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H Texvoloyia tng ZuykoAAnong pe TpBn

EuxapioTieg

Me Tnv oAokAnpwon Tng TTUXIOKAG MOu epyaciag Ba ABeAa va
EUXapIoTHOW OAOUG TOUG avOpPWTTOUG TToU PE BoRBnoav oTnv TTEPATWON TNG.
ApXIKG BEAW va guxapioTAOW Toug KaBnyntég pou Tov K. Ap. Baipn AxiIAAéa
Kar Tov K. Ap. letouon Mdpko yia tnv avadBeon kair TNV ETiBAewn NG
TITUXIOKNG JOU £pyaciag KaBwg Kal yia TIG CUPPBOUAES Kal Tn BorBeia TTou Pou
Tpoopepav kKaB' 6An T didpkeia. ETriong Ba nBeAa va euxapioTHow Kal TOUG
ouvadéApoug pou BdpBouka BaciAn, Mouvtdkn Niko kai ®poudapdkn
KwvoTavTivo yia TNV TTOAUTIUN BorBgia Toug oTnv UAOTTOINCN Tou project Tng
dladikaoiag ouykOAANnong TpIBAG ME avAadeuon TTOU TTPAYUATOTIOINBNKE OTA
TAQiOI0 TNG TIPAKTIKAG MOU Aoknong oto  Epyaotipio MnyavoAoyiag
AkpiBeiag kai Avtiotpoeng Mnxavikrg Tou TEI KpAtng. T€Aog BEAW va dwow
éva PJEYAAO EUXOPIOTW OTOUG YOVEIG HOU KAl GTOUG QIAOUG yIa TNV aydrrn Kai

TNV UTTOOTHPIEN TTOU Jou divouv OAa autd Ta Xpovia.

KaooeAdkng Avdpéag

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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MepiAnyn

H T1rapoluoca TITUXIOKA €pyaoia ava@EpeTal oTnv TEXVOAoyia TNng
OUYKOAANONG PE TPIPR, N oTtroia gival pia diadikacia ouykOAAnong katd tnv
oTToia N BepudTNTA TTOU ATTAITEITAI VIO TNV évwaon dU0 TEPaXiwV TTAPEXETAI OTO
oUCTNUA ATTO TNV ATT EUBEIAg JETATPOTTA UNXAVIKNG EVEPYEIAG O€ BEPUIKN ETTI
TWV TIPOG OUYKOAANON ETTIQAVEIWYV. 2T OUYKEKPIPEVN €pyacia yiveTal pia
AeTrTopEP ava@opd otnv dladikaoia Twv JIAPopwy €10WV OUYKOAANONG
TPIBAG TTOU UTTAPXOUV, OTIC TTAPAMNETPOUG TTOU €XEl N KABe PEBODOG, OTIC
MNXOVEG OUYKOAANONG TTOU XPENOIYOTTOIoUVTal, aAAG OTa TTAEOVEKTAMOTA KAl
MEIOVEKTAMOTA TNG KABE PEBODOU. ZTn CUVEXEIA TTEPIYPAPETAI AVAAUTIKA N
MEBODOG TNG ZUykKOAANonG TpIBAg e Mpappikn MaAivopdunon otnv otroia
yivetal ouykOAAnon peTatu duo opboywviwv Tepaxiwv avaAvovriag Tnv
dladIkaoia TNG CUYKOAANONG.

