdeong (mpdcbeto) TNyHEVO GUYKOAANTIKO VAKO. Agv amouteiTon 1 EQOPLOYN
e€mTEPIKNG TlEoNC. XTNV KOATNyopio OUTH OVAKOLV, HETOEL GAA®V, 1M MAEKTPOGLY-
KOAAN o™ TOEOVL e NAEKTPHS10, | GLYKOAAN O LE 0EPLO, 1] GUYKOAANON pe laser K.AT.
B) XvykoAinon pe niextpiki avriotaon (electric resistance welding), 6mov npmta
mpocdideTtar Beppomta pe tn Porfela MAEKTpIKOD PEOUATOG OV SlomEPVE TAL VIO
évoon pérarda (pavopevo Joule) ko petd epappoleron eEwtepikn micon. H Aeyopevn
ovykOAANon katd onueion (mAekTpomdvta) €lval o SLOOESOUEVI] TEXVIKY TOL
EVIAGGETAL G~ QTN TNV KOTNyopia.
v) ZvykoAinon oe oteper] @don (solid-phase welding), 6mov spapudleror eEmtepikn
mieom yopig mponyoduevn TEN TV VIO GUYKOAANGT| UETAAA®V, €KTOG OO €va, TOAD
AEMTO OTPOUO. KOVTE OTIS EMPAVEIEG GVYKOAANOoNG. H cvykdiinon pe tpin wor 1
GLYKOAANOM LE O18(LOT OTOTEAOVV TUTIKES TEXVIKEG OVTNG TG KOTNyopiog.
0) Etepoyevig ocvykorlinon 1 évoon oe vypn - otepen @don (liquid — solid phase
joining). Xtnv mepinmtwon ovt) ta vad évoorn uétodda Beppoaivovtal péxpt va
amoktnoovy Bepuokpacion Ayo pikpotepn tov onueiov TENG TOVE KAl GLYYPOVOS
TPooTifeTal S10PopeTiKd HETAAAO (YounAoTEPOL onpeiov T™ENG) o€ VYPN KaTdoToo,
€Tol ®ote petd TV amdyvén va dnpiovpynbel Evoon oe otepen KATAOTOOT. €2
TOPOSEIYHOTA  OVOQEPOVTOL T ETEPOYEVNG  OLYKOAANMGOM pe  QAOya  (Ty.
KOGGITEPOKOAANGT) Kol 1] EMOYDYIKT] GUYKOAANOT).
€) Xuykoiinoen pe wkorhia (adhesive bonding), 6mov 1 évoorn emtuyydveTal g
OTOTELEC LA TNG LOPLOKNG EAENG HETAED T®V TPOG EVIOT| EMMPAVELDY KoL TG KOAAAS.
Emonpaivetal 6t 67 éva tupa g 0oKung teXvikng PipAoypapiag yproionoteitol
pio kotd tu dapopetikny tasvounon. Ot ovykoldnoels thHéng amoTteAoDV TV TPOTN
KOpleL opdda ko dwakpivovtor g 600 KOPLEG VTO-OUAdES, OVOAOYO LE TN (UGY] TOV
OLYKOAANTIKOD VAIKOV, GE GVTOYEVEIG, OOV 1) KOAANGN KOl TO GUYKOAAOVUEVO TELAYLOL
gtvar omd 10 1810 1 TOPOUOI0 VAIKO KOl TIG ETEPOYEVEIG, OOV TO LAKO KOAANGNC Kot
avtd TV  Tepayiov eivar Sapopetikd. Ot vmolowteg (LeETOAAOVPYIKES) HEBOSOL
OLYKOAANONG &VTAGoovVTal oTn Jg0TEPT KOPLL OUGOO, TIG GVYKOALNOEIS TAOGTIKNG

wapauoppwaong, PrAémne evoektikd Doyle et al, 1985 o1 to Zyfqua 8.1.
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8 SYTKOMNHETEIZS
Mo vo emitevydei Tpdsuon petal&d 600 HETOAAIKOV EMPAVELDY, TPEMEL VO VITAPYEL
KOTAAANAOG GUVOVACUOC EMOPKOVG YEITVIOONG Kol dPAGTIKOTNTOG METAED TOV TEUA)IOV
7oV B0 GVYKOAAN OOV, MOTE VO GYNUATIOTOVY KO1voi peTaAAkol deopoi. TTeplopiotikol
TOPBEYOVTEG GTNV TEPITTMOOT ALTY €ivat:
» ouvnbeic avopolieg ToV eEm@avel®y mov Ppiokoviol o€ exapn (TpaydTNT),
» otpopoto o&ewiov N EéEvov pOntov, OTmG ). LETOAAIKA ETLPAVEIOK(H ETIGTPOUUTO
» AEMTO GTPOLLO ATOPPOPOVUEVOV 0EPIOV GTNV EMPAVELD TV 0EEBIMV.
H tpoyvmta emodveiog eovdetepmveron eite pe emiPoin SOvaung mov TpokoAel
TAOGTIKY] TOPAUOPP®OT] TOV OVOUOADV, €ite pe T™EN Tov V0 EMPAVEI®V. XTIg
OLYKOAANGELS OTEPEAG KATAOTAOTNG, TO CTPOUATO TOV POTMV ATOUOKPVUVOVTOL GLUVHB®G
HE HNYoviKO M UKo Kobopiopd Tpv TN GUYKOAANGN. XTI GLYKOAANOELS THENG Ot
POTOL ATOLLOKPOVOVTOL LE KATAAAN A ynpikd avidpactiplo. [evikd, o kabapiopdg tomv
EMPOAVEIDV TPV TNV CLYKOAANOT, ov kol emPondntikdg dev apkel, omdTe TPEMEL VoL
mpoPrepBel n amopdkpvvon TV CAAOIOUEVEY oo TIG akabapciec AETTOV GTPOUATOV
VAKOD amd T 6o T PEB0S0 TG GVYKOAANGNG. AVTO EmTLYYAVETOL e TN BonBgia Tng
ANHIKNG dpdong g okovng (flux) 1 tov ektofevcewv (spattering) Tov MAEKTPIKOV
t6&ov. Tlpémer va AneBel emiong pépyvo yio vo amo@evyfel 1 emovadnuiovpyio
OALOIOUEVOV  OTPOUATOV amd T dpaoT TOVv aTHOoEUIPIKoD aépa. o TV amoevyn
QUTAG TNG YNMWIKNAG oAlolwong ypnollomolovvTal ddpopa UESa, Om®C 1M YXPNoM
TPOCTOTEVTIKNG OTUOCPALPOS adpavolg aegpiov 1 1 e&aépmon g emEvovong TV
NAEKTPOSI®V OV OMUIOVPYEL TPOGTATEVTIKO VEQPOG Y10 TO TNYUEVO UETOAAO, OO TOV
nepipadirovto aépa. EmmpocOeta, eivar duvarn 1 ektéleon TG GLYKOAANGONG «EV
KEVOY.
Ivetoar @avepd 6Tl o1 ddpopes HEB0SOL GUYKOAANONG SAPEPOVY GNUAVTIKA Ol LOVO
O0TOV TPOTO TOL GLVOLALOVTOL KOl EMTVYYXAVOVTOL Ol KOTAAANAES Bepuokpacio Ko
mieoT, aALd S10QPEPOVY OKOLO KOl OC TPOG TNV TPOCOYN TOV TPEMEL VO dIVETAL GTNV
KoBapOTNTO TOV UETOAAIKDOV ETPAVELDY TPV TN GUYKOAANGN TOVC, KaOMOG Kol oTnV
mBovi ofeidwon N puTavon TV Tepayiov KoTd T SdpKeEl TG oVYKOAANoNG. "Otav
ypMNoloTolovvTOL LYNAEG Bepuokpacies, To mepioodtepa UETaAlo  emmpedlovrol
dVOUEVDS, PAIVOUEVO TIOV YiveTon gviovotepo edv cvuPaivel ko ™En. Emmpocheta 1
UETOAAOVPYIKT] SOUN KOL Ol UNYOVIKES 1010TNTEG TOV UETAAAOV ennpedlovtal -cuviiBmg
dvopevac-and TN Béppavon kot Yyoén mov cuvodevovy TIG TTEPIGGOTEPES LEBODOVC

OLYKOAANOMG KOl 01 EMOPACELS AVTEG TPEMEL VoL AapPdvovtal GoPapd voyn.
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SUVOTTIKG, Yoo TNV  emitevén  «kolmvy, ONAdN AEITOLPYIK®V, GLYKOAANGE®MV
amortoHvral To akdAovBo:

eMapKNG TNyN Beppotrog ko wisonc,

. péca Tpootaciog 1 Kafapiopov Tov LETAALOV,

. LEGO ATOPLYNG N TEPLOPIGLOV TOV SUGUEVAV LETAALOVPYIK®OV OPAUCEMV,

. opOn emroyn/poBpion OA®V TV AEITOVPYIKOV TOPAUETPOV TG CUYKOAANONG.

IF’EQMETPIA XYNAEXHX
Awkpivovior mévte Pooikol yeopetpikoi tomol odvdeong (joint types) peto&d 60O
peAav, Préme Zynquo 8.2.
. YHvdeon kotd cvpPoAn (butt joint)
. I'oviaxn obvdeon (corner joint)
e  X0Ovdeon T (T - joint)
. Yovdeon pe emkdivyn (lap joint)
. YHvdeon kotd axpn (edge joint)
Kd&0e évag amd T0Ug Topumave YEOUETPIKOVG TOTOVS CUVOEGNG UITOPEL TPOPUVMS VoL

viomomOetl pe didpopeg pebdSoVg GLYKOAANGTG.

2xAua 8.2: MewPETPIKOI TUTTOI CUYKOANACEWV.

H 6féon omov mapovcidlovior o1 poQég TV GUYKOAANCE®MV, GE GYECT WE TOV
oLYKOAMN T €xel daitepn onuocio S10TL emnpedlel TNV TEYVIKY EKTEAECT TNG
ovykoAAnong. Ot Bécelg ouYKOAANGNG Kot 01 GUUPBOAMGHOL TOVG EIVOL TLTOTONWEVOL,
.y xatd ISO 6947 (1990). H ovopoatoloyia tov kuplotépov Bécemv cuyKOAANONG

mapovctdletal oto Zynua 8.3.
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a:  opuoévtia GuYKOAANON d: opooiaia petomikn cuykdAANon M YEIGO
b: eminedn petomaio cuykoOAAnon e:  opolaict GLYKOAANGN 1 OLPAVOC
C: HETOMKY GLYKOAANON fi  xotaxdpven GLYKOAAN O

2xAua 8.3: OvopatoAoyia BEcewv OUYKOAANONG.

8.2 Avrtoyeveic cuykoAloelg TENG

H anyn Bepuodtrog otig avtoyeveig ouykoAdnoelg ™éng eivan éva, amd to akdiovba:
NAekTpiKd 100, PAOYO 0&uydvov-aceTLUAIVING, 0éoun nAekTpoviov 1 aktiveg laser. 0
appog (paen) mov TpoKeTal vo, cLYKOAANOEL Tpémel va mpogTondleTon KatdAinia. H
ny" OeppoTnTOg XPNOUEDEL Y10 Vo, THEEL EITE TO GUYKOAAOVUEVO UETOALO GTNV TEPLOYN
™G oOVOEoNG, €iTE Kol TO CLUYKOAANTIKO VAIKO LEGO OTNV OOVOEST). XT1 GLVEXELN

TOPoVGLALOVTaL 01 ONUOVTIKOTEPES HEBOSOL GVYKOAANONG e TNEN.
8.2.1 Xvuykéiinon pe eroya agpimv (oxy-fuel gas welding — OFW)

O 0pog ofvyovokOAANOT €xel emKpOTAOEL Yoo T HEBOSO GLYKOAANONG e
xPNon eAOYaG VYNANG Bepuokpaciog amd Ty Koo e0QAEKTOL agpiov kot 0&vuyovov.
H pAdya eivon 1 amapaitnn mnyn Oeprotnrag yo v TN TOL HETAAAOV GTNV TEPLOYN
g oOvoeonG. ¢ aéPLo KANoNG ¥PNCILOTOLEITOL KUPIOE 1) ACETVAIVI AOY® TNG LEYAANG
Bepuokpasiog eroyac (~ 3100 °C) kot tng 0KoANG PLOouN OVIKNG TAPUCKEVAG TNG, EVGD
OTOVIOTEPO. TO VOPOYOVO, TO HEBAVIO, TO TPOTAVIO K. 0.

H pébodog avamtdybnke otig opyéc tov 20°° awdve kol ypnoipomoleiton
€LPVTATA Y10l TI] GVYKOAANGT KOl KOTH EAAGUAT®V KOTO TNV KOTOOKELT KOl GUVTIPNOT)
apUOEOUATOV, OOMK®OV HETOAMKOV KOTOoKELOV Kot mAoiov. Eeoapudletar ota

MEPIOCOTEPO. GLONPOVYA KO U1 LETAAND, o€ eEAdopaTa miyovg pueypt 30 mm. ITapd v
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8 SYTKOMNHETEIZS
aApaT®mOT e£EMEN TV NAEKTPOGLYKOAANGEWDV 1| 0&VyovoKOAAN o «dev €xace v atia
NG» KOl O€ OPIGUEVEG Bempeitol TPOTIHOTEPN amd TNV NAEKTPOGVLYKOAANGN (AemTd
EAACHOTO, GOANVES, ETLOKEDT] YVTOCIONP®V EEAPTNUATOV K.0L).

To kavoo aéplo (acetvAivn) Satnpeitor vd mieon (~15 at) oe QuIAn pe
op®ddN pala axetovng kat oe Oeppokpacio 15 °C. To o&vydvo amobnkedeton eniong oe
YOAOPOVT PraAn vd mieon (~150 at). H avauén tov o&uyovov (O,) pe v acetvrivn
(CHy) yivetaw o100 dowAd 1 kowothipe kot 1 QAOYo aceTVAIVIG-0&UYOVOL TTOV
onuovpyeitor glval TPIOV SAPOPETIKOV TUTWV, OM®G ovinteitor o1 cvVEKEL,
avaAoya pLe TNV avaioyio 0EuYOVoL Kol AGETVAIVIG.

Ta xvprotepa oTadIO TNG GLYKOAANONG LE PAGYO aepioVv gival Ta akdAlova:
» Tlpogtolpocio TV aKUOV TOV EAACUATOV Tov Oa GUYKOAANO0VV Kol GUYKPATNON
auTOV otV emBountn BEon L ¥P1oN GOYKTIPOV Kol 1010GVGKEVDV.
» "Evovon kon dtoetnpnomn g eAGYoG.
» Mertokivnon kat éheyyog 0€ong g eAGYaG Kot TG pafdov Tpodchetov VAIKOL KaTd
UKOG TNG GVVIEONG.
O amapaitmrog eEomMopndc nepriapfavel, PAéne Zynua 8.4, Ta akdlovba:
o Di1dAeg 0ELYOVOL KO AGETLAIVIG.
o MoavoueTpikoUg EKTOVOTEG AGETVAIVIG Kat 0EVYOVOU.
o  Elootikobg coinveg Tposaywyng 0&uyovou Kot 0GETVAIVIG.
e Koavotmpa.
Kdabe @uadn ¢épel Kheiotpo mhved 010 0MOI0 GUVOEETOL O AVTIOTOLYOC LOVOUETPIKOG
ekToveTg. O LOVOUETPIKOC EKTOVMTNG QTOTEAEITOL OO TOV EKTOVMTI] TOV £XEL GKOMO
Vo LELMGEL TV VYNAN THECT] TOV 0.EPIOL TOV EIval ATOONKEVUEVO GTN PLAAT GTN YOUNAR
mieon mov TPEMEL VAL EYEL TO OEPLO Y10, TN GVYKOAANON (Tieon epyaciag) Kot amd Vo
HOVOUETPOL TOL OTTOl0L EAEYYOVV TNV THEST TOV OEPIOL PECH GTN QLAAN KOl TNV TECT
epyociog.
Ot ehooTIKOT COANVEG GLVOEOVY TOVG UOVOUETPIKODS EKTOVMTEG LE TOV KowaTnpo. [
va amopevyfel AavBaopévn ouvdoeon mov evoegyouéveog Bo mpokaAiécer £kpnén ot
OWAVEC 00TO1, OTTMG EEAALOV KOl Ol PLAAEG, EIVOL SLAPOPETIKOD YPOUATOG. ZVVHO®C, Ol
Quideg O, givar YpOUATOG PTAE 1 £OVV o UTAE SOKPLTIKY Awpida. Ot ridec Kot ot
ocolnvoocelgc CoH; €youvv ypoua «itpivo. H oteyavomoinon tov cuvvdécemv Tov
COMVOV KOl TOV LOVOUETPIKMY EKTOVAOTMV LE TIG PLAAEG eival 1O10{TEPO GNUOVTIKT Kot

amotel Waitepn Tpocoyn Ko EAeyyo yio mbavn dtappon.
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To e&dpnua 610 0moio GLVVAVTIMVTAL Ta dVO aépla ivar 0 kavoripos. O KAVGTAPAG

YPNOIUEVEL Yo TNV avauén tov 600 aegpimv oty emBount avoloyio Kot Tnv

dwmpnon g otabepn ko’ OAn T ddpkeld TG ovYKOAANoNG. Ot KavoTnpeg

Kataokevalovtol cuvnBwg amd opelyaiko 1 GAAo ELOPPE HETOAALL.