Metd  vyivetar Ttrepiypagry otn  pEBOdO  ZuykOAAnong TpIBAG ME
MepioTpo@ny oTnNV OTToia yiveTal OUYKOAANCN METAEU KUAIVOPIKWY TEPaXiwV.
‘Emreira yivetal ava@opd oTi¢ dUo TTIo vEEG uEBOdOUC CUYKOAANONG uE TPIRN.
MpwTta yivetal avagopd oTnv PéBodo ZuykoAAnong Tpirig pe Kivnon o€
Tpoxid oTnv oToia yivetal ouykOAANon opBoywviwv Tepaxiwv. ‘ETTeira
TeEPIyPAPETal N PEBOBOG ZuykKOAAnong TpiIBAg ue Togoeidn lMepioTpo®r) atnv
oTToia YiveTal OUYKOAANGN METAEU KUAIVOPIKWY KOIAwv Tepayiwv. MeTa yiveTal
avaAuon g pEBGdou ZuykOAAnong TpiIBAg pe Avadeuon. ApXIKG yiveTal n
Teplypapny TG diadikaciag PEoa atmod OToIXEia TToU PEAETABNKAV PECW TNG
BiBAIoypagiag. Metd yivetar ava@opd oTnv TrEipapaTikh dladikacia Tou
OUYKEKPIPEVOU €iDOUG OUYKOAANONG TTOU €VEPYNONKE WG project 0€ TTPAKTIKN
aoknon oto TEI KpATtng pe Tn Bondeia piag epyaAsiopnxavrigc CNC.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Abstract

This thesis deals with friction welding technology, which is a welding
process in which the heat required for the joining of two pieces provided in the
system by directly converting mechanical power into heat on the surfaces to
weld. In this thesis is a detailed reference to the procedure of the various
friction welding species present, on the parameters of each method, the
welding machines used, and to the advantages and disadvantages of each
method. Next described in detail the method of Linear Friction Welding in
which the weld between two rectangular pieces analyzing the welding
process.

Then a description is made of the Rotary Friction Welding method in
which welding is made between cylindrical pieces. Then reference is made to
the two most recent methods of friction welding. First, reference is made to
the method of Orbital Friction Welding in which rectangular pieces are welded.
Then describes the Radial Friction Welding method in which welding is made
between cylindrical hollow blocks. Following is an analysis the method of
Friction Stir Welding. Initially, the process is described through elements
studied through the bibliography. Then a reference is made to the
experimental process of the particular welding that was activated as a project
in practice at Technological Educational Institute of Crete with the help of a
CNC machine.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Keg@dAaio 1: ZuykoAARoeig MeTaAAwWV

1.1 Eicaywyn

H ocuykOAANON Twv PeTAAAWY gival yia diadikaoia TTou ugioTaral amré T1a
apxaia Kalr JAAMIOTa Ol TTPWTEG €VOEILEIC oUYKOAANONG uTTdpXouv atrod Tnv
€TTOXN TOU XaAkoU Trepi To 4000 11.X. PE TNV KATAOKEUN OTTAWY, KOOUNUATWY
OAANG KOl JIKPWV  OTPOYYUAWV  KIBwTiwv amd Xpuood Ta  OTroid
KATAOKEUAOTNKAV  UE TN €QAPUOY TTOAU PEYAANG TTieong. Tnv €TTOoxXr TOU
o10fpou ol AIYUTITIOI KAI Ol KATOIKOI OTNV TTEPIOXN TNG avaToAIKnG Meooyeiou
éuabav va OUyKOAAOUV KOMMATIA OIBRPOU MPETALU TOUG ME TNV KATAOKEUN
epyaAciwv autwv va xpovoAoyeital Trepitrou 10 1000 1.X.. Tnv €1TOX TOU
MECaiwvVa avatrTuxdnkav Ta TTPWTA C1dNPOUPYEIa Kal WS aTToTEAETUa dIAPOopa
€idn 016 pou cuyKoAANBNKav Ye oeupnAaTNON.

‘Ewg kar 10 1880 TtrpaypaTtotroinOikav  UTTOTUTTWOELIG  OIadIKATIEG
OouyKOAANonNG UAIkwyv. To 1881 o Pwoog pe eAANVIKR Kataywyrn €Qeupétng
Nikolay Benardos kai o MNMoAwvog pnxavikdég — Stanislaw Olszewski epnupav
TN OUYKOAANON HE NAEKTPIKO TOLO, evw pia OekaeTia apyodtepa 10 1891
QVOKAAUQONKE n aceTuAivn Pe TNV oTToia Asitoupyei n oguyovokOAAnon. Ao
TOTE KAl eV TTAPAAANAQ akoAouBNnoe n €TTOXH TNG BIOKNXAVIKAG ETTAVACTACNG
n €€ENIEN TNG povTEPvVAG TEXVOAOYIOG Twv oUYKOAARCEewy ATav paydaia. Katd
TNV d1dpkeia Tou 2000 aiwva avakaAu@onkav véa €idn oUYKOAACEwWY OTTWGS N
OUYKOAANON pE NAekTPOdIa, n péBodog TIG, n ouykOAAnon TPIBAG Kal n
OuyKOAANon pe 6éoun ewTodg (laser).