O xavotpog omoteleiton omod:

Tn Aafn pe Tig dikAeideg ko Tig 0E0E1G TPOGAYWYNG TOV COANVOCEMV TOV OEPIMV.

. To coAva avapeiEng Tov aepimv.

. To akpo@Oo10 (UmeK), 6TO 000 TOPAYETUL 1) PAOYCL.

Kdbe xovotipog cuvodevetor amd aKpopUolo, SPOPETIKOV TOPOYDY OGETVAIVIG

(O1popeTIKY] SIAUETPOG OMNG) MOV EMTPEMEL HE TOV 1010 KOLOTAPO VO TOPAYOVLE

(QAOYEG OLOPOPETIKMDY EVTIACEMV, (MOOTE VO €lval OLVOTH 1 GLYKOAANGN €looUdTOV

OL0POPETIKOV TAYOLC.

O teyvitng cLYKOAANTAG EKTOC A0 TOV OTAPAiTNTO EEOMMGUO OPEIAEL VAL QEPEL YVAAI

OKOTEWOV YPAOUATOG YOl TNV TPOCTOCIH TV 0QOUAUDY omd TV 1oYvpn AQUyn g

QAOYOG Kavomg o&uyovou aceTVAIVIIG Kot emmALoV ypnolponotel €va opupl yio va

ATOUOKPOVEL TN oK®pia (CKOVPLA) Kol Ui GVPUOTOPOVPTC Y10, TOV KOOOPIGUO TNG

0¢omng ocvuykoAAN oG,

Yyfuo 8.4: EEomMouoc 0&uyovokOAAnong.
(mpoérevon: Aapyeviong, 1993)
2NV emTuyY| EQOPLOYT TNG 0EVYOVOKOAAN GG GLUVTEAOVV TO. akOAovOaL:
o H enmitevln kot y ypnolponoinon e KaTteAANANG pAGYOG.
2116 TUTTIKEG EQAPLOYES 0EVYOVOKOAAN OMG Xpnotponoteital cuvROmG ovdETeP PAGYOL.
o H xotaAinin mpoetoyoocio (S10udpewaon Twv GKPOV) TWV EAACUATMOV TOD TPOKEITOL

vo. avyKolinBoiv.
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Avaioyo HE TO TOYOG TOV ELOCUATOV TPOPAEMETOL KATAAANAN TPOETOLUACIO TOV
axpov. H mpoetopacio avt cvviotatal aviloyo Ue TO TOYO0G TOV EAAGLOTOC GE
avacNKOUN TOV AKpov, deeon dtakévou 1 kot Ao&otour. O Tivaxag 8.2 cuvowyilel v
OTTOITOVUEVT] TIPOETOLUAGIO TOV GKPOV EVE AEMTOUEPECTEPEG TANPOPOPIES TPEMEL VOl
avalnmOobv otig avtiototyeg mpodwaypapés (DIN, ISO, AWS «.a.).
o H xarddinin teyviky olvyovokolinong.
H teyvikn o&uyovokdAinong kabopileton xupimg omd v kivnon tov KOwoTHpd, 1M
omoio. €£optdTOol OmMO TO TAYOG TOV TPOC CLYKOAANOT €Aacuatov. Atakpivovue
oLYKOAAN oM amd T aploTePd, PAEne Zynua 8.5(a) Kot cvuykOAAnon and ta de&id, PAEne
Syfuo 8.5(B). Kot otig 600 mepmtdaoel 1 Kivnon Tov kavothipa givol otabepr| oe pia
Kkatenbouvon kot yio ) péEBodo amd aplotepd 0 KOwoTNPOS Kiveital amd 6e&1d Tpog Tt
aplotepd evad yia tn uéBodo amd Se&1d 0 KOLOTHPAG KIVEITOL Amd OploTEPH TPOC TA
oe1a. H xdpla dtopopd tov d00 TEYVIKMY £YKEITOL GTO YEYOVOS OTL GTNV TPMTN TO
OLYKOAAMNTIKO DMKO TPONYEITAL TOV KOVOTNPO €V oTr oevTepn €metan. [evikd m
OLYKOAAN O™ OO aploTePd ival 1 TAEOV SLOEB0UEVT] KOl XPNOUOTOLEITOL GLVIO®G GE
erdopata whyovg Emg 3 mm.

o H xardlinln exdoyn T0v 0KPOPDCIOD KoL THS OLAUETPOD THS KOALNOTNG.

Mivakac 8.2: AsdopEva oEuyovokOAANONC
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2xAua 8.5 (a): O&uyovokOAAnon atrd aplioTePd.
(B) : O&uyovokOAAnon atrd OeCIa.

Onwg mpoavapépbnke, n eAdya, amd v avauén otov kawotipa, O, kot CoH; givor
amopaitntn mnyn Oepuodrog yio v t™EN T0L PHETAAAOV otV TEPLoyN TG ovvdeong. H
pHopen piog tétowg tomkng eAdyog O, xar C,H, mov mapovoidletor oto Zynuo 8.6
aroteleiton amd tov mopnva kot v eEwtepikny (ovn. H mpotoyevig (e£mBepun)
avTiOPOoT] TOV TPOAYLOTOTOIEITOL GTOV TVPT VA VOl 1] okOAovON:

CH, + O, > 2CO+ Hy+ Q

H Beppodmra mov amodecspederon katd v Tpmtoyevy Kavor avepalel n Beppokpacio
tov aepiov oto 1/3 g tehkng Beppoxpaciag. X1 cvvéxel To VIPOYOVO KOl TO
povo&eidio tov avBpaxo mov €xel mopaybel Kotd TNV TpOTOYyEVH KAHONM KolyeTol
COLPOVO LLE TNV aVTIOpaoN:

2CO+H;+3/20;, = 2CO, + H,O+Q;

Kotd mv avtiopacn avtn (devtepoyevig kavor) ekivetal Oepuotnta mov avePaletl
Oeppokpooia otnv tedikh g Ty (3100 — 3300 °C). Oco omopaKpLVO-HAGTE 0md TOV
mopnva Tpo¢ oty eEmtepikny {dvn g eAOYNS, 1 Koo cvvinpeitor and 1o 0&uyovo
TOV OTHOGPOIPIKOD €A KO 01 OEPLOKPOGIES EIvOl ONUAVTIKE YOUNAOTEPES.

H avaloyia acetvurivng - o&uyovou kabopiletl Tig 1010t TEG KO TOV 1070 THS PAOYag. Edv
N avoroyia eivor katd mpoogyyion 1:1, dniadny dev vrapyel nepicoeio. o&uydvov, N
QAOYQ gtvan ovdétepy (neutral flame). Otov 1 mapoyn tov o&uydvov eivar peyardTepn

(mapoyn O, / mapoyn C.H, = 1,14 — 1,70), n pAdya yiveton olerdwtikn (oxidizing flame).
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H @Adyo avt| ¥pnoLUonoLEiTOL Yio T GVYKOAANON KPUUAT®V YOAKOD 1 WELSapyHPOU
omoTe Ko dnpovpyeitar {ovn 0&eldmong oty exeaveld TG Teptoyng KOAANone. Otav
N aceTAivny eival 6e peyaAdtepn avaioyio amd avty tov o&vyovov, (mapoyn O, /
mapoyn C,H, = 0,85 — 0,95), n pAoya ovopdletan avlpoxwrtixy (reducing flame) kou
eQapPUOLETOL OE MEPMTMGEIS GLUYKOAANONG OV amouteiton yaunAn Oepuokpacio. Ot

Tpelg THmotl pAGYaG Tapovotdloviol oto Zynua 8.6.

Yyfua 8.6: Tomol pAOYaG aceTVAIVING — o&uydvov.

AA\o aépla, OTMG TO TPOTAVIO, TO POVTAVIO 1 TO PLGIKO 0EPLO SEV (PN GILOTOLOVVTOL
EVPEMG AOY® TNG LKPOTEPNG BepUOTNTAG TOL EKADOVV KoL TOV OEEDMTIKMV 1010TNTMV
™G eAGYOG TOVG. AvtiBeTa, TO0 VOIPOYOVO YPTCLOTOLEITAL Y10 GUYKOAANGOT LKP®OV KOl
AEMTOV EAOGUATOV 7 HETEAA®V pe YounAd omnpeio ™ENG, Ady® NG YOUNANG
Bepuokpaciog e Adyag tov (~1980 °C).

EAXTTOUNTX KXTHK THY 0§0Y0v0KOAAR 0N
H extéheon e o&uyovokdAAnong eivar Lo TEYVIKT, YEPMVOIKTIKY], EPYOCIN TOV ATONTEL
gumelpio yoo v poduion tov mapapétpov Kol opfd yepiopd tov egomiiopov. Ta

KOp1la otoryEia ov ennpedlovv TNV TOLOTNTO CLYKOAANONG Elval:

* H emhoyn g katdAANANG teyvikng o&uyovokoAinong
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* H p0Buion g mieong tov agpimv kol n oot pOHOen e eAOYIS

* H oot emioyn tov peyéBoug tov axpopusoiov

* To &ldog Kkon 1 d1dotacn TG KOAANGNG

* H tgyvicn de&id6tnta tov 0&uyovokoAAnT)

Oco gumepdtepoc Kot KoAOTEPO EKTAOEVUEVOG €lval O TEYVITNG 0ELYOVOKOAANTNG,
1660 AMyotepo Oa eivar To EhoTTOpHOTA OTIS EpYocieg cuykOAnone. Ta cuvnBéotepa

and avtd cvvoyilovtor otov [ivaka 8.3.

[Mivakag 8.3: Elattodpoto kotd v o&uyovokOAinon.

O&vyovokomn

H @Adyo o&oydvov-aceTtvuiiving ¥pnoIOTTolEiTOL EXIONG KOL Y10 TV KON EANGUATOV
(o&vyovoxomn). H teyvikh avt Pacileton otnv 10100 TOV 0ELYOVOL VO 0EEWBMVEL TOL
HETOAAO pE peyddn toydtnta, otov eivor mupoktopéva. Katd cvvémelo, v €va
petaAlko Ehaocua Bepuavlel péypt va mopaxtobel ko d10yeTevdel 610 TVPAKTM®UEVO
onueio, kabBapd okvydvo pe peyddn mieorn, Ba oynuoticBovv o&eidia, o omoio o

OUVEYELDL OMOPOKPOVOVTOL LE TNV Tieon Pe v omoia mopéyeror to ofvuydvo. Xtnv
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TEPLOYN CYNUATICUOD TV 0EEiV, Kol HETG TNV OTOUGKPVVOT TOLG, EMEPYETOL
S10oTOGT TNG GUVOYNG TOV HETAAAOV, Onovpyia dakévov (kerf), pe amotéleopa v
komn tov. H o&uyovokonn epevpédnke 1o 1887 Kot ¥p1oILOTOLEITAL EVPVTAUTO VIO TV
Ko YoAOPBOWVOV glacpdTov dedopévou 0Tt 0 eEomMoOg eival OmAOVOTOTOC KOl 1
Komf pumopel va gpopuocbel omovdnmote (Ywpic vo omorteitol HETOEOpE Papémv
EMICUATOV GE GUYKEKPLLEVO YDPOL UNYAVOVPYELOL).
Ynv o&uyovokomn ¥pNoilomoteital £101KOG KavoTipag (0&uyovokoetng). O Kavotnpag
avtdg TEPIAULPAVEL Evav TPOGHETO aymYO Yo TAPOYY| OLOIOHOPPNG CLYKEVTIPMOUEVNIG
pong 0&uydvov Tov ¥PNCLOTOLEITAL Yio. TN oTtypoio 0&eldwon Tov G1d1pov Kol TV
TPOKAN O] TG KOTNG.
To pelypa o&uydvov-acetidivng, KoToAnyel o’ évov aplBpd HIKpOV OmmV, OV
oynuatifovv éva kOHKA0, 6TO KEVIPO TOV OMOIOV KOTOANYEL O COANVOG TOV KaBapol
o&vuyovou komfg. Me v kadon Tov HelyHoTog 0EuYOVoV-aGETIAVIG TPy LOTOTOlELTOL
apyKd n TpoBEépLaven Kot 1 TUPAKTMOGT TOL HETAALOV Kol KATOTY, TELOVTOS TO HOYAD
TapoyNG Tov 0EVYOVOL KOTNGC, TAPEXETAL GTO KEVIPO TOV 0KPOPLGiov 0&uydvo e Tigon
Kot apyilel n komn tov petdAlov. To péyeBog tov axkpoeusiov eEaptdton amd To T oG
0V ghdopatog. Oco peyoddtepo €ivol To TAYXOC TOV EAUCUATOG, TOGO WEYOAVTEPO
(HeyoddTEPNC TAPOYNG) TPETEL VA, EIVOL TO AKPOPVGIO.
H o&vyovokonn givor duvaty puoévo oe @epopoyvntikd viwed. Kom pe o&uydévo dev
UTOPEL Vo EQUPHOCTEL 68 Kpapata oAovpviov, ypouiov, vikeliov kAT, Ta vAIKA avTd
k6Povtal cuvnBwg pe T0Eo TAdopatog (plasma cutting).
H o&vyovokon umopei va ektereotel eite pue 10 y¥épt gite unyavikd (xpnon
TOVTOYPAQPOL). Xnuepa dwotiBevior €dwéc epyalelopnyavés kabodnyodueveg omd
NAEKTPOVIKO VTOAOYIOTH OV EMTPETOVY ALTOUATH ToAlanmAn komn (NC cutting). Xto
Yyua 8.7 ewovileton nuavtopaTo cvotnia komns 4 0écewv (multiple-torch cutting).
Ynueidveral 6Tt e ¥p1on €101K0D Kavothnpa (Tupokoetn) givar duvatn 1 0EVYOVo-KOomT|
péca og vepod (evdeiktikd: Elacua 100 mm cg BdBoc 30 m kdto omd 10 vepod).
2V TEPITTOON TOL JEV YPNOLUOTOIEITOL, Y10 OEGOUEVO VAIKO Kol ThyY0g EAACLOTOG, O
o0®GTOS GLVIVAGUOC TPoBEpaveng, ieong o&uydvov komng Kot BEomG Kot TaydTNTOG
Kivnong Tov akpoevuaoiov, dSNUOVPYOHVTAL EAATTOUATE GTNV TAEVPIKT| ETQAVELN KOTNG

Kol 6T Hop@e1| Tov dlakévov, PAEme Tynua 8.8
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Syfua 8.7: Tootnuo 0&uyovoKomg ToALUTAGY BécemV.