1.2 Eidn ouyk6AAnong peTdAAwvV
H ouykdAAnon atroteAei TTAEOV TNV TTI0 YVWOTH PEB0dO ouvdeong dUo N
TTEPICOOTEPWY HETAANIKWYV TEPAXIWV £TOI WOTE VA CUPTTEPIPEPOVTAl WG Eva

owpa. Ta KupldTEPQ €idn ouykOAANoNg eival Ta €EAG:

» ZUYKOAANnon pe o§uyovoaocetuAivn (Ofuyovok6AAnon)
> HAekTpoouykOAAnon T16¢ou

T.E.l. KpATNng
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2UyKOAAnon T.I1.G. (Tungsten Inert Gas)
ZUuykKOAAnon M.1.G. (Metal Inert Gas)
HAekTpoouykOAANoN UE avTioTaon
ZUYKOAANON PE UTTEPAXOUG
2UyKOAANnon pe Laser

2UYKOAANonN pe TAdopa

YV V.V V V V V

ZuykOAAnon pe TPIRA

1.2.1 Zuyk6AAnon pe o§uyovoaoeTuAivn (O{uyovok6AAnon)

H ouykOAAnon pe ofuyovoaoeTuAivn r oguyovokOAAnon eival éva €idog
OUYKOAANONG OTO OTTOI0 N TREN TWV dUO AKPWYV TTPOG CUYKOAANCH TEPAXiWV
Kal Pe TTPOOBNKN 1 OXI CUYKOAANTIKOU UAIKOU OMOIO PE Ta OUYKOAANUEVQ
Tepaxia (eikéva 1.1). H amrapaitntn BepudTNTa YIa TN 0UYKOAANCN TTAPAYETAI

ME TNV BonBeia Tou oguyodvou (O2) kal TG aceTuAivng (C2H2).

Eikéva 1.1: Aladikacia ouyk6AAnong pe o§uyovoaoeTuAivn (O§uyovok6AAnon).

1.2.2 HAekTpOoOUYKOAANGON TOSOU
H nAekTpoouykOAAnon 1é¢ou eival ouykOAANon téng, ue BepudtnTa n

otroia TrapdyeTal ammo NAEKTPIKO TOE0. Me Tn OUYKOAANGCH QUTH ETITUYXAVETAI N

T.E.l. KpATNng
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H Texvoloyla tng ZuykOAAnong e TpLpn

MOVIUN oUvOeon OUO PETAAANIKWY TEPOAXIWV ] N CUPTIARPWON MIOG KOIAOTNTAG
ME TN PonBeia nAekTpddiou (eikéva 1.3). MNa T avénon Tng BepudTNTAG
XPNOIUOTTOIEITAI Hid NAEKTPOOUYKOAANTIKR JNXavr) N OTroia atroTeAgiTal atmd 10

TTPWTEUOV Kal TO deuTePEUOV TTNVio. Me auTo To TPOTTO ETTITUYXAVETAI N £€vTAON

KAl N Jeiwon TG Tdong.

Eikéva 1.2: Aladikaoia ouykOAAnong 16§ou N NAekTpoouykOAAnong.

1.2.3 Zuyk6AAnon T.1.G. (Tungsten Inert Gas)

H péBodog ouykOAANONG TTou XPNOIUOTIoIEl adpavég aéplo yia Tnv
TTPOOTACIA TNG CUYKOAANCNG aATTO TNV aTHOO@AIpA. TO XPNOIUOTIOIOUUEVO [N
avOAIOKOUEVO nNAekTPOdIO €ival atrd BOAPPAUIO €vw €TTiIONG WTTOPEl va

Xpnoiyotroindei Kal TTpooTIOEPEVO PETAANO. (E1k6va 1.6).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv

10



H Texvoloyia tng ZuykoAAnong pe TpBn

TIG Welding

non consumbable
tungsten
electrode

‘

workpiece

filler rod

arc

molten pool shielding gas

Eikéva 1.3: Aladikacia ouyk6AAnong T.1.G..