Yympa 8.8: EAattdpoto kotd tv o&uyovokomn. (tpoélevon: DeGarmo et al., 1988)
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8.2.2 Xvykorioglg niektpkov T16Eo0v (arc welding)

To koo Boacikd yvapiGpHo OA®V TV LEBOd®V TOV TEPLYPAPOVTAL OTIC EXOUEVES
vroevoTNnTEG givor 1 Vopén NAekTpkon TO&ov g TNyNG BeppotnTag Yo v ™EN Kot
1 GLYKOAANOT TV HETAAA®V. To NAekTpikd TOEo dnpovpysitat HETAED TG AKPNG TOV
NAEKTPOSIOL Kol TOV GUYKOAAOVUEVOL OVTIKELLEVOD KOL 1] AVOTTUGCOUEVT] Beprokpacio
opaivetar and 5.000 °C éog 30.000 °C. Tmnv ouddo TV cuyKoAAcE®V TOEOL
nepAapPdvovtar ot akdAovbeg TeEXVIKEG:

e XuykoAAnomn tO&ov Ue emevdedupEVO NAEKTPOOI0 (SMAW)

e XuykoAAnom Pubiouévou td6Eov (SAW)

e XuykOAAnom to&ov e mpootateuTikd aéplio (GMAW)

e XvuykOAAnom to&ov pe pn avaiickouevo naektpdoo (GTAW 1 TIG)

8.2.3 Xvykorinon t6&ov pe emevoedvpévo nhektpooro (shielded metal-ark welding)
I eprypapij tys uebodov

H mo yvootm) pébodoc cuvykdAAnong tofov eivar m TEYVIKN] TOV EMEVOESLUEVOL
niektpodiov (shielded metal-ark welding - SMAW), mov ovopdletol Kot GuyKOAANoN
pe to xépt (manual metal arc welding/MMAW), BAéne Zynua 8.9. Eivon n arkodotepn
Kot mo evéMktn péBodog ovykOAnong. Xpnowonoteitar oto 50% mepimov TV
KOTOOKEVOOTIKOV KOl EMOKEVACTIKOV €PYACIOV oVLYKOAANons. O efomhopdg mov
amorteitat etvot 1 unyavi cLYKOAANGNG (Y1 cLVEXOVG 1 EVOALUGGOUEVOL PEVUATOG),
To NAEKTPOSLOL KOl 1] TPOCTATEVTIKY LAGKA TOV XEPLOTH (NAEKTPOGLYKOAANTN).

Mo ™ onuovpyios Tov TOEOL O YEPIOTAC PEPVEL GE EMAPN TO TMAEKTPOOIO LE TO
OUYKOALOVLEVO  OVTIKEIUEVO, OTOTE KAEIVEL TO KUKAGOUO TOV PELUOTOC KOl
vrepBeppaivetar 10 AKpo TOL MAEKTPOSIOV. TN GUVEXELD, TO TMAEKTPOOIO OO0~
KPOVETAL OMOTOUO. GE UIKPT OmOGTACN, KOVY va dotnphosl 10 TO&o mov UOALG £xEl
avayel. To pnkog Tov TOEOL &ivon KOTO TPOGEYYlon {00 pe TN OLAUETPO TOL
niektpodiov (1-6 mm). H apyixn tdon mov epapuoletotl yia ) dnuovpyio Tov t6E0n
kopoiveror peta&y 40-50 V yuo ovveyég ko amd S0V €og 90 V yio evaAlaceoOUEVO
pevpa. Mg v évapén tov to&ov M thom mEPTEL ota 25-30 V ko datnpeiton Kotd
TPOcEYYIon oTabepr| KOTA TN SIOPKELN TNG GVYKOAANGNC VD 1) EVTOGT TOV PEVHIOTOG
Kopaiveronl amd 50 A émg 300 A. Xtnv meployn tov 16Eov BeTiKd 10vTa 00€DOVY TPOG
TNV 0PVNTIKA QOPTIGUEVT TAELPE TOL TTEIOV, EVEO NMAEKTPOVIC 0OEVOLV TTPOG T HBeTIKG
eopticpévn mievpd. Ta 16vta kol Ta MAEKTPOVIO EmTOYVLVOVTOL amd TO Tedio GTNV

TEPLOYN TOV TOEOL Kol AmOKTOUV KIvNTIKY| evépyeta. "OTav OUmG TPOGKPOVGOVV EITE GTO
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NAeKTPOSI0 €iTE GTN TPOC GLYKOAANGT HETOAAIKT EMPAVELN XAVOUV QTN TNV EVEPYELD
mov petatpénctar o€ Begppomta. H Oegppomta avti kel 1o MAEKTpOd0 Kol ThV

EMEVOLON TOL KAOMS Kal TO PACIKO HETOAAO GTNV TTEPLOYT TG CVUVOEGTC.

2xAMa 8.9: HAekTpooUyKOAANGN pE €TTEVOESUPEVO NAEKTPOBIO.
(mpoérevon: Kalpakjian and Schmid, 2003)

Yy mepintwon mnyng ovveyobs pedpotoc (de current) m emAoyn TG TOAIKOTNTOG
oyetileton pe 1o emBuunTo Pabog g {dvng GVYKOAANONG, TA GUYKOAAOVUEVO HETOAAD
Kol ToV TO0 TV MAektpodiov. Otav o apvnTikog mOA0g eivol cLVOEdEUEVOC UE TO
NAeKTPOS10 KOl 0 BETIKOG L€ TO GUYKOAAOVUEVO TEUAYL0, EXOVUE TNV AeyOuevn evbeio
wolikotnro, (straight polarity). v mePITTOCN OLTH TO VEPOG TOV MAEKTPOVIOV
TPOCTINTEL UE HEYAAT TaYDTNTO GTO TEUAYLO TO 0ol Bepuaiveton TEPIGGATEPO Umd TO
niektpddo. H «koatdotaon oavt eivolr emBounti ot ouykOAANoN  0YK®IdV
OVTIKEUEVDV.

Ymv avtiotpopn molikotnta (reverse polarity), 10 NAektpddlo givar o BeTikdc mOAOG
KOl TO GUYKOAAOVUEVO WETOAAO O OPVNTIKOC. TNV TEPIMTTOOTN OUTH TO PEVUO TTOV
OEPYETOL OO TO NAEKTPOSIO UEIDVETAL, KATAGTACT] EMOLUNTH OTY] GUYKOAANON AENTMV
dwtopdv. IIpotdral eniong o€ GUYKOAAGEIS KPAPATOV HoyvnGiov Kol OAOVLIVIOV
O10TL ekel 10 TOEO TEIVEL VO OTOUOKPVVEL TO OTPMUA 0EEDIWV OO TIG GUYKOAAOVEVEG

EMLPAVELES.
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To ocvveyég pedpo pmopel va ypnowomombel oe 6OAOVE TOLG TOHTOVG GLYKOAANOT|G,
Tpocépel otabepd 100 Ko glvarl TpoTiuntéo Yo dvokoleg Béoelg (m.y. ovpavd). g
OPICUEVEC QMG TEPUTTMOOELS TO TOEO TOV GLVEXOVG PEVUATOG EKTPETETAL 0d T gvbein
(LoyvnTcd  @Oonua) AOY® NG €MOPOONG TOL HOYVNTIKOD 7ediov, HE OLGHEVN
amoteléopato, otny modtnTa. g poenc TOte mPoTHdTol 1 GLYKOAANGM UE
evaALaooOuEVO pevpa (ac current) mov S10OETEL KOl TO TAEOVEKTIHO TOV OTAOVGTEPOL

Kot eOnvoTEPOL EEOTMGHOD.

HigxTpooia

v pébodo SMAW 10 nAektpddlo €xel ) popen petaAlikng pafdov (stick) won
oépel emévdvon (shielded electrode). Emedn 1o vAud tov miektpodiov evomotiBeton
HEGO OTNV POPT, TPEMEL TPOPAVAOS VO €lvVOL OHO0  LE TO GUYKOAAOVLEVO TEHAYLOL.
Yuvnbomg yuo factkd péTaiio xdAvpa yproiponoteital NAEKTPOd0 amd poiakod ydAvpo
(rimmed steel, ~0,1 % C) esvo yw Poacwkd pETOALO aAovuivio TO MAEKTPOSIO
KOTaoKELALETAL OO KPALO OAOVULVIOV.

H emévdvon eivan éva piypo ocvotatikeov omwg SiO,, TiO,, FeO, MgO, Al,O3 ko
KeAOVAON KoL 0 pOLog NG eivar ToAAATAGS. Evdeuctikd, aviioya pe to €i60g kot Tnv
B¢om g ocvuykOAAN TG 1| EMEVOVOT GUUPAAEL oTO akOAOLOOL:

Yvvtekel 6N otabepdTnTa Kot TV dlatnpnon g katevBuvvong tov ToEov.

o  Xynuoatilel éva agpundeg TEPIPANUO TOV TPOGTATEVEL ATO TNV OTULOCPUIPIKY
poAvVoT).

o Eléyyelr v emavelokn tdon g Alvng Tov TNYHEVOL LAKOD Kot emnpedlet
TNV HOPON TNG POPNG KATA TNV GTEPEOTOINOT).

o Xvuupddel otov kabapiopud g TEPLOYNG CLYKOAANONG atd Ta emPraPr| o&eidia.

o IIpocHétet ¥pfo10 KPALOTIKA GTOYXEID OTN POPT] GUYKOAANOTG.

o Anuovpyet pio emévdvorn (kpovota) TPooTaciag oty kopupn g {dvn
EVamODEGNC OV CLYKEVTIPMVEL OAEG TIC 0KaBAPGiEG TPOGTATENOVTING TO PEVGTO
LETAANO.

o Asuovpyel ®g MAEKTPIKA UOVOOY TOL UETAAMKOD GUPULOTOC (TLPIVaG
NAekTpodiov)

e Anuovpyet évav ayoyd mAdcpotog mov vrofondel TNV aymyn Tov peduaTOg
dtopésov tov TOEov.

Ot 7o J10.0€00UEVEG TUTTOTOMGELG TV MAeKTPodiwv givor avtég katd DIN, ISO kot

AWS-ASTM. To péyebog Tov niektpodiov kabopiletal cuvnO®G aTd TV SIAUETPO TOV
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UETOAAMKOD cUPUATOG OESOUEVOD OTL TO YOG TNG EMEVOVOTG SLOPEPEL KATE TEPITTMON.
Kotd AWS-ASTM (mpodwypapry AWS-AS.1) 1o niextpoddia Exovv uéyebog 1/16",
3/32", 1/8", 5/32", 3/16", 1/4" won 5/16". H miqpng tumomoinon £xel v HOpon
LXXYZ (n.y.E 6015) 6mov 10 mpato ypappa, (E), vmodnimver niextpddio pe
emévdvon, ta 600 yneia XX mpocdiopilovv ™V avToyn TOV HETOAAKOD GUPUATOC-
mopnva og gpehicucpd (60: 60 000 psi, 80: 80 000 psi), to tpito yneio Y xabopilel
0¢om ovykoAAnong (1: dhec o1 Béoelg, 2: oprldvTiec Kot EMIMEDEG K.AT) KO TO TETOPTO
ynoto Z xobopiler TOmMo gmévovonc, ToMKOTNTA Kol €100 PEVLATOG Yo TO OTOi0 TO
NAekTpdO0 givarl KATAAANAO (T.). 5: cuveyég pedpa, avTioTPoPn TOMKOTNTA). AVTO TO
ocvotnuo tvmomoinong ovvoyiletar otov Ilivaxo 8.3.  Aemtopepels mAnpoopieg
mePEYovTol o€ eEEldIKELUEVO  EYYEPIOIL  GVYKOAMCEWV KOl GE KOTOAOYOUG
KATaoKELOOTOV/ TpopunBeutdv niektpodiov. T'a v tvmomoinon tov nAekTpodicnv

katd [SO BAéne v mpodiaypagn ISO 2560 (2002)

[Tivakag 8.3: Tumomoinon niektpodiov Katd AWS-ASTM.

JlpakTiKy T AekTpoovYKOAAyOHG SMAW

H mpoktiky g mAekTpocvyKOAANoNG kat  apynv eivor Béua epyacstnpiov Kot
exmaidevong nediov. H gumeipio kon n e&doknon cvopPdiet mord oty teyvikn de&ldotnTa
mov amouteital. Edd yio Adyoug TANpo@OpNoNG EMYEPEITOL L0 GUVOTTIKY| TEPTYPOPN.
A@ov Ta TPo GLYKOAANGN TERdYO. £ovv Tomobetnbel otov mayKo epyociog, PAEme
Yyfua 8.10. ko €yel 1ebel o Asrtovpyia 1 GLOKELT] MAEKTPOCLYKOAANOTG YiveTon M
évavon Tov nAektpodiov. H empdveio . mov Ba ypnotpomombel yio v Evavon, tpénet

va glval emMUEADS KaBapiopévn ne tpoyd 1 cuPUATOBOLPTCR KoL, EVOEYOUEVMG, KOL LUE
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T0 KaTdAANAO0 KoBoploTikd. Av 1 évavon O Yivel GOOTA, EVOEYETUL VO KOAANGEL TO
NAeKTpOS10 TAVD 6T0 PETAALO Baong. YTapyouv 600 TpoOTot yio TV Evavot) Tov TO&ov:
(a) pe To Tpiyo Tov NAEKTPOdioL TAV® 6TO UETAALD Bdong. (TapoUoln LE TOV TPOTO
mov avapet Eva onipto) O TPOTOG aVTOG XPNCHOTOLEITAL KUPI®G, OTAV 1) GLYKOAAN G
yiveTon pe pedLOL ac 1 OTAV YPTNGLLOTOIOVVTO T AEYOUEVE. BOCIKA NAEKTPOSIOL
(B) ne to ayyrypa Tov niektpodiov mhve oto PETAALO PAOTG KOl TO ATOTOUO KOO,
2V mEePmTOOoN autr, cLVNOMG, EMEWN ATOUAKPOVOLLE TO MAEKTPOSIO LE aKOpLoio
Kivnon, dnuovpyeitar &vo «pokpvy to&o. IAncidlovpe Aiyo 10 miextpoddio, yio vo
gyovpe 10 owotd pNKog  TOEou(=amocoTaor,  AKPNG  MAEKTPOSIOV-EMIPAVELNG
ovykoAAnong). Edv tuxov koAlnoetl 1o nAekTpodio 610 pETAALO Pdomg, n avTidpaon
Ba mpénel va givor apeon:. Zvvnboc apkel va yiver plo amdtourn kivinon mpog TNV
avtifetn katevBuvon N mpog ta TAAY Yo vo EEKOAANCEL. AV dev EEKOAANGEL, TTpEmeL
vo. TOTHoOLHE apécmg Tn AaPida g toumidag kot va omehevBepmdoovpe TO
niektpdoo. AAlwg dmpovpyeitar 1oyvpd Ppoyvkvkiopo mTov o KoTaoTpEYEL TO
NAEKTPOS10, EVA EVOEXETAL VO, TPOKOAESEL Kot PAGPN 6T unyoavn.(YevviTpio) nAEKTpo-

OLYKOAANOMG

2xAua 8.10: EEOTTAICNOG NAEKTPOOUYKOAANGNG.
(mpoélevon: Aapyeviong, 1993)

To nAextpddlo mpémel va Kveital, pe atadepd yépt kot otabepd uniog toé&ov. H cmot

NAEKTPOGLYKOAAN G amoitel Tov 0pHO GUVOLAGUO TOV TOPUKAT® GTOLYEI®MV:
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v' 10V nlektpodiov, dnhadn ¢ dapétpov, Tov €idovg g emévdvong (ndota), ™G

YMUIKNG GOOTAONG K.AT.

v ¢ évraong tov peduatog.

v 10V urrovg tov téov. (cuvnBog ion pe T SAUETPO TOL NAEKTPOSiov)

V' NG taybmyTag ko tov tpdmov kivions tov NAektpodiov. To niextpoOdio pmopei va

KIWVELTOL P O1pOopovg TPOTOVS, 01 KUPLOTEPOL OO TOVG OTOI0VG (AivOVTIOL OTO ZyNpa

8.11.

O opBbg cuvdvacudc OAOV TOV TOPOTAVED 00NYEL 0T onTiKd AmOdEKTN papn, PAETE

Yyua 8.12(A): H emodveio tng pagng sivor Agio, ywpig mépovg, mIcAioUaTd 1)

VTOAEILUATO OKOVPIAG KOl 1) EMKOAVTTIKY OKOLPIL TPEMEL VO OLPOLPEITAL EVKOAQ.

Avdioyo pe TO GQAAUM TOL YiveTal, 1 poeY] £XEL OLOPOPETIKY EUPAVIOT, PAEme

Yyua 8.12 (B1)-(A2) omodte kou mpofoaivovpe o€ avtioTolyes 010p0OTIKEG KIVIOELS.
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Yyqua 8.11: Or cvvnbBéotepol Tpdmot kivnomng tov niextpodiov- (A): guBO-ypapun,
(B): xivnon «Qryx-Cox» M nuogAnvov, (IN): tpameloetdng kot (A):KukAk.

=)

Y

(&) Bl (B2 iy T 1Al (AL

ZyMua 8.12: Tomkég HopeEg papdv NAEKTPOGVYKOAANONG - (A): «owot» paer], (B1):
ue peyaAn tayvnta kivnong, (B2): Mupn tayvtnta kivnong, (I'1): peydio dyog t6&ov,
(I2): pkpod vyoc 16éov, (Al) vynin évtaon pevpotoc kot (A2): yapnin €vtaon

PEVUOTOC.
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H ocvykdéiinon pe 1o ¥épt (SMAWH MMAW) gival icmg M O yvOOT Kol EVPEDG
YPTCLLOTOLOVUEVT TEYVIKN OAAG yapaktnpiletor amd peydAovg vekpohs ¥pOvous Kot
efaptaton emiong omd TNV TEYVIKN O€E10TNTO. TOV GCLYKOAANTH.  AVTOHOTEG 1

nuewtoépoteg pEBodor eivar mo cuvnOicuéveg e Propnyavikég YpNoELS.

8.2.4 Xvykorinon Podispévov 16E0v (submerged arc welding/SAW)

Y pébodo avtn, 10 NAEKTPIKO T0E0 TTpoctatedeTal (KOADTTETO) OO GUAMTAGUA GE
LopeR oKOVNG TOv amoTeAEiTOL KVplG amd acPEotn, mupitio, 0&eidio Tov payyaviov
Kot eBoprovyo acPéotio. Tvmun didtaén cvykoAinong Pubdicuévov niektpucod T6E0L
nmapovctaletarl oto Tynua 8.13.

To mAektpddo («yvuvo» chppa yopilc emEvovon) mov eivar TVMYUEVO G TOUTOVO
éketan amd H/K mov 1o tpopodotel otnv {mvn cvykdiinone. Ilpv to niektpddio,
dloyeteveTal otV (MVN GLYKOAANGNG TO GLAAITAGHA, amd Yodvn HéEcm Baputntag. To
«youvoy niektpodlo (Srapétpov 1,5-10 mm) Pubiletar 6to cvAAimoopo Kot T T0E0
avafel Kor Aertovpyel E0MTEPIKA, Y®PIC TV OMovpyic KOTVOL Kol TNV aKTivoPfoAin
OV eVUTTApPYovy otV TeXVIK  SMAW. O pdrog TOV CLAMTAGUATOG Eival aVAAOYOG
g eMEVOLONG TOV NAEKTPOSIOV YEPOKIVITNG cLYKOAANoNG. To pevotd cuAlimacua
EMMALEL OTNV EMPAVELNL TNG GLYKOAANONG Ko v KoAvmtel. H emikdioymn (kpovorta)
OV CYNUOTICETOL ATOUOKPVVETAL EDKOALL.

NP Aoyaio Zukhownc Zulimaauntos
Hiektpooie Zopuo

Fukiimmeapo B, s | !
| { s . T

~ . C ! . ot
Gz SRR | | ] £
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e Ko hanvfiin =

YyMua 8.13: Zvykodinon Pubicpévou t6Eov (SAW).

H évtaom tov niextpikov pedpatog (600 A - 2000 A) ot pébodo avtr gival onpovticd
LEYOADTEPN O’ OTL OTN «YXEPOKIVITI» GUYKOAANOT|, LE OMOTEAEG O PLEYAADTEPO PAOOG
mg {®VNng OLYKOAANONG, OMOOMOP(PIo KOl TOWOTNTO TNG PAPNG KOl LYNAOTEPN
mopoy@yoTnTe. O KOPlog TEPIOPIGUOC TNV EQOPLOYT TNG 1LeBddov eivan N amaityon
opilovriog Oéons ovYKOAINoNS Ko M XPNOT VTOGTNPIKTIKOL ghdcpotoc ot pila tng
papng.
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8.2.5 Zuykorinon 16ov pe TposTaTELTIKG 0épro (gas metal-arc welding /GMAW)

H ovvnbéotepa  ypnoipomotodpevn avtopatny/nuontopoatn pébodog sivar m
NAEKTPOGLYKOAANGN TOEOL GE ATUOGPAPO TPOGTOUTELTIKOD 0EPIOL Kol Ol SAPOPESG
mopoArayéc e H péBodog avtr avantoynke tn dekaetia 1950-60 ko avapépeTon
emiong g MIG (metal inert gas) 1 MAG (metal active gas).

H oapyn g peBosdov ewcoviCeton oto Zynua 8.14. To mAektpddio-cuppo
Tpogodoteitarl péow g Aafidog (motoréto) otn Bon cvykdAinong. O cuyKoAAnTng
péocm dakomtn (okavodin) mov Ppioketor otn AaPida gvepyomolel tov pnyoviopd
TPOPOJ0GIOG TOL GUPHOTOG KOl TOVTOYPOVO TN PON TOV TPOCTATELTIKOL ogpiov. To
TPOCTATEVTIKO 0€P10 TOL glvarl cvvBwg apyov, Moy, CO, 1 piypo avtdv, KOADTTEL
TNV TEPLOYN GLYKOAANONG KO TNV OMOUOVAVEL OO TV SUGUEVH EMIOPACT/ETAPY| TOV
ATHOGPAIPIKOD aépa. AvAAoyd e TOV TOTO Kol TNV £VIONGT TOL PEVLOTOC 1) LETAPOPE
petdAlov amd to cvpua otn LoV GVYKOAANON yivetan [e TPEIG TPOTOVG: LE YEKAOUO
(spray transfer), pe popon otayévov (globular transfer) ko pe Bpoyvxvxioon (short
circuiting transfer). Kdafe tpoémoc sivor mpoTiuntéog Yo GUYKEKPUYEVEG EPUPLOYES,

BAéme evdewtikd Kalpakjian and Schmid, 2003.

Hiskrpodio/Zopuon
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YyMua 8.14: ZvykorAinon t6Eov pe mpootatevtikd aépto (GMAW).

H péBodog GMAW ¢£yet gupeia epapoyn o1V KOTOCKEVAGTIKT fropmyovia yio
TNV GLYKOAANGON G1dNpody®mv kot pn vAkov. Etvar tayeio, moAlomidv yprioewnv Kot
OLKOVOLIKT] L€ TOpay@ylKoTnTo OwmAdoto ¢ teyvikng SMAW. H exmaidevon tov
TEYVITAOV €lvol OYeTkd omAn kot 1 uEBodog dvvartor gvkoAd Vo avtopatomomel

00MYOVTOG GE POUTOTIKA GUOTHLOTO GUYKOAANGEWV.
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8.2.6 Luykorinon 1650v pe pun avariokopevo niektpoéoo (GTAW 1 TIG)
H pébodoc Pacileton ot ypnion U ovoAMOKOUEVODL TMAEKTPOOIOL KoLl  opyiKd
YPNOILOTOONKE Yo TN GLYKOAANGOM Kpapdtov aAiovpwviov. Ileprypdoetar pe ta
axpovoio GTAW (gas tungsten-arc welding) | TIG (Tungsten Inert Gas).
To 160 dnuovpyeitan petald pog akidag/miektpodiov Polppapiov Tov cuykpateitol
otV Aafida Kot Tov TPOG GLYKOAAN T AVTIKEWEVOL. AdY® TOV VYNAOL onpeiov THENG
Tov PoAppapiov, To NAEKTPOSI0 dev @OeipeTal Katd Tnv didpkeld TG Katepyaoias. To
TPOGHETO VAIKO GUYKOAANGONG €ival KPAO TPpOUO10 LE TO, CLYKOAALOVUEVA TEUAYIO GE
Hopen pAPOov/cUpUATOG Y®PIG emkdALYN. Xe Aemtd TEUd)lo TOomOBETUEVE YOPIG
peydio owdkevo (close fit joints) m ocvykdAAnom upmopei va emtevyBel xol yopic
npdcbeto vAKS. H por] Tov mpootatevtikol agpiov (apydv, nAov 1| piypo ovtev pe
mpoctnkn aldTov N/Kot VOPOYOVOVL) YiveTol HEC® TG AdPidag cuYKOAANONG OGS Kol
ot péBodo GMAW. H apyn g pebddov ewoviletanr oto Zynue 8.15. H évavon tov
TOEOL TPUYUOTOTOLEITAL e KPS O1dpKEIG PPayuKOKA®IE TOV NAEKTPOdiov (emapn
Kot amdovpon) pe 1o aviikeipevo. H d1éhevon tov pedpotog kot n dttipnon tov 16E0v
yivetor pécw Tov 1oviopévov aepiov. H omattovpevn mAEKTpK 10Y0G Kupoiveton
petaly 8-20 kW «kor 1 ypnollomolovpevn  @nyn elvar eite  ouvveyovg eite
EVOALUOCOUEVOD peEdUATOG. [evikd, TO eVOAAAGGOUEVO PELUO TPOTIUATAL YO TNV
OLYKOAANOT KPOUATOV OAOVUIVIOL KOL HAYVNGIov evd T0 cuveyés (Le TO MAEKTPOS10
oLVOEOEUEVO GTOV OPVNTIKO TOAO NG YEVVATPLNG — opBn moAkdTNnTa) Yoo TNy
OLYKOAAN O KPaUAT®V YoAkoy, vikehov kot avoleidwtovg ydAvpes. Me v pébodo

TIG emrvyydvovtol pagég cuYKOAANONG TOAD KOANG TOIOTNTOG.

ZyMua 8.15: Zvykordinon t6&ov pe pn avoiiokopevo niektpodo (GTAW 7 TIG).
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8.2.7 Hiextpookmprokn cvykorinon (electroslag welding/ESW)

H mniextpookwprokr] (electroslag welding) ovykdAinon ovamtdybnke 1
dekaetion Tov 1950-w¢ Pedtimon g cvykdAAnong Pudicpévou t6Eov. Epapuoletar yia
QUTOLOTN UETOMIKY GUYKOAANGON G€ Katakopven 6éon kot avoayopmon. H kéAinon
yiveton pe éva mEPAGO (Kopdovl) YeEYovog mov £xel BeTiKN eMidpacT TOC0 OO ATOY™
KOGTOUG 000 KOl AOY® TG HEIMOTNG TOV TOPULEVOLCMY TACEDY KOl TV EMAYOLEVOV

nmapopopemcemy. H apyn g pebddov napovoialetor oto Zynua 8.16.

2xAua 8.16: H TeXVIKN TNG NAEKTPOOKWPIOKAG CUYKOAANoNG (ESW).

H mepoyn g ovykoAinong mepikieietol He VIPOYLKTO YAAKIVOL ETUCOAVLLLLOTOL
(TéApoTa) TOL XPNOIUEDOVY YiKL TNV CLYKPATINGT TOL TNYUEVOL HETAAAOL KOl TNG
TNYUEVIG OKOLPLAG mov dnuovpyeitoar amd 10 cLAAITooue. To mwéApATA Kivovviol
Katakopveo poll pe v unyovn ovykoAnong. Evioc tov ympov ovykdAAnomg
Tpoodoteital To NAekTpddo/chppa (éva 1 mepiocodTepa) Kot 10 cvAAdinacpa (flux). H
dradkacio Eekvd pe v dnpovpyia niektpikon T6E00 mov Beppaivel To GVAMTOCHA
Kol TO TNKEL, HETOTPEMOVTIONG TO o€ okovpld (slag). Kotomv 1o 160 ofvel kou 1
AYDYIUN GKOLPLE TOPAUEVEL TNYUEVN He TNV PofBela TG OUIKNAG TNG aVTIoTOONG GTO
PEVLLOL TTOV JLOYETEVETOL HETOED TOV MAEKTPOSIoV Kot TV eAacpdtov. H odvinén tov
HeTdAA®V Tpokodeiton pe v Ponbeld TG TNYHEVNG OKOLPLAC TOV THKEL TO
TPOCTIOEUEVO PETOANO KOL TIC EMLPAVEIEG TOV TPOG GVYKOAANGT EAAGUATOV.

To mypévo nmiektpddlo kot LAMKO TV EAUCUATOV CUYKEVIPMVETOL KAT® OTO TNV
TNYUEVN OKOLPLE KOl OLYE-Glyd OTEPEOTMOIOVVIOL Y10 VO, GYNUATIGOLV TNV poen

ovykoAnong. H otadioxn avty otepeomoinomn yiveror amd KAT® TPOS To. VM MOTE
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SLOPKDG VO, VTTAPYEL TNYMEVO HETOALO TTAV® amd TNV otepgomomuévn paer. H tmyuévn
OKOVPLY TPOGTATEVEL TO TNYUEVO PETOALO Ao akabapGies Ko TNV TN LE TOV GEPAL.
H nlextpookmplokt cuykoAinon epapuoletol yio gldopato mayovg peta&y 50-900
mm (2-36 in). H Ttoydtnta cuykdAinong kopaiverat, avaioya pe tov eEomiiopd, amd 12
¢m¢ 36 mm/min, n 8¢ évtacn Tov pevpatog Kupaivetar wepi ta 600 A pe taon 30-60
V. H mowdmta g paong eivar Kok kot n péBodoc epapudletal omn cuykoOAAnom
Bopémv oxNUATOV KOl UNYOVAOV, OTNV KATOOKELT 00YElOV Tigong Kot Wdlitepa oTNn
vounnyikn fropnyovia.
[Moparirayn g pebBddov ESW omotedel m teyvikn  electrogas  (electrogas
welding/EGW) 6mov m tnxoépevn okovn oviikabiototor omd eEmTEPIK mapoyN

TPOGTOTEVTIKOV 0EPIOV.

8.2.8 ZXvuykdéiinom pe déoun vyning evépyerag (high energy beam welding)

To yapoxtnprotikd Tmv pHeBOdOV avTdV gival 0Tt 1 amoToLEVT BeppotnTa Yo
v ™MéN ToV UETAAA®V ot {OVN GLYKOAANOTG, TOPEYETUL Um0 SECUN COUOTIOIMV
vyning evépysac. Ot GUYKOAANGEIS TOL TOTOV aVTOV €XOVV  OLENVOUEVT] EQOPLOYN
0TN KOTOGKELOOTIKY Prounyoavio (Kupiwg agpovavmnyIK) Kol avtoKivntoftounyovie)
O10TL  emTvYYdvouy VYNA TowOTNTO, EAdY1oTEG Tapapopemcel; (distortion) ko
S100£TOVV, OE GLYKEKPIUEVEG TEPUTTMOELS, OUKOVOUIKE Kol TEYVIKG, TAEOVEKT LATOL.
Yy opdda ot evidocovtal ot akoiovdeg pébodot:
e XYuykOAAnomn mAdopotog (plasma arc welding/PAW)
o XYuykOAAnom e déopun niextpoviov (electron beam welding/EBW)
o XYvuykOoAAnon pe déoun Laser (laser beam welding/LBW)
H xOpa  dwapopd tov peBodwv cuykOAANong pe SéoUN LYNANG  evépyelag amd Tig
ouviBelg peBoddovg ouykoAAnong to&ov eival to péyedog Tov AOVTPOV GLYKOAANGONG
(Covn ovykdAAnong), Préme  Zynua 8.17. H tomkn S14petpog tov AOLTPOL OTIC
pefddovg ouykOAAnong pe déoun vynAng evépyelag gival 1-2 mm. Xto onpeio mov
mpoomintel N déoun ovuPaiver taysio avénon g OBeppoxpaciog kot ™EN TOL
petdAarov. To Mopévo pétodio mbeital amd ) déoun Kot SNUOVPYELTOL KPATHPAG GTO
onueio mpoomtwong (teyvikn keyhole). H petatdmion g déoung xoatd unikog tng
ovvdeong oynuatiler Lovn pevotov peT@AAov o 6Xo o Bdbog T cuvdeonc. Mg tov
TPOTO OVTO TOPAYOVTIOL GUYKOAANGELG TOL yopaktnpilovior omd peydio Aoyo Pabog

TPoG TAGTOG GVYKOAANGNG (éwg 30:1), cuvnbmg K éva mépacua  (mhoo), eEaPETIKN
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TOLOTNTO GVYKOAANGNG Kol EAAYIGTES TOPUUOPEDOES. H apyn €paproyng TG TELVIKNG
keyhole mapovoidleral oto Zynua 8.18

2xAua 8.17: Méyebog Tng Cwvng ouykOAAnong (welding bead), cuykpITika — (a)
OUYKOAANon pe O€oun uwnAng evépyelag Kai (b) oupPaTiki
ouykOAAnon TAENG (ouykoAAnon GMAWI/TIG).