1.2.4 uyk6AAnon M.I.G. (Metal Inert Gas)

21N OUuykKOAAnon M.L.G. dnuioupyeital  nNAEkTPIKO TOLO Kal TAEN Tou
NAEKTPOBIOU AOYyw TWV BEpPOKPACIWY TTOU avaTriTucoovTtal. Katd Tnv apxIikA
ETTAP TOU NAEKTPOdIOU HE TA CWHATA TTOU OUYKOAAOUVTQI QVATITUCOETAI
upnAd pelpa TTou uTTEPBepuaivel TO Akpo Tou. H pikpr atmmoudkpuvon Tou
NAEKTPOBIOU TTPOKOAEI TOV OXNMATIOPO TOEOU PETAEU TOU NAEKTPOBIOU KAl TWV

OUYKOAANPEVWY CWHATWYV. (e1IkOva 1.4).

Electrode
{ © ) wire

&) Feed rollers

Welding
lead

DC power
source
Weld == ——  Argon shield
A\ Workpiece

Electrode
contacts

Eikéva 1.4: Aladikacia ouyk6AAnong M.1.G..

T.E.l. KpATNng 11
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1.2.5 HAekTpOOUYKOAANON HE avTioTOON
2TNV NAEKTPOCOUYKOAANCN HE AVTIOTOON TA TEPAXIA TTOU TTPOKEITAI VA

OUYKOAANBoUV BeppaivovTal CUPTTIECPEVA  PETALU OUO  NAEKTPOdIiWV  Kal

ouyKoAAoUvTal HETAEU TOuG. (E1IKOvVa 1.5).

ml

AC Power Supply

Fooce T

Eikéva 1.5: Aiadikaoia nAeKTpoouUyKOAANONG ME avTioTAON.

1.2.6 ZuyKOAANoN pE UTTEPAXOUG

H OUYyKOAANON ME UTTEPNXOUG XPNOIUOTIOIET €va  €pYaAEio TO OTToIO
ovopadetal converter (UETATPOTTEQG) KOI TO OTTOIO YETATPETTEI TN OUXVOTNTA TOU
NAEKTPIKOU peUulaTOG O€ evépyela. H evépyela aut peTadidetal péow €vOg
KPUOTAAAOU 0TO NAekTPOdIO. H evépyela auth HEOW TPIRNG PETATPETTETAI O€
BepudTnNTa KaI £€TO1I TTPAYUATOTIOIEITAI N CUYKOAANON Twv TePayiwv (gIkOva
1.6).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv

12



H Texvoloyia tng ZuykoAAnong pe TpBn

Clamping force applied

I
I

Sonotrode tip

Hard tip

!

Work piece
l l

Transducer

Eikéva 1.6: Aladikaoia uykOAANoNg PE UTTEPARXOUG.

1.2.7 ZuykOAAnon pe Laser

H ouykOAAnon pe Aéilep TrpayuatoTrolciTal ge tn Borbeia Bepudtnrag
atro pIa 1IoXupr OE0UN QWTOVIWV TTOU TTPOOKPOUEI TTAVW OTIG ETTIPAVEIEG TWV

UTTO OUYKOAANGON JETAAWV. (e1kOva 1.7).

Eikéva 1.7 Aladikacia couykOAAnong pe Laser.

T.E.l. KpATNng 13
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1.2.8 ZuykOAAnon pe 16§o mAdoparog

H évwon otnv péBodo auTry TTUYXAVETAl PE TN METADdOON BepudTNTAG
ammo €va TOEO TTOU OnUIoUPYEITAl PETAEU €VOG NAEKTPOdIOU KAl TwV TTPOG
OUYKOAANON €AaOpdATWwY 1 METAEU TOU NAEKTPOdIOU Kal TOU OKPOQPUOIOU.

(e1k6va 1.8).

electrode

plasma
shielding gas nozzle
plasma gas shielding

melt pool gas nozzle

plasma
column

keyhole

Eikéva 1.8: Aladikacia ouykOAANong pe 16§o TAdouaTOG.