(mpoélevon: Kalpakjian and Schmid, 2003)

2xAua 8.18: Apxn Asitoupyiag TnG TEXVIKNAG keyhole).
(TTpoéAeuon: Alapavroudng, 2000)
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& XvuyKkoAnon mAdopatog (plasma arc welding/PAW)
Kotd to yvootd mAdopa eival 1ovicpévo aéplo o vynAn Bepuokpocio mov Tepléyet
ToVv 1010 mepimov apBud niektpoviov kot Betikdv Wdvtov. To t6&o mov oynuotiletot
010 TEPIPAAAOV TAAGLOTOC £YEl ONUAVTIKA LYNAOTEPT Beppokpacio amd pio cuvion
oLYKOAANoM TOEoV Ge TEPIPAALOV TTPocTATELTIKOD agpiov. EmmAéov, 10 t6&0 €lvan
eoTiaopévo o€ oyéon pe v 1eyvikn GTAW pe v omoia 1 cuykOAANOT TAAGHOTOG
npocopotdletl Waitepa. Ta kopro TAeovekTipaTa TG neBoddov giva:
o) 1 vynAn Beppoxpacio
B) n otabeponTo TOL eoTOGUEVOL TOEOL aveEdpTnTO GO TNV AMOCTOCT] TOV,
NAEKTPOSIOL OO TO GUYKOAAOVUEVO OVTIKEILEVO.
v) ot vynAég TayvTNTEG GVYKOAANONG (o 120 £mg 1000 mm/min).
2V ovuykOAANoN TAACHATOG, Omws Kot oty texvik GTAW, 10 t6&0 oynpartileTon o
nepBéAlov apyod oAAd To MAEKTPOOI0 PoAppapiov PpiokeTol 0TO ECGMOTEPIKO TOL
AKPOPLGIOL TOPOYNG TOL aPYoL. XTo Xyfua 8.19 mapovoidlovtal ot 600 mapoAAayEg
MG OGLYKOAANGONG TAACUATOG T TEYVIKN TOV peTapepdpevoy 1o&ov (transferred arc)
KOl 1 TEYVIKN TOL Un HETAPEPOUEVOL TOEOL TAAGHOTOG (non-transferred arc). Xt
UEBOS0 TOL HETOPEPOUEVOD TOEOV TO GUYKOAAOVUEVO TEUAYIO ATOTEAEL UEPOG TOL
KUKAMUOTOC TTOV OMtovpYel To NAEKTPIKO 100, PAéne Zynua 8.18(a). Xt uébodo tov
UN-UETAPEPOUEVOL TOEOD 1) BepudTNTa LETAPEPETAL GTO TEUAYLO Ol LEC® TOVL TOEOL
OV SNULIOVPYEITOL AVAUESO GTO AKPOPHGLO KO TO NAEKTPOSIO GAAG IE TO TAACU TTOV
e&épyetan Tov axpopuoiov, Préme Zynpa 8.18(B). H teyvikn avtn, o mpog tnv apyn
Aertovpyiog e, Tpocopoldlel 6tov Oeppikd yekoouo.
H ovykoddinon pe mAdopo ovomtdybnke otn oekoetic tov 1960 ko €ktote
YPT|CLLOTOEITAL OTI CLYKOAANGOT TEROYIOV WE TAYXOC HIKPOTEPO TV 6mm, VO 1
KAvOTNTO. GVYKOAANONG NG déoUNG TAACoHATOG (Bdvel kKou Ta 20 mm Yo opiopéva
KpapaTo Titaviov Kot aiovpiviov. Emonpaivetot 611 OAd 10 VAKE TOV GLYKOAALOVVTOL
ue TIG, yevikd, cvykolhovvtol kou pe PAW, pe adénon toydtntog mopoymyikodTnTa.)

peypt 100 %.
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yfua 8.18: TMaporiayéc Tng oLYKOAANONG TAGGHOTOC- (0) TEXVIKY UETAPEPOLEVOL

t6&0v kot (B) Te)viKN Un-HeETaQEPOLEVOL TOEOV.

& Xuykornon pe déoun niektpoviov (electron beam welding/EBW)

H ovykoAinon pe déoun niextpoviov (EBW) avartoynke  dekaetia tov 1960. H
OePUOTNTA TOV AMOLTEITOL YL TV GLUYKOAANGT TPOEPYETOL O’ TNV KIVNTIKN EVEPYELL
TOV NAEKTPOVIOV TOV TPOGTINTOVV GTNV EMLPAVELD TOV TPOG GVYKOAANGN Tepayiov. H
péBodog amartel e101k6 €EOMAMGUO Yo TNV dNOLPYiL KOL TNV €6TIOGT TNG 0E0UNG OF
nepifdArov  kevov, PAéme Zynua 8.19. Toa mAektpdévia  dnpovpyodvtol UECH
Oepovikng ekmoumng oe yevviTplo. miektpoviov (electron gun) ol gv cuveyeio
EMTAYVVOVTAL KOl GUYKAIVOVV GE Uit EGTIAGUEVT] OEGUN SUUETPOV VYNANG TUKVOTNTOGC
evépyetog (uéypt 10 kW/mm? yia cvykéiinon kot péxpt 200 kW/mm? yuw xonn). H
mopoywyn e oéoung yivetar mévta ev keved (oe vacuum chamber) Ta xolvtepa
OTOTELECUATO, EMTVYYXAVOVTOL OTAV KOl TO TPOG GLYKOAANOT Tepdylo. Ppiokoviol og
YDPO «oymiov kevovy (HV: 10*-10" Pa). Qotdoo, onuepa gtvor epapuocLun 1 xp1Mon
«ueoaiov kevouy (MV: 0,1-3 Pa) 1 n ouykdAinon ywpig kevo (NV - non vacuum).

Syfua 8.19: Apyn g neboddov cuykdAAnong pe déoun niextpoviov (EBW).
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(mpoéhevon: Schey, 2000)

H ovykoriinon pe .5éoun niextpoviov pumopel va ypnoiponomel yio tnv cuykoAnon
OA@V OYEdOV TV UETOAA®V, YOPIG TPOGTUTELTIKA aépla, GLAAITOCUA 1 TPOGHETO
vAko (filler material). Xprnowomoteitan yio mayog petdhiov péxpt 150 mm (6 in) pe
ToOTNTO GLYKOAANGNG OV JVVATOL VO, PTACEL, AVAAOYO e TOV €£0mMGUO, Ta 12
m/min. Ot cuvi0e1g epapuoyé apopohv cuykoArnoelg méyovg 0,1-30 mm.

H moi6tta g cvykodAAnong mov emtuyydveton pe ) pébodo EBW givor molv xan,
pe pikpn OEZ kot Adyo Pabog mpog mAdtog cuykoAinone 10-30. Alda TAEOVEKTILOTA
etvar 1 peydAn kabopdmta TG poENG Kot Ol MIKPES TOPAUOPPDOGCELS TOV UETAAA®V
YOopw amd v {dvn cuykOAAnong, M duvatdtnto TpocPacng o€ «dOokoAecy Bécelg
OLYKOAANOMG KOl 1] EDKOAT OAAQYT) TOV TOPAUETPOV KATA TV e£EMEN TNC dlodiKaGiog.
Ot Tapdapetpol GUYKOAANONG, OTMG 1N £VTIOOT, 1| SIGUETPOG KOl 1) EGTIOGCT TNG OEGUNG
kaOd¢ ka1 1 wieon ot B€on GuYKOAANONG Kot M ToOTNTA GVYKOAANGNG pubuilovtal
oT1g oVYYpoveg dlatdEelg néocm pikpovmoroyiot®mv. H pnébodog Exel evpeieg epappoyéc
OTNV OEPOVOLTINYIKY, TNV NAEKTPOVIKY Kol TNV TUPNVIKY Plopnyovio eved 1 xpnomn e
EMEKTEIVETAL Kol oTNV avtokwvnTofropnyovia. Emonuaivetoar 611 o eEomhopog EBW
TOPAYEL OKTIVEG -X, KO KOTA cuvEReln Tifetan OEpa avotnprg GLVTIHPNONG KoL EAEYYOL

oV €EOTAMGCLOV Kol AN HETPOV OKTIVOTPOGTAGIOG.

& Xvuykorinon pe déoun Laser (laser beam welding/LBW)

H ovyxoéAdnon pe déoun Laser aflomoiel tn pon @otovimv vynAng 16x00g ©G Tyn
Oeppotnrog Yo v TéN TG TEPLOYNS EXAPNG TV TPOG GVYKOAANGN e&optnudtoy. H
&N TpaypoToTolEITOL PE €va 1] TTEPLGGOTEPO. TEPAGLOTO, LE | Y®PIC TPOGHETO VAIKO.
H pébodoc sivar kotdAAnAn vy Pabiéc kol Aemtég cvvdéoelg pe Aoyo Pabog mpog
mAdtog amd 4 £o¢ 10. H apyn g nebddov mapovoidleral oto Zymuo 8.20.

Syfua 8.20: Apyn g nebodsov cuykdAAnong pe déoun Laser (LBW).
(mpoérevon: Waters, 1996)
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Ievikd, o Laser eivan éva gpyaieio Oeppukng vong To omoio, HECH TNG ECTIOUEVTS
o€ GLYKEKPEVT BEoM SEOUNG LOVOYPOUATIKOD QOTOC, OQOIPEl, TNKEL 1 TPOTOTOLEL
EMPOAVEINKA EVOL VAKO. Avdioya pe Tov gopéa dnpiovpyiog g déoung dtakpivovpe
Laser otepedg watdotaong (solid), aepiov (gas), vypod (liquid) xor mpaywyov
(semiconductor), v, avaAoya LLE TOV TPOTO EKTOUTNG TNG OECUNG SLOKPIVOVUE GUVEXT|
(continuous mode) kon oAk (pulse mode) ekmopm.
Mo cuykoAAnon, and Ta Laser otepedc katdotaong ypnoponmoteitan to Laser Nd:YAG
(tomkn| woyvg 50 W-5 kW) evéd amd ta. Laser agpiov to Laser CO;, (tumikn oyvg 50
W-2 kW). H molpukn ekmopm yp1oUOTOLEITOL Y10, CUYKOAAN O AETTMV EAAGULATOV 1)
Yo OMHEWKES ovYKOAANoElS. Laser cuveyolc eKmOUmIG YPNOULO-TO0VVTOL Y10l TNV
emitevén Pabéov ocvykolAnocemv oe erdopato peyaALTEPOL TAYOLS (UEYPL 25mm).
Ewwkd, ota Laser Nd:YAG n oxtiva «UETOQEPETALY OTN EMPAVELD CLYKOAANONG LECH
OLCTNUOTOG ONTIKNG 1vag, YEYOVOG MOV EMUIPEMEL, GE GUVOLACUO LE POUTOTIKO
Bpayiovo, TPodoTOTN TPOGEYYION YO TNV EKTEAEOT] TNG GLYKOAANGONG, PAEmE Zynua
8.21.

Yyua 8.21: Poumotikr] ouykoAinon pe déoun Laser Nd:YAG «on ontikn iva.
(mpoérevon: Waters, 1996)
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AVTITPoG®TELTIKA VAIKE mov cvykolhovvtor pe LBW eivor to kpdpota  vikeliov,

TITOVioV Kol aAOVUVIOD, Ta G1OMPovYa LETAAAN, TO TUPILOYO. Kol TO VEEPKpapata. H

TOYOTNTO CLYKOAANOTMG Kupoivetol petald 2,5-80 m/min ywo Aemtd eddopota. H

OTOTELECUATIKOTNTO TNG OLYKOAANOMG pe Laser peidveror pe v avénomn g

avaxioaotikotntog (reflectivity) T@v mpog GUYKOAANGN EMPOVEIDY. LTV TEPITTOO

avtn, Yo TV Pertioon tng anddoong droxetevetal ot 0éon cvykdAAnong aépio 02

(Y10 xédoPeg) M adpavig aéptlo (Yo ta [Hn-c1oMpovya LETOAAL).

Ta kOpro TAeovekTATO TNG GLYKOAANONG Le Laser évavtt Tng cuyKOAANGomG e déoun

niektpoviov givar ta okdAovOa:

v' Agv amonteitan 1) dnpovpyio kevoo.

v' Agv mapdyovtal ot emKivduveg akTiveg —X.

v Emtuyydvetor kal0Tepn moldTnTo GUYKOAANONG, UE EAGYIOTEG TOPALOPPDOOELS 1

GALAO EAATTONOTO KO [LE [T EROAVIOT] TOPDOOVE. .

v'H pébodoc LBW givar yevikd gukoAdTEPN OG TPOG TOV YEPICUO, TOV ELEYYO KoL TNV

OVTOLOTOTOINGT] TG OLAOIKOGIOG.

Q¢ TomiKd TAeoveKTApOTA TG CLYKOAANONG 1e Laser emonpaivovton kot to akdAovda:

v YynAf TopoyoyikoTnTo, Kol qOTOUOTOTOUEVT] TTOPOy®YY

v" Avvatotnro ektédeonc cuykdAnong omd ) pio mievpd kot og dhokole BEoelg

Ta petovektnuato ¢ pebodov givar:

» Asutovpyio oe otobepn 0éom epyaciag (dev vmdpyelt @EOPNTO/UETAPEPOUEVOG

eComhiopnog LBW.

» YynAo k66T0G EMEVOVOTG, AELITOVPYING KOl GUVTIPNOTC.

Emonpoiveral téhog 6T1 To BEpa TG LY1EWVNG Kol 0oQAAELNG VOl TPMTEHOV KOTA TNV

extéheon ovykornoewv pe Laser dedopévng g PAafepnc emidpaons TV oKTIVOV

QUTAOV 0TO dEPUA Kot TOVG 0PBaALoVC.

8.3 Metarlovpykii dopti cvykérinong
H  perém g pikpodopng TG OLYKOAANOMG Kol 1 KOTOvOnon TV

LETAALOVPYIK®V 0ALOYDV TOL GLUPOIVOLY Elval OVGLOONG TAPAY®OV V1o TOV GYESOCUO

: Emonpaiveror, pe épeacn, 0Tt yio 1o £04¢p1o givol anapaitntn Tpoamaitmon 1 yvoon g Sopng Tmv
UETAAL®V KOl KPOUATOV, TO Sypaupoto @AcE®V Kot ot Oeppikés katepyacieg, dOnAadn amorteital 1
wponyovuevn ddackario EvOg TUTKOD PO LOTOG «TEYVOAOYIOG VAMKOVY YEYOVOG oV dgv GupPaivel 6To
npoypoppo g .1 Avtd Aopfdvetor vEoyn Kol KOG GUVEREID 1) avATTLEN TV GLVOE®V BepdTev
mopoAeineTal.
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KoL TNV EKTEAECT GLYKOAANGE®Y OV Bl 6100ETOVV TIg EMBVUNTEG UNYOVIKES 1010TNTEG
KOLL TV TPOSIOYEYPOULUUEVT] AELITOVPYIKT] GUUTEPLPOPA.

Avopopa yivetal kot  apynv OTIg avtoyevels ovykollioeis théng (fusion welding),
omov mpocdidetar BeppoTnTa ota Vo Evoon pétorda (base materials) péypt va copPet
™mén, evo, ocvvnbog, mpootifetar oty meployn ovvdeong (mpodobeto) YUEVO
oLYKOAAMNTIKO VAKOS . Ta mpog Evaoon ehdopota Bempodviot 0Tt ival omd 10 1010 VAKO
VD TO TPOGHETO VKO €xel mapdpole av Oyl akpipog v ida obvBeon. Katd ta
yvootd ot {dvn ovykOAAnong to viAwkd Pdorng kot To Tpodcheto LVAKO THKOVTOL
TOVTOYPOVE KO EV GUVEYELD GTEPEOTOIOVVTOL Y10, VO OTOTEAECOVY EVOL GO

H avapopd «éva copo»  dev onuoivel 0Tt 1 TEPLOY OLYKOAANOMG &lvol
OLOIOHOPPT KoL OHO10YEVIG. XT0 Zyfua 8.22 mapovoidlovron ot Tpelg dtokprréc Loveg
mov avayvopilovtar og pio Tumiky cvykoAAnon Téng. O {dveg avtég sivan
. To pérarro Paong [base metal}

. H Lovn Beprucnc enidpaong (BEZ) [heat affected zone — HAZ]
e  Hovn méng (ZT) [fusion zone - FZ]

Heat-aftected none

Chriginal stoudt ure Fuston zome fweld merali

' ¥

i Ednlten
W weld metal
;
1
e 1ir|5 l‘l..ill' ol |'.i:ﬂ: 1II::|..!|
- lempezature at which the

baze-metal microst ruct uce
15 alfected.