1.2.9 ZuykO6AAnon pe tp1BA (Friction Welding)

H ouykO6AAnon pe 1pIfn} €ivalr pia diadikacia ouykOAANONG Katd Tnv
OTToia N BePUATNTA TTOU ATTAITEITAI YIa TNV évworn dUo Tepaxiwv TTOPEXETAI
OTO oUOTNHA aTrd TNV a1’ €UBEIOG YETATPOTTH MNXAVIKNG EVEPYEIOG OE BEPUIKA
ETTI TWV TTPOG OUYKOAANGCN ETTIPAVEIWY. TO OUYKEKPIPEVO €iDOG TUYKOAANON
avaTrTuxXbnke yia TTPWTN @opd oTn ZofIETik ‘Evwon, ME Ta TTPWTA
MNXaviuaTa Kal TTeipduaTta va TpaypartoTroiouvtal 1o 1956. MetayevéoTepa n
TEXVOAoyia auTtr} d1ado0NnKe Kal o€ AAAEG XWPES OTTWG OTIC Hvwuéveg MoAiTeieg
AuepiknG kalr otn MeydAn Bpetavia evwy Ta TeAguTaia xpovia uttdpyxouv
MNXaviuaTa cuykOAANoNG Kal o€ Xwpeg NG Aciag.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2T OUYKEKPIYEVN KATNyopiad OUYKOAANONG n OTroia  avagEpeTal
AVOAUTIKA OTa €TTOMEVA KEQPAAAIA, TTPAYUATOTTOIEITAI KATA TN OUVEXN Kivnon
TOU €VOG €K TWV OUO TEMOXIWV EVW EPXETAI OTADIAKA OE ETTAPA PE TO OKIVNTO
OTEANEXOG TOU OEUTEPOU TEPAXiOU UTTO OTABEPN €iTE UTTO AUEAVOUEVN TTIECN UTTO
otaBepn €ite uttd augavouevn trieon. O1 duvAauelg TPIRAS TTOU AVATITUCCOVTAI
TAvw OTIG dUO em@AvEIEG auédvouv onuavTikd Tn Beppokpacia Twv dUOo
TEMAXiwV oTNV TTEPIOXN OTTOU TTPAYUOATOTIOIEITAI N KATEpyaoia. H ouykOAAnon
EMTUYXAVETAI AOYW TNG TTEONG TTOU ACKEITAI TTAVW OTA TEPAXIA OTAV N
TTapatrdvw BepIKA eTTnpeacuévn {wvn BpiokeTal otnv TTAACTIKA TTEpIoxn. H
OUYKOAANON dE TPIRr} XpnoldoTroiEiTal o€ PETOAAQ Kal OEpUOTTAACTIKG Kal
KUPIWG OTNV 0EPOVAUTTNYIKI KOl OTNV auToKivnToRlounxavia. To OUYKEKPINEVO

€i00G oUYKOAANONG €XEl TA €ENG TTAEOVEKTAMATA:

» H Oepuikd Emnpeacpévn Zwvn TTAPAPEVEI OXETIKA MIKPA AOYyw TOU
ouvduaopou TG  ypayopng évwong (TN TAENG  MEPIKWV
OEUTEPOAETTTWYV) KAl TNG APEONG E€I0PONG BepUOTNTAG TTAVW OTIG
ETTIPAVEIEG TWV TEPAXIWV.

» Aev TTapouaialovTal atroRANTA KAl KATTVOI TTOU TTapaTtnpouvTal o€ GAAa
€idn ouykOAAnong.

» H pébodog cival eUKOAWG QUTOPATOTIOINCIKN EVW KAl O €AEYXOG TWV
TTOPAUETPWY TNG KATEPYAOiag KATA Tn OIAPKEIA AUTAG Eival OXETIKA
aTTAGG.

» EmmAéov eivalr duvati n ouykOAAnon HETAAAwWV Ta oTToia OUOKOAQ
OUYKOAAOUVTAI PE TIG TTAPADOOCIOKESG UEBODOUG OUYKOAANONG AOYW TNG
dnuioupyiag eUBPAUCTWY I YaBUPWYV EVWOEWV.

» XpnoigoTrolgital o€ BepUOTTAACTIKA, Ta oTToia dpouv PE TPOTTO avAaAoyo
ME Ta HETOAAD UTTO KATAAANAEG ouvOnkeg BepudTnTAG KAl TTIEONG.

» H pn Utmrapén amdéBAnTa KOl KATTVOi TTOU €UPAviCOVTal O€ QVTIOTOIXES
OUMBOTIKEG KATEPYOQTIEG.

» [Mapouoialetal xaunAr karavaAwaon NAEKTPIKAG I0XUOG O€ OXEON PE TA
GAAa €idn ouykdAAnoNG.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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» To  Ouykekpigévo  €id0G  OUYKOAANONG  €ival  €UKOAO  Kal
QUTOMATOTTOINUEVO KOl O €AEYXOG TWV TTAPAUETPWY TNG KATEPYAOTiag
KATA TN OIAPKEIA QUTAG €ival OXETIKA aTTAOG.

» Aev arraireital 101AITEPN TTPOOTACIA TWV TTEPIOXWY OUYKOAANONG KATA
TNV KATEPYOAOIa OTTWG TT.X. TTAPOUCia adpavoug aTHOoPalpag.

» H duvarétnta va ouykoAAnBouv TAnBwpa o1dnpouXwv Kal un
KPAUATWY OTTWG €TTiIoNG METAAAQ PE TTOAU OIAQOPETIKEG BEPUIKES KAl
MNXAVIKES 1ID10TNTEG. ETTITTAEOV €ival duvartr) N ouyKOAANCn PHETAAWY Ta
oTroia  OUOKOAQ GOuykOAAoUvTal ME TIC TIAPadOOIaKES HEBOOOUG
OUYKOAANONG Adyw Tng Onuioupyiag e€uBpauctwv 1 wabupwyv

EVWOEWV.

H kardaraén twv dia@oépwyv peBddwv OUuyKOAANoNG e TPIRH YiveTal
avaAoya JE TN OXETIKN Kivnon Twv TEPAXiwV TTou TiBevTal yia cuykOAAnon Kai
ME BAon Tnv Tapoxn TNG 10xUog oTo ouoTtnua. Me Bdon Tnv Kivnon Twv
TEMOXiwV €idn OUyKOAANONG HE TPIPH T OTToIO ava@EPOvVTal OTA ETTOUEVA

KEQPAAaIa avaAuTIKA gival Ta €ENG:

» ZUYKOAANnon 1pIBAg pE ypapuIKh TTaAivdpdéunon (Linear Friction
Welding).

» ZUuykOAAnon TpiBRg pe repioTpo@n (Rotary Friction Welding).

» ZuykOAAnon T1pIBAg He Kivhon og Tpoxid (Orbital Friction
Welding).

> ZUYKOAANnon TpiBRg pe Togoeldn teploTpor — Radial Friction
Welding (RFW).

» ZUyKOAAnon 1piBig pe avadeuon (Friction Stir Welding).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Ke@dAaio 2: ZuykOAAnon 1pINAS HE YPAHUMIKA TTaAIvdpounon — (Linear
Friction Welding)