['emperature

{rriginal
T Iy e CAT LT
af biase metal

Syfuoa 8.22: Awkpirég {dveg Tumikng cuykOAANon THENC.
(mpoérevon: Kalpakjian and Schmid, 2003)

H petaAlovpywn dopn kon o1 110t TES TG d€vTEPNG KOl TNG Tpitng {dvng eapTmdvtan
amod TO TPOG CLYKOAANGOT WETOAAD (LOVOQAGIKA, SUPOCIKA 1| avOHOld) TO €I00G TOL

TPOGHETOV VAIKOD, TO €100 KoL TIG TOPAUETPOVG TNES GVYKOAANGNG, TN DEPUIKT pon K. 0.
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H pedém g uikpodoung kol tov  wwttov tov (ovov OEZ kot ZT amottel
avénuéves yvmoelc Metoddovpyiog kot Emotiung tov YAIK®V Kol Gopog dgv EUmInTEL
omv €0 mopovsiacn. o Adyove GUVEXEING TOL KEWWEVOL OVOQEPOVTIOL UOVOV Ta.
axorlovBa: H {dvn ™Méng elvan n meproyn g SLYKOAANGNG OTOV TO THYyUo. facikod Kot
pocbetov vlikod otepeonoteitar. H {ovn Oepuucnc enidpaong mepiPdrer v L{ovn
™méng. Xt {ovn avtn dev ovpPaivel TEN Kol EXAVACTEPEOTOINOT WOTOGO 1 SOUN TG
owpépel amd ovtn TOL VAMKOV Pdong  6edopévov OTL KOTA TNV SEPKED TNG
oLYKOAANONG d€xeTan €viovn Beplukn] @OpTIoN TOL emMpedlel TNV LuKpodoun, LE
péylotn Opwg Beppokpocia pukpotepn omd v OBgppokpacio T™ENG TOV TPOG

OLYKOAAN O VAMIKAV, PAETE Kot TNV KAPTOAT Oepokpacidv 6To Zynua 8.22.

8.4 IMowtnTo KoL ELATTONOTE GVYKOAMGE®V

AOY® TOL Oepikod KUKAOL Kol TOV OULVETOKOAOLOWOV HETAALOVPYIK®OV
petafordv ot 0Eom UIaG paPn|g CLYKOAANONG AVATTOCCOVTAL ATEAEIEC KOL ALOVVEYELEG
ot ovvdeon (discontinuities), Le QUECEG GUVEMEIEG OTNV TOLOTNTA TNG GLYKOAANOTG.

Ta ovvnBéotepa ehattopata aivovtar ota Xynuota 8.23, 8.24 wou 8.25 xo

TEPLYPAPOVTAL GTT] GUVEYELD.

o H gpgavien mopwv (porosity), PAéne Zyfua 8.23 opeidetal oe eykAeiopato aepiov.
Ta aéplo ovTd dnpovpyodvionl Katd v TEN TS TEPLOYNG CLYKOAANGNG Kol
TOY10£00VTAL KOTO TNV EXOVOOTEPEOTOINON. ['eViKd OAEG 01 GUYKOAAAGELS TEPLEYOVV
KOTOWOLG TOPOLG Ol OTMOiol KATA KOvOVO €YoV GYNUO CGQAIPIKO 7 HOpON
eMUNKLoUEVOVY Koot TeV. H gupdvion tov topmv dev sivor 1dtaitepa, emPBrapng
Y TNV AETOVPYIKOTNTA TNG CLYKOAANONG €KTOC OV VIAPYOLV TAVTOXPOVE. KOl
POYUEC N OV TO VAIKO eivan wabopd 1 av M poaen katamoveital e kémwon. To
TopMOEC TV OLYKOAMoEwv pmopel vo pewwbel 1 va amogevyBel pe Tovg
aKkolovBovg TpodTOVC:

v ypfion anoleldmTIK®V HECmV

V' gmitevén IKOVOTOmTIKAG PEVCTOTNTAG TOL TNYHEVOD HETAALOV OV EMTPENEL GTO,
a€pLa OV TEPLEYOVTOL TN GLYKOAANGN VO, areAevBepmBov

v’ tpomomoinon NG TeXVIKAG oLYKOAMANoNG, Ommg mpobépuaven g (Mg
oLYKOAAN oM G I avénon Tov pubpov TpocPaong e Bepudmrag.

v\ ueioon g toydTNTOG GLYKOAANGNC , MOTE VO VIAPYEL EXAPKNAG XPOVOS Y10, TNV
SlopuY” TOV aepimv.

V' opOn emhoyf nhekTpodinv | GLYKOAANTIKOD VAIKOD.
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o Toa egykheiopota oxkovplds (slag inclusions), PAéne Zynuoa 8.23, seivor
GLGCOUATOUATO oTd 0EEIDIL, VAIKA TNG EXEVOVOTG TOV NAEKTPOSIOL KOl OEPLOL TOV
eykhoPilovror ot {dvn ocvykodAinons. Axabapoieg and 1o mepPdriov, Otav M
dpdion TOV TPOOTATEVTIKOV agPiov dev v EmOPKNG eivar duvatov va cupfdiovv
eniong omn onovpyic. EYKAEIOUAT®V. XVYKOAANGES TOL EKTEAOVVTOL KATH
OTPOHOTO TPEMEL VO, EAEYYOVTAL GE KABE OTPOUL MG TPOG TNV EVATOHEST] GKOVPLAG

Kol T OMLovpyic eYKAEIGUATOV.

Yyfua 8.23: Elattdpate cuykoAdncemy THENG.
(mpoérevon: Kalpakjian and Schmid, 2003)

e H ghamig ™én km deicdvon (incomplete fusion and penetration) yevikd, givor
L0 OIKOYEVELD EAQTTOUATOV OV O0ONYOUV OE UM OTOOEKTH CLYKOAANOT] Kol
opeilovtal og Kakd GYESIOGHO TNG CLYKOAANONG 1] O€ KOKT EKTELECT] QLTINS

H eAimng tén (incomplete fusion), PAéne Zynpa 8.24 koatd kavovo opeileton
oe avemapkéc enimedo Bepuokpaciog o {dvn cvykdAAnong, mapovsio o&edinv,
KoKO KOBOPIGHO TV TPOG CLUYKOAANOT EMPAVELDV, ECQUAUEVO GYEOIACUO TOL
YEDUETPIKOL TOTOV GVYKOAANONG KAT. To ehdtTmp avTd pmopel va amopevyel pe
To akOAoLOL:

V' mpofEproven Tov TPOg GLYKOAANGT VAIKOD,
v mpooektikd  kabapiopd ™G (dvng ovykOAMnong mpwv Tty évapEn TG

OLYKOAANOMG
V' tpomonoinon g oxediaonc g cuykOAAnong (joint design) kot Tov THTOL TOV

NAeKTpodiov
v\ XPNOLOTOINON KATIAANAOL TPOCTUTEVTIKOD G.EPIOV

H oawelnc dieiodvon g ovykdhAnong (incomplete penetration / lack of

penetration), PAéme Zynmupo 8.24 mpokoieiton o6tov 10 Pabog tng pagng eivon
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avemopKEG Kot oQeileTan Kuplog o€ yoUNAN Topoyn Bepudtntac, VYA TayvTNTO
GLYKOAANGONG KO KOKT) GUVOPUOYN TOV TPOS GLYKOAANGN tepoyiov. To eldttopa
ovtd pmopei va amoeevyBel e To axdAovdoa:
v’ Ab&nom mg pofig Beppomrag g {dvng cuykorinong
v Meioon ¢ toy0TnTog cLYKOAANoNG (.. todTnTo Kivnong tov niektpodiov)
KT T O18PKEWD TG GLYKOAANONG

V' TpOmOTOiNGN TG LOPPNS TNG GLUYKOAANONG
v pnon 1oV Tpodiaypadv yio ™ Béon / cuvappoyn tov mpog cuykdAinon

tepayiov

ZyMua 8.24: EXamig T&n ovykoAAnocemy.
(mpoéhevon: Kalpakjian and Schmid, 2003)

o Y pdipato popens TS 6vYKOAAoNG: H cwoth popen g meptoyng cuykdAAnong
(weld profile) givor ovo1ddNG mapdywv Yoo TNV Amodoyn Tng oLYKOAANoMG, Oyt
povo yroti emnpedlel v avtoyn Kot TNV EUEAVIOT] TNG CLYKOAANTNG KOTOGKELTG
oA YTl og avtifetn mEPInTOON VTOSEIKVHEL TNV TAPOVGID, ELUTTOUATOV OT®G N
eMamg ™&n kou M Tapovoic eYKAEICUATOV OE GUYKOAAGELS TOAAOTAGDV
GTPOGEMV.

H éewyn cvykorintikov viakov (underfill), fAéne Zynua 8.23, cupPaiver 6tav
n Lovn ovykOAANoNG dev TPoPOdOTEITOL PE TNV KOTAAANAN TocdtTa. TPOGHETOL
VAK0V. Ot Thdyieg gykomég (undercut) Snpovpyovvial 6Tov T0 focKO VAKO amd
vrepPolikr] BEpUAVOT AMAOVEL Kol KATOPPEEL LEGO GTI PAPT, EVD TO TPOGUYOLEVO
VAMKO (KOAANOM) Oev cuumAnpavel ta dnpiovpyovpeva kevd. H xopua aitio Tov
EMITTOMATOG ivor 1 VITEPPOAIKT €VTOOT TOV PEVUATOS GVYKOAANGNG 1 M YPNon
OKPOPLGIOL HEYOADTEPNG OUETPOV OO TNV omoutovpevn (oTnv mepintmon
GLYKOAANONG HE Aoy aepiov). H vmepPoikn evamoBeon vikov (overlap) eivan

EMUPOAVELOKT] OICLUVEYELDL TOV KOTA KOVOVO OQEIAETOL GE EGQUAUEVT EKTEAEON TNG
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GUYKOAANONG (7). ¥PNOWOTOINGT KOAANGNC UEYOANG SIOUETPOV I} LUKPT] TOYVTNTO
petaxivnong e KOAAN o).

o Poypéc omv meproyn ovykorinong (cracks): Poypéc om Codvn ocvykdAAnong
gtvar duvoTOV vo ELPaVICTOVV og d1apopeg BECELS KOl GE O1APOPEG HOPPES, PAETE
Yymua 8.25. Avaroya pe v wotopia tng Bepukng LovNg ol pOYLES OVOTTUGGOVTOL
glte 010 cOUO TNG paeng €ite 010 Paockd pétarro (Beppukd ennpeacuévn {ovn),
Kovtd oto 6p1o TG Cwvng ™éNg (Tapdmievpeg poyrES). Ot TUMIKEG HOPPES TV
POYUOV €Vl SLOUNKELS, EYKAPOIES, EMPUVEINKEG I e0mTEPIKES. H eppdvion tov
POYLOV 0VTOV OQEILETAL OE Evav 1 6 TEPIOTOTEPA, OO T 0KOAOLOA aitTia:

- Oepuoxpactokés petaforéc mov Ompovpyodv Bepukég tdoeic ot {dvn
GLYKOAANGNG

= JWKVLUAVOELS TG ¥NUKNG 6VOTACTG 6TN {MOVN GLYKOAANONG TOL TPOKAAOVV LN
cvuPPactéc petadd Tovg TOMIKEG GCLGTOAEG

= yoabvpomoinon Tov opiov ToV KOKK®V

= yabvpomoinon Adyw mapovasiag vépoyoévov (hydrogen embrittlment)

= advvapio g {®vng ovykOAAnong va cuotaldel katd TN ddpkeld g YOENG.

Emonpaivetor 011 o pouvOopevo autd gival ovTioTolyo He TNV EREAvVIon TV Bepudv

poyuov (hot tears) katd T yOTELON.

Q¢ HETPAL AMOPVYNG ELPAVIOTG POYLDV CNUELOVOVTOL TO. akOAovOa:

v' 1pomornoinon g oyediaong e cuykOANoNg ®ote vo. glayiotoromBody ot
OepLUKEG TAOELS TTOL OPEIAOVTAL GE GLGTOAN KATA TNV YOén

V' aAdoyf] g akolovBiog TV «Tdomv» TG SVYKOAANGTS N KOl TOV TUPUUETPOV
GLYKOAANOMG

v pofépuavon Tav Tpog GLUYKOAAN O EMACUATOV

V' amo@uyn NG Taeiag yoEng tng cuykorlndeicog katookevung.

Yyfua 8.25: Eugpdvion poyuav 6e GOYKOAANGELS TRENG.
(mpoélevon: Kalpakjian and Schmid, 2003)
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Téhog, ®C &eyyevi] EAATTIOUOTO TNG OLYKOAANGNG WTOopolV va  avoeepbouv 1
napapopeoon (distortion) g SVLYKOAANTNAG KOTOOKELNG  UETOL TO TEPOG TNG
OLYKOAANONG KOl 1] AVATTVEN EPEAKVGTIKMV TOPUUEVOVGOV TAGEMV (tensile residual
stresses). H mapopdppwon pmopel va amopevybel pe 1ov KatdAAnAo oxedlocHd g
OLYKOAMNTNG KOTOOKELNG &V 1 UEION TOV TOPAUEVOLCHYV TACEWOV UTOPEL v

emtevy el Le amotatiky avomtnon (stress revealing).

8.5 "Edeyy0g 6vykolice®V

Me t0v €AEYY0 TOV GUYKOAMGE®V TPOCIIOPILeETOL 1| TOWOTNTA TOV PUPDV Kol
evromilovtal 1o €idog, N B€om ko  coPapotnTa VYOV elattOudTOV. o ToV EAdeyyo
TOV GVYKOAANGE®V €Qapuolovtol TO60 KATAGTPOPIKEG OGO Kol UN- KOTOOTPOPIKES
pébodol. O1 pébodol avtég eivor Kotd kovova TUTOTOMUEVES OO £YKLPOVG 1)/Kot
debveic popeic/opyaviopove (ISO, DIN, AWS, ASTM «x.a).

O1 TUTOTOMEVEG KATAGTPOPIKEG OOKIUES vl 01 KOAOLOES:

Aoxpn epeLKVGHOV
Aoxpn EpEAKVGHOV-O1ATUNONG
Ao kapyng (avoditAmong)
Aoxpn dveBpavotdtrag

Aoxapn adfpwong

V V V V V V

Aoxiun eprucpov.
Ot pun-katactpoeikég HEBodot eAEyyov Tov epapuoloviat TepIAafavouv:
Ontikd éheyyo (visual inspection)
Padwoypagukég pebddovg (axtiveg —x)
"ELeyyo pe vepryovg (ultrasonic testing)

YV V VYV V

"Eleyyo pe dietedutikd vypd (penetrant methods)
H Biproypapcny avapopd Halmshaw, 1998 elvar plo mAnpng €coymyiky

UEAETT] TOV UN-KOTAGTPOPIKOD EAEYYOL TMV GUYKOAANGEWV.

8.6 XvykoAiinon pe niekTpuki) avriotaon (resistance welding/RW)
Otav éva oyetikd peyddo mAektpikd peopo S1EABeL amd 600 em@aveleg o€

EMOQT, CLVOVTE ECOTEPIKN OVTIGTAGT] AVOTTOGGOVTOS £TGL KATA TA. YVOOTA Ogppotnra

AOY® avTIGTOONG, TOV GLYKEVIPMVETOL TOTIKA 0TV TEPLOYN ovvdeons. Avt) eivor 1

apyn ¢ HeBOSoV cuYKOAANONG e NAekTpIKN avtioTaon (resistance welding/RW).
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H Beppoxpacio mov avamtoooetal ot {Ovn enopng tov 000 ELOCUATOV
e€aptaton omd v €101k BeppoTra kol v Beplikn ayoyotTo TV vAkov. H
néBodog elvar KOTAAANAN Yo GVYKOAANoN eite 1010V gite dapopeTikadv vAK®y. H
évtaor Tov pevpotog eBaver péypr 100.000 A evod m tdon Aertovpyiog eivor moAd
YounAn, oty meproyn 0,5-10 V.

H pébodog RW amontel, katd kavova, eEgidikevpévo eEomiiond mov pmopel kon
va eAéyyeton péow H/Y (programmable computer control). O g£omAopog cuvnbmg dev
etvar opntog Ko 1 péBodog epapuoleTor oe POUMNYOVIKEG EYKOTAOTAGES Kol
pnyovovpyeio. Ot Teyvikég 6e£10TNTEG TOV YXEPIOTH/GLUYKOAANT dgv mailovv 1daitepo
POAO VM T, LETPOL TPOANYNG KOl 0CPAAELOG BPIOKOVTIOL GTO HECO, TUMIKO EMIMEDO TMV
ocuvnoopévav TeYVikdv cuykOAAnong. ‘Eva onpovtikd migovéktnuo g pneBodsov RW
elvar 10 yeyovoc OTL Jdev  amouteitor 1 YPHOH  OVOAGKOUEVWYV NAEKTPOOIWY,
TPOCTOTEVTIKMV OEPIMYV 1 OKOVIG TPOTTAGIOG.

Yrdpyovv tE66Ep1g KOPIES, DIUPOPETIKEG TEYVIKEG TOV EVIACCOVTOL GTNV OUAdM
TOV GUYKOAANGE®V UE AVTIGTACT: GNUELNKT, YPOUUIKT], TPOEEOY DY Kol LETOTIKT. Mia

GUVOTTIKT TOPOVGIAOT TV TEXVIKMV OVTOV akOAOVOEL.

Znuciokiy cvykdiinon avtioracng (resistance spot welding/RSW)

Ta mpog cuykOAANoN eAdopata TotobeTobvTan HeTaED TV (KVAVIPIK®Y) NAEKTPOdImV
To. omoio. GLYKAVOUV KOl 0oKOUV TEON G aUTE. TN GUVEXELD JEPYETAL MAEKTPIKO
pevpo Tov Bepuaivel ta Eldopato, AOY® TG NAEKTPIKNAG AVTICTACNC GTO GNUEID TOL
eQAmTOVTAL HETAED TOVG, UE OMOTEAEGHO TNV ONMIOVPYID OMNUEWKNG  «ATUvNG»
ovykoAAnong (weld nugget). Xtn cuvéyela 1 SIEAELGON TOVL PEVUATOG SOKOTTETAL KO 1|
ovYKOAAN oM YoyeTan Vo mieon. H apyn g uebddov mapovoidlerol oto Zynua 8.26.
H avtoyn g ovykdAinong emmpedletor and v kaBapodTnTo KOl TNV TPOYLTNTO
EMPAVENG TOV ELOCUAT®V Kol Y10, ToV AGY0 ovtd TPV amd TNV KOAANOT TPEMEL Vo
amopakpOvovTol Toyxov axkabapoies (ypdUa, MTUVTIKA Kot GTPOHOTO 0EEIdMONG).

O1 kVp1o mapdyovtec Tov EAEyyovy TNV SladKacio Kol GUUPEAOVY GTNV TOLOTNTA TOV
ATOTELECUATOG ElVOL 1] TTECT] TOV AGKEITOL OO TA NAEKTPOOIA, 1 EVIOOT] TOV PEVLOTOC

Kot 0 pOVOG OV JlapKel 1 GLYKOAAN oM (S1dpKeEld Ay®YNG PEOUATOG).
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Electrodes

j £

o _) U-\I ;4] f{) 1} Weld nugget
E S BT e S [— \_" “. = [,dp minr
1 0 () &

[

Pressure Current Current off, Pressure released
applied on pressure on

()

®
Syfuo 8.26: Inuetakn ovykoAinon avtiotoong (RSW) — (a): otéda g uebddov, (B)

TEMKO OMOTEAEGLO. (npoéhevon: Kalpakjian and Schmid, 2003)

H dudpetpog tng «Aipvng cuykoAinong» eivar 6-10 mm, evd n Bgppukd ennpeacuévn
Lovn (BEZ) mov dnovpyeital, avarloya LE T LOPPT TOL NAEKTPOdiov, POAveL péEypt
Kot T dumAdoia d1dpetpo. H évtaon tov nAekTpikod pedOTog KupOiveTal, avaioyo e
TO GUYKOAAOVUEVO VAIKO KOl TO ThX0G TV AacHATOV petaéy 3.000-40.000 A.

H teyvuen RSW  glvar 1 amhovotepn kot To Guyva ¥pnouomolovpevn pHéBodog
oLYKOAANONG HE mAekTpikn avtiotaor. [lpoaypatomoieiton pe éva (ovvnbwg) 1
TEPIOCOTEPH, MAEKTPOSIO. KOL 1| TIECT TOV OMOITEITOL OTNV TEPLOYN TNG KOAANMOMG
TapExeTaL amd TN Unyovn cvykoAAnong. H mo dtadedopuévn unyovn yio cuyKOAANoN e
avtiotaon ivar n niextpondvia, PAéne Zynua 8.27. O1 unyavég awtég eivor cuvnBog
otabepég kot modokivnTeg draTifeTan OUMS Kot PopNTOHS TOPOUOL0G EEO0TAICUOC.

H onupewokn ovykdAinon epappoletor €upOTOTa OTIG GLUYKOAANGELS EAQGUATOV.
Avtopateg pnyovég ovykOAANoNG LvynAng akpifelag, eleyyoueveg amd H/Y won
TPOGOPUOGUEVEG GE POUTOTIKOVG Ppoyioves, YPNOIUOTO00VTIOL OTIV OVTOKIVITO-
Bropnyoavia yio T cvyKOAANoN apofopdtov, PAEre Xynua 8.28, 6TV 0EPOVOVTNYIKI
KaOdC Ko otnV Propunyovio. KOTUOKEVTG OIKIOK®OV GLOKEVAOV. EVOgKTiKG onueidveTol

ot éva TumKO awtokiviTo Pépet mepimov 10.000 onpelakég CLYKOAANOELS OVTIOTOOTG
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Syfuo 8.27: Mnyoavn onuUeEKng GVYKOAANGNG avTioTaonc (nAexTpomovia).

i

Yyfuoa 8.28: E@oppoyr  pOUTOTIKOV GULYKOAAGE®V OVTIOTOONG OTNV OUTOKIVN-

Tofrounyovia.

T'poyuixn cvykolinen avtictaocns (resistance seam welding/RSEW)

H teyvicn avt) ovviotaton ot ovvdeon egoptnudtov Kotd HAKOG TG YPOUUNS
KOAMOTG TOV NAEKTPOSIOV TOL £XOVV T LopeN paovAwv, BAére Zynua 8.29. H apyn
Aertovpyiog TG YPOUUIKNG CLYKOAANGONG EiVOL QOO0 LE 0TI TNG oNUElokng. Ta

KUKAMKGE MAEKTPOSIOL EQPATTOVTIOL GTO. TPOG GLYKOAAN oM eEaptiuata oynuatilovtog
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oTyloieg B€oelg ovykOAANoNg AOY® O1éAevong MAEKTpKoy pevpatog. Kabog ta
NAEKTPOSIO.  TEPIOTPEPOVTOL KOL OVOAOYOL WE TNV TOXOTNTO TEPLOTPOPNS TOVC,
onuovpyeitonr ovveYng poen KOAANGONG mOL €ival LOOTOCTEYNG Kol ogpooteyng. H
YPOLMKY CUYKOAANOT pmopel va €ivol Kot OLUKOTTOUEVY], OTOV 1) OEAELOT TOL
PEVLOTOC TTPOYLOTOTOLEITOL TEPLOOIKG UE M| YWPIG UETOTOMION TOV GUYKOALODUEV®V
pepadv katd v mepiodo d1éAevong Tov niekTpikod pedpotoc. Ommg Kol 6T oTMUEIKN
OLYKOAANGOM, M £VTOGT TOL PEVHATOG, O XPOVOG SIEAEVGTG TOV KOl 1] TTLECT] TOL ACKEITAL
0T0 cuyKoAAoVpEVa TEpd) L kKaBopilovv To péyebog Tng KOAANONC.
H pébodog g ypopiknig ovykOAANGONG Le MAEKTPIKN aviiotaon seapuoletol
ouvnfwe, ot cLYKOAANGON COANVeV pE pagn, PAére  Eynquo 8.29, pe ypnon
NAEKTPIKOD PEVIATOG VYNANG cuyvoTNToS (€mg Ko 450 kHz).
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Yyfua 8.29: T'pappukn cvykdiinon avtictaons (RSEW)

2vyrolinon wpoeloydv (resistance projection welding/RPW)

H teyvuc avt epapuoletor ot ovvdeon eEapmUdToV 6€ £vo 1 TEPIGGOTEPN oTuEin
eEMOENG ovyyxpoveg, PAéme  Zynua  8.30. To onuelo emopng sivol koTdAAnio
dwpopeouéveg  mpoegoyxés  (dimples/projections), ocuvvnbog péow  Koilavong
(embossing), 6to éva omd T0. dvo cuykoAlovueva eEaptirota. To Miextpkd pedpa
OEPYETOL LECH EMMESWDV YOAKIVOV NAEKTPOSI®V Kot Beppaivel To TUMHO TNG TPOEEOYNG
MOV EQAMTETOL OTNV EMIMEdN EemMEAveEIL Tov €EupTAUATOS. XTO ONpeio  ekeivo
dNULOVPYEITOL O TVPAVAG TNG GVYKOAANGNC EVD TO VITOAOITO TUNWO TNG TPOEEOYNS TTOL
EXEL LOAOKMOEL AOY® TNG BEPLOVONG TOPALOPPAOVETOL TAACTIKA KOl YIVETOL EMIMESO
Vo TV enidpoon mieong. H cwoth epapuoyn g dadikoasciog eEaptdtot amd T Lopen
Kot T doTaTikn axpifeia v tpogfoymv. O e£0MMGUOG TNG ONLUELNKTG CLYKOAANONG
pmopei va ypnoipomombel kot yio v teviky RPW pe xatdAinio enavacyedioopd/

TPOTOTOINOT TWV NAEKTPOSIWV.
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YyMua 8.30: Xvykorinon npoegoyav (RPW).

Merwmrn ovykélinon avricraons (flash welding/FW)

Yy mepimTmon auTi 1 GVYKOAANGCT YIVETOL HETOTIKA 6€ OAN TNV empdvela enapng. H
BeppoTnTo OV OTOTEITOL TPOEPYETOL OO TO MAEKTPIKO TOEO OV OMpovpYEiTAL TNV
mEPOYN NG EMOPNG. Ave HOG OpoHEVNG OepLoKpaciog Ol  EMQAVEIES TOV
OLYKOALOVUEVOV €EOPTNUATOV HOAOKOVOLY KOl UE EAEYXOUEVN EQOPULOYN TiEONS
oynuatifetor 1 oOVOEST TOL GUVOSEVETOL OO TANGTIKY TOPAUOPPOGCT) GTIV TEPLOYN
ovykoAAnong, PAEne Zynua 8.31. H petomkn cvykdAAnon dwaxpivetar otn GUYKOA-
Anon PpoyvkvkAmong Kot ot ovykOAANom omwvOnpa. XopoktmploTiky givol 1
S10YK®ON TOL TPOKOAEITAL KOl UE TIC 600 pebddovg otn Béon tng cvvdeong, PAéne
Yyiua 8.31. H petomxn ocvykOAAnon ypnoiponoleitor og eni to mAEioTOV Yoo T
oUVOEGT COANVOV Kol KOAVIPIKOV Tepayiov dtapétpov 1-75 mm. O punyavég mov
ypMNOIoTolovVTOL 0TV TEXVIKN FW glvan peydieg oe oyko kot cuviBme auTOUOTES LE

ovopaotikn woyd 10-1500 kVA.

Yyfua 8.31: Metwmikn cvykoAinon avtictaong (FW).
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8.7 Puypéc cvykoiioerg (cold welding)

2115 neBOO0VE TNG OLASAG OVTNG 1| GUVEVMOT TV dVO EMLPOVEIDV EMLTVYYAVETOL
pe v doknon mieong (dHvapng), cvvibwg LECH KOAOLTIMV 1| pAovAwY. ZTov Babud
OV 1 EVOON TOV EMPOVEIOV TPAYUOTOTOlEITAL PEC® TAaoTikiS mopouoppmans Ba
TPETEL TOVAGYIOTOV TO €VO KOl KATO TPOTIUNOM Kot To. 600 VAKAE vo eivar ddxiua.
Meto&d dAhov HeBddmv oty opdda ot EVIAGGovVTaL o1 KOAovBec:

e YuykoAinon pe édaon (roll bonding 1 roll welding)

e XuykOAAnom pe ypnon vrepnyov (ultrasonic welding/USW)

e YuykoAinon tpipng (friction welding/FRW)

Ot pébodol avtéc dev cvl{ntodviol €0, O OVAYVAOOTNG TOPUTEUTETOL GTY| GYETIKN

BiBroypaeia, PAére evdewtikd Kalpakjian and Schmid, 2003.

8.8 Alkec néBodor cvykorinong
Ed® evtdooovtal o1 péhodot:
e XvuykOoAlnon ddyvong (diffusion bonding)
e Expnkrikn ovykoAinon (explosive welding)
Ov pébodol avtéc dev ovlnrodvial €3G, O OVAYVAOOTNG TOPUTEUTETOL OTY| GYETIKN
Biproypaeio, PAére evdectikd, Nicholas, 1998 war Crossland, 1982, avtictorya.
Ot ovykoAincelc tov evotntov 8.7 xor 8.8 evidocovial oty opdada TmV

OLYKOAAMNGEWVY GTEPEAS Pdomng, PAéne evotnra 8.1.

8.9 Etgpoyeveic cvykorioeis (soldering and brazing)

Onwg &yer avaepepBetl omv apyn tov Keporaiov, To kHplo yapoKTnpioTiKd TV
ETEPOYEVMV GUYKOAANGEMV €lval 1 SIOPOPETIKN YNUKY GUVOEST TOL GULYKOAANTIKOV
VAMKoU amd ekeivn Tov Pacucod petdiiov. H obvdeon. tov tepayiov oty etepoyevi
OLYKOAANGT EMTLYYAVETOL KUPI®MG Pe TNV JIEIGOVON TNG PEVGTOTOINUEVIG KOAANONG
HEGO GTOVG TOPOVE TMOV GLYKOAAOVUEV®V UETOAMK®V ETPAVEIDY Kol TNV avamTuén
poplok@v duvapewnv (mpdéceuor/capillary action) pe Tov oYNUOTIGHO KPOUATOV GTNV
TEPLOYN TNG GVVIESTG.

Amapaitnm tpodmdheon yio TNV emTLYI0 LIOG ETEPOYEVOVG GUYKOAANONG Elval
0 omOAVTOC KOBAPIOUOS TOV EMPAVEIDV GLYKOAANGNG KOl 1) OTOPLYT €1G0d0V aépa

oV par]. TovTo emTLYYAVETOL LE TNV (P1IOT KATAAANLOL VAIKOV KaBapiGoD.
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Avaioyo pe To onueio ™ENC TOL GLYKOAANTIKOD VAIKOD, Ol ETEPOYEVEILG
OLYKOAANGELS dlaKpivovTOL GE:
» noAaxég ovykoAinoelg (soldering), 6mov to onueio TENG ™G KOAANGONG KupaiveTol
mept toug 450°C,
» oxinpég ovykolnoelg (brazing), émov to onpeio T™ENG TG KOAANONG LIEpPaivel
tovg 450°C.
On etepoyevelg CLYKOAANGELS YPTCILOTOL0VVTAL GLUVIOMG:
v Otav o 314popovg Adyovg amokAsietar n avToyevig cLYkOANoN, Onme .. o€
OLOPOPETIKG GUYKOAAOVUEVO LETOAAD, Y10 ATOPLYN VIEPHEPLOVOTG TV TEROYIOV TTOL
€XEL EMMTOGELG GTNV OVTOYN TOVG.
v Otav emdubketon Béppavon tov tepoyiov oe Oeppokpacicg pikpotepeg omd To
onueio ™MENG TOLG, M. KOTA TNV GLYKOAANGON (AEMTOTOVY®WV) UETAAMKOV doyelmV
cuoKeLaGiag.
v Zg TEPIMTMOOES Topay®ynS OTOV 1 avToYn TG ETEPOYEVOVG GLYKOANONG KpiveTat

IKOVOTIOUTIKT|, TT.Y. KOveepPomotia.

8.9.1 Mouhokég £TEPOYEVEIC GUYKOAM|GELG

H m\éov tomikn| mepimtoon MHOAOKNG €TEPOYEVOVE GLYKOAANMONG E&lvar 1)
KaGo1TEPOKOAANGT. To GuYKOAANTIKO VAIKO (solder) gival cuvnBmg, Kpdpa KoooiTEPOL
Kot LOADPSOV G S1Apopeg AvaAOYIES, LLE HIKPT TOGOTNTO AVTILOVIOV, TOVL KafloTd TNV
KOAANOM Mo avOekTikh, oAAG kol okAnpotepn. H emioyn g ypniong Kpapotog
KOGGITEPOV MG GLYKOAANTIKOD VAIKOD Paciletal 6e dV0 Kupimg AOYovs: TNV guyepn
eEamlmon ¢ KOAANONG MOVO OTO TEUAYIOL KOl TNV OTOQUYT YPNONS KPOUAT®V
poAvBoov Aoyw mepiforiovtiknig emPapuvong. g TPoSHIEEIS TOV KAGGITEPOL UTOPOHV
va ypnotponomBodv kot dAlo pETodda OTmG T.Y. Kaopo, Piopovbio 1| dpyvpoc. Xtov
[Tivaka 8.4 mapovotdloviol GLYKEVIPOTIKG 01 GuVNOECTEPOL TOUTOL GUYKOAANTIKOD
VMKOD TIOL YPNOLHOTOLOVVTAL OTIC HOANKEG £TEPOYEVEIG KOAANoEl,. H ovotaon tav

vMkav solder kot 1 kwdikomoinorn tovg akorovbei v mpodiaypaen ISO 3677 (1992).

Mivakag 8.4: ZUVOETIKO UAIKO HAAAKWV ETEPOYEVWV OUYKOANOEWY HETAMNWVY Kal
KpCl|J(']T(1)V. (npoéheuon: Kalpakjian and Schmid, 2003)

Tin-lead General purpose

Tin-zing Aluminum

Lead-silver Strength at higher than room temperature
Cadmium-silver Strength at high temperatures
Zinc-aluminum Aluminum; corrosion resistance
Tin-silver Electronics

Tin-bismuth Electronics
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H avtoyf tov LoAoK®V ETEPOYEVOY KOAMGE®DV £IVOl LIKPN Kol KOTO GUVETELD 0VTEG

amopevyovion o€ €£opTNUOTO PE VYNAG Toowkd media eved avtifeta spapuodlovrol

eVPEMG otV MAekTpovikn Prounyovia. Ot koAinoelg soldering amopedyovtol cuvnBwg

og ovvdeon Kotd cvpPoin (butt joint). Toviletoan Téhog 611 pe v péBodo soldering dev

KOAA®VTAL G1OMPOvY 0 DAIKA.

Ta vikd kaBopiopod (fluxes) TV LOAUKOV GUYKOAANGE®DY dlOKPIVOVTOL GE:

- 6&wa (VOPOYA®PIKO 0&D, YADPLOVYOG WYEVIAPYVPOS, YAMPLOVYO CLLLHOVIO),

- ovdéTepa (PNTIVOOT OTOEEDMTIKA VAKE e PAOT] TO KOAOPOVIO TOV TPOEPYETOL OO

v pntivn 6tav amopakpuviel to tepefrvBélaio pe amdotaldn).

Boowo eEdptnua eKTELESTIC TOV KOOGCITEPOKOAANGEMV EIVAL O GUYKOAANTIPOG
(oAnTpr) mov mapéyel TV anapaitnn Beppdtnra Yo v Bépuavon Tov peTdAlov
Kot TNV TREN NG KOAANGONG OtV TEPOYN TNG oLVOEDTC. glte dpeca pe AOYa gite pe
nAekTpikn avtiotaon. Xto Zynuo 8.32 ewoviletor £vag MAEKTPIKOG GUYKOAANTHPOG

soldering padi pe T1g amopaitnTeg 1010GVOKEVEC.

YyMua 8.32: Hiektpikdg cvykorintipag soldering.

8.5.2 Tkinpég eTepoyeveic GUYKOAMGELG
Onwg &rer NN avapepbel 1O GLYKOAMNTIKO VAIKO T®MV GKANPOV ETEPOYEVAOV
ovykoAMoemV THKETOL og Beppokpacia dve tav 450°C aAld capdg younAdTepn amd

mv Beppoxpacio ™EN TOV pETdAA®V Tpog cuykOAAnon. H Siepyoasia avth sivon
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TeELEl®G SLOPOPETIKN OO TNV TUTIKT| GUYKOAANGN TNENG KO KATO GUVETELN TPOPATUATO
ovvveoouéva pe v dmuovpyio Covng Bepuikng emidpaomng, TOPOUOPOMCELS Kol
avATTUEY TOPUUEVOVCHV TACEMVY Elval TNV TEPITTOON QVTH CAPDG OALYOTEPOL.

H avtoyn wog oxAnpng etepoyevoidc cuykoAinong e&aptdtol ap’ evog amd v
yveoueTpio NG oOVOEONG KOl 0 €TEPOL AmO TNV TPOCEVON TV VAIKOV OTNV
OlEMPAVEID.  OVTIKEWMEVOL Kol GUYKOAANTWKOD vAkov. Ot empdveieg mov Oa
oLYKoAANBoUV mpémel va KabapicBovv amdivuta, PE UNoviKd 1 ¥nukd Tpdmo, n xPNoN
VMKOV kaBapiopol Katd cuveémelo etvor dlaitepa onuovtiki. Tétoto vAIKA glvan o
Bopoaxag (oe Beppokpacicg cuykoAAnong =750 °C) to Bopikd o&D (o Bepuokpoaocisg
ovykOAAnong = 880 °C) M piyna amd yhwpidia kot pOopidia pe 1 yopic Popoka Kot
evidioelg pooedpov (ot Bepuokpacicg < 800 °C).

Ov mo ovvnbiopéveg OKANPEG  ETEPOYEVELS OLYKOAANOELG  &lvar 1
umpoovt{okoiinon xou M aonuokoiinon. H upmpovvilokdiinon ypnoponolel g
OUVOETIKO VAIKO KPOUO YOAKOD KOl WELOOPYDPOL HE WIKPEG TEPIEKTIKOTNTEG OE
KOGGITEPO KOl APYLPO. XTNV ACNUOKOAANGT YPNCOTOOVVTOL (G GUVOETIKO VALKO
KpGpoTo mov TEPLEXOLV ApYLPOo (OE MEPLEKTIKOTNTO TOVAd)oTOV 8 %), YOAKO,
YELOAPYLPO, KOOGITEPO Kot KAdo. H avénon g meplektikdtTnTag 6€ APyvpo LEIDVEL
T0 onueio ™ENG ™G KOAANONG, Gpa  EMITPEMEL GLYKOAANGT, O YOUNAOTEP
Oeppokpaocia, yeyovdc mov Koatd kovova eivar embountd. H aonuoxdAinon eivor
ONUOVTIKG akpifotepn G Umpouvi{oKOAANONG OAAG €yl KOAAITEPEG 1O10TNTES KoL
CUVENMOG TPOTIHATOL GE KOAANGELS VYNADV AEITOVPYIK®OV OTAITHOE®V. TO GUVOETIKO
vAko (filler material) kvkAo@opel 610 EUTOPLO GE dLAPOPES LOPPEG (GVPLLO, EAAGHA,
OKOVI] K.AT) €V M €MAOYN CLYKEKPIUEVNG oUVOESNG cLVOETIKOD VAKOV eEaptdrTan
Kuplowg amd To TPog SLYKOAANON vAko, PAéme Ilivaka 8.5. H kwdwomoinon tov

axolovBei, emiong, Tnv mpodwypaen ISO 3677 (1992).

Mivakac 8.5: ZUVOETIKO UAIKO OKANPWV ETEPOYEVWV CGUYKOAANOCEWV HETAAWV
Kal KpAaPATwV. (npoéheuon: Kalpakjian and Schmid, 2003)

BASE METAL FILLER METAL BRAZING
TEMPERATURE
°C)

Aluminum ard its alloys Aluminum-silicon &§70-620
Magnesium alloys Magnesium-aluminum 580-625
Copper and its alloys Copper-phosphorus 700-925
Ferrous and nonferrcus alloys {except Silver and copper aloys, 620-1150
alurminum and magnesium} copper-phrosphorus

Iron-, nickel-, ahd cobalt-basea alloys Gold 200-1100
Stainlesy steels, nickel and cobalt-base alloys Mickel-gllver 925-1200
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Mo v ektéheon GKANPOV ETEPOYEVOV GUYKOAANGE®MV YPNOLUOTOLOVVTOL O1APOPES

uébodot, OTMG:

- ZUYKOAANOT LE KOUVELTIPA, .Y, KAUVELTHPOS 0EVYOVOV-00ETVATVNG (torch brazing).

- YuykOAAnon pe guPdmtion Tov tepayiov o€ doyelo mov MEPLEXEL KOAANGON GE LYPN|

katdotoon (dip brazing)

- ZuykoAinon ue enayoyn (induction brazing)

- ZuykOAAN oM UE NAEKTPpIKN avTiotaon (resistance brazing).

Kotd tnv extéheon oOKANPOV ETEPOYEVMOV GULYKOAANGE®V TPOTIUATOL 1|
YEOUETPIOL GUVOEONG HE EMKAALYN EVAO TPEMEL VO OMOPEVYETAL 1| oUVOEST KOTA
oupporn. Zto Zynpa 8.33 mapovoialovtar ophEg Kol EGPAALEVES Ye®UETPiEg cHVOEDTG
Katd v gQapuoyn KoAAnoewv brazing. Emonpoiveror 6t to dudkevo (clearance)
LETAED TV TPOG GLYKOAANGT EMPAVELDV EIVOL OLGLMONG TUPAUETPOS TG S1001KACTING
dedopévou 0Tt kabopilel v avtoyn g cvvdeons. H peimon tov didkevou avédver tnv
OLOTUNTIKY OVIOYN TNG CUVOECONG, (OCTOCO AMOLTEITOL £va OpIopEVO péEyehog S1dkevou

wote vo emtevydei  emBount péyiom avroyn (UTS).

2xAua 8.33: MNewpeTpia ouvdeong KaTa TNV eKTEAECN KOAANOEWYV brazing.
(mpoéhevon: Waters, 1996)

8.10 Xyediaon cvykéiinong
H oyediaon tov 6uyKoOAAMGEOV YiveTol PE OTAOTOINUEVO TPOTO GUUPMVO UE
TOUG  KOVOVIGHOUG Tov  «Mmyavoloyukod Zyediovy Xta o0l GUYKOAANTOV

Kataokev®mv TpoPAéneTal, cOppova pe Tig d1ebveig mpodiaypapés (ISO), Tig [N'eppavikég
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(DIN) 1 11 Apepikavikég (ANSI/AWS), o sopfolopog OA®V TV Kupiov TapapuéTpmv
NG GLYKOAANGONG, OT®G 1 UEBOSOC Kol 0 TUTOG TNG GLYKOAANGTG, TO TAYOG KOl TO
UNKOG NG «papnc», T0 €100¢ Tov TPOGHETOL VAKOD (T.%. MAEKTPOSI0) Kol 1 TUYXOV
amoitovpevn enegepyacio LeTd TV cvykOAANoT. Ot KOplol TOTOL GLYKOAANONG LLE TOV
avtiotoro cvufoMopd mopovosidalovtal 6to Zynuo 8.34 mov cuppovel katd Bacn e
toug kavoviopovg AWS. Ilapdpoteg, yevikd eivar kon ot mpodwaypapég ISO 2553
(1993) ko DIN 1912-4(1981).

2xAua 8.34: Tutrotroinuéva ocUPBoAa ouykoAAnoewy (katd AWS).

8.11 Ymoloyiopog avroyng cvykoiinong

Mo vo eheyyBel M emdpkeln pOg paQig GLYKOAANGNG MG TPOS TNV OVTOYN
TPETEL VO VITOAOYIGH00V 01 UéyloTeg OpBEG SLOTUNTIKES, KOUMTIKEG KOl OTPEMTIKEG
TAGCELS TOV AVANITOGCOVTOL 6T oUVOEST amd TNV eE@TePIKA eMPAAAOUEVT pOpTIoT. Ot
TAGELC OVTEG OTN GLVEYELN GLYKPIVOVTAL LLE TIC AEYOUEVEG EMITPETOUEVES TAGELC.

O vmoAOYIGUOG TNG VTOYNG HIOG GUYKOAANGNG TUTIKA OVAKEL OTY YVOOTIKY|
nmepoyn Tov «Ztoyeiov Mnyavavy H pébodoc mov epapudletor cuvibog Pacileran
ot Be@pnon ™G PoeNG GLYKOAANONG MG YPOUUNG Ywpig mayog (treating weld as a

line), 6TOV LTOAOYIGUO TNG LEYIOTNG OVOTTUGGOUEVTG SUVAUNG OVAL LOVADO LKOVS Kol
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TEMKA 6TOV KOBOPIoCUO TOV ATUITODUEVOV SOOTACEDY TG PUPNS, PAETE EVOEIKTIKG
Mott, 2004.

Ol CLYKOAAMOELS OOMK®MOV KATOOKEL®V LROAOYilovTal kol Aéyyoviol UE

€101K00G TUTOTOINUEVOVG KAOJIKES, EVOEIKTIKA avapépovtal ol “American Institute of

Steel Construction (AISC) code for building construction” «o “Evpokaddikag 37 1

EQOPLOYTN TOV 0010V Elval VTOYPEMTIKN GTIG ¥DOPES TG Evpomaikng Evaoonc.

8.12 Owovopikd otoyyeio cvyKOLANONG

H ovykéiinon kot dwitepa 1 oLYKOAANGT TOEOL amoTEAEl oNUEPA Uid
TUTOTOMUEVT] UEBODO MG TPOG TNV TPAKTIKY, TO DAIKG TOV ¥PNGULOTOLEL KUl TOV YpOVO
OV OTOLTEITOL Y10, TNV DVAOTOINGT HI0G CUYKOAANOTG GLUYKEKPIUEVOD THTOL KOl LOPPTG.
Kotd cvvémela, eivar oyetikd €dkolo vo vmoAoyisbovv  tumikd k6ot (standard
costs)kat €€” aVTAOV va TPOKVYEL TO KOGTOG HEGOUEVIG GUYKOAANTNG KATAOKELNG.
Tomikd, T0 K66TOG GVYKOAANGNG TEPIAAUPAVEL TO AUEGO KOGTOG VAIK®OV (material cost)
kot gpyatikev (labor) ot to éppeco k6otog (overhead). To dpeso KOGTOG VAIK®OV
nepAapPdvel To K66TOC TOV TPOoTIBEUEVOL LETAAAOL, TOV 0gPiOL TPOGTAGING, TNG
OKOVIG TPOOoTAGioG Kol AAA®DY VAIK®OV, avaioya pe tnv pébodo cuykdiinong. g Pdon
YO TNV EKTIUNOMN TOV AUECOV KOOTOVG VAK®OV Adpfdveror cuvibwog 1 pélo tov
UETAALOV GVYKOAANONG TTOL gvamotiBeton M| Otav dev VIAPYEL evamdbeon UeTdALOL TO
OAKO PKOG ouYKOAANoNG. To dpeco KOOTOG epyatiK®mV TEPIAAUPAVEL TO TUN O TOV
EPYOATIKOV KOGTOVC 7OV GLVOEETOL Apeca pe Ty dladikacio cuykoAAnonge. Qg fdaon yia
TNV EKTIUNGN TOL GUEGOV KOGTOVG EPYATIKOV AUUPAVETUL O ¥POVOG GUYKOAANGNC.
To éupeco kd6oT0g TEPAOUPAVEL OAEG TIC EUUESES EMPAPHVOELS TNEG TOPAYDYNC, OTMG
TO EUUEGO EPYUTIKO KOGTOG , TO EUPECO KOOTOG DAKMV Kol TO KOGTOG TOV O10(pOpmV
VANPECLDV, TIG ATOGPECELS, TOVS POPOLG KO TO YEVIKA Kol 0101k TIKA €000 O TpdTOg
LE TOV 01010 T0 EUPECO KOGTOG EMUEPIfETOL OTIC d1APOpES GLYKOAANGELS e€apTaTaL 0md
TNV TPOKTIKY KOl TO GVGTNUO KOGTOAOYNONG TNG GLYKEKPLUEVNC ETOLPEING. ZvuviOmg o
EMUEPIGHOG TOV ELPECOV KOGTOVG YIVETAL OVAAOYO [LE TO GUEGO KOGTOG EPYOTIKMV TOV
TPoidvTog (GuykOAANoN) e Pdom éva Tpokabopiopévo Toc00Td EUUECOD KOGTOVG,
Emonuoiverar 011 10 k00TOG TV GLYKOAANCE®MV Ogv gival TO HOVO KOGTOG TOV
Aoppdvetal vTOYN YL TOV VTOAOYIGUO TOL GUVOAKOD KOOGTOLG HIOG GUYKOAANTNG
KATOOKELNG. X~ avTd TPooTifevtal T0 KOGTOG TPOETOLNAGING (SUUOPP®OTN TOV AKP®V),
TO KOOTOG TV OepUIKOV KATEPYAOCIOV HETQ TNV CLYKOAANOTN KOl TO KOGTOG TV

KOTEPYAGLDV OMOTEPATOONG.
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