2.1 Eicaywyn

H ouykd6AAnon T1pIBAS HE ypapuik TTaAivopdéunon (Linear Friction
Welding) 4 LFW ¢ivai 170 TmTpwTo €i00GC OUYKOAANONG TPIBAG TTOU
Tpayparotroindnke 1o 1956 otnv ZofieTikr) ‘Evwon 10 1956 kal ta TTpwTta
meipdpata €yivav ammd Tov A. |. Chudikov, kal TIGC TTpWTEG PIOPNXavieg OTIG
XWPES TOu AUTIKOU KOOPou eu@avidovral to 1965. To 1969 otn MeydAn
Bpetavia yivetal ava@opd o€ £va unxaviopd ypapuikig TTaAivopounong yia tn
OUYKOAANON paAakou xaAuBa. AuTh gival Kal N TTRWTN KATAYEYPAUMEVN XPON
NG YPAMMIKAG TTOAIVOPOPNONG N OTToid ATTOTEAECE TNV QATTapPXn YIa TN
dnuioupyia Kai TTEpAITEPW avdaTTuén TG MEBGdOU TTOU ORUEPQ €ival EUPEWS
YVwoThH w¢ ZuykOAAnon TpiIpng pe Mpaupikh Mahivopdéunon (Linear Friction
Welding — LFW). 2116 apxég TnG dekaeTiag Tou 1980 o opyaviopog €peuvag Kal
TexvoAloyiag pe €dpa 10 Hvwpévo Baoikelo TWI (The Welding Institute)
TTapoucdiace pia  pnxavoAoyiky Oldtaén ue TNV oToia ATav duvatny n
OUYKOAANON HE ypapuIkn TTaAivopounon. O oxedlaouOg Kal N KATAOKEUH MIOG
TTPWTOTUTTNG NAEKTPOUNXAVOAOYIKIG CUOKEUNG N OTToia XPNOIKMOTTOIOUCE TN
YPOUMIKN TTaAivdpounon akoAouBbnoe oTta péoa Tng idlag OeKaEeTiag. AUO
TTAPOMOIEG PNXAVOAOYIKEG DIOTALEIC BpioKovTal OTIC EYKATAOTACEIG PEYAANG
QEPOTTOPIKAG Blounxaviag otnv Eupwtn evw apkeTA TTAPOUOIO PUNXAVHUATO
uttdpxouv oTig Hvwuéveg MoAiTeieg ApepikAg, TNV Eupwtn Kal Ta TeAsuTaia
xpovia kal otnv Acia. H XuykdAAnon TpiIBAg pe Tpappikn MaAivopdunon
XPNOIUOTTOIEITAI  KUPIWG  OTNV  AEPOVAUTTNYIKA  OTTO  €TAIPIEG  TTOU
KATOOKEUALOUV KIVNTAPEG AEPOTTAGVWV.

H T[paupiky  Zuyk6AAnon TpiBAg de  Tpappikn  MaAivopéunon
XPNOIMOTIOIEITAl VIO TN OUYKOAANON METAAAWY OTTwG 0 XAAUBAG, TO aAoulivIO,
0 XOAKOG Kal TO VIKEAIO OAAG Kal yia TN OUYKOAANGON PETOAAIKWV KPANATWV.
Etriong autd 10 €id0¢ CUYKOAANONG XPNOIKOTIOIEITAI VIO TNV évwon XAaAKoU Kal

QAOUMIVIOU YIO TNV KOTAOKEUN NAEKTPIKWYV AyWYWV.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2.2 Mepiypapn Odiadikaociag OuykOAAnong TpIARG HME YPOMMIKA
maAivopopunon (LFW)

H ouykOAAnon 1pIBAG ME YPAPUIKNA TTAAIVOPOUNCT ETTITUYXAVETAI JEOW
TNG YPAMMIKAG Kivnong METAEU OUO TEPOXiWV OTA OTTOId TO £va TTOPAMPEVEI
o1aBepd Kal TO AANO ekTeAE TTAAIVOPOUIKA Kivnon, PE TTApAGAANAN epapuoyn
duvaung KABeTNG oTtnv em@aveia emaeng. H BeppdTnTa TTou TTapdayeTal atrd
TNV TPIB KOBWG Kal ol TACEIC TIOU AvOTITUOCOVTAl OTNnV  ETTIPAVEIX
OUYKOAANONG PEOW TNG TTAAIVOPOMIKAG Kivnong, TTapOUCIAleTal O TTPWTO
o1ddio TNV €CAAEIYPN TOTTIKWYV QVWHAAIWY KAl OTEAEIV TWV ETTIQAVEIWV TWV
OUO TEMAXiIWV. 2ZTN CUVEXEIQ TTPAYUATOTTOIEITAI N TTAQCTIKOTTOINGN TOU UAIKOU
TWV TEPAXiWV oTnNV TTEPIOXA TNG CUYKOAANONG (e1kéva 2.1). INa va emTeuxOei
N aTrapaiTNTN YIA TNV CUYKOAANON TTAQCTIKOTTOINGN TOU UAIKOU Eival avaykaio
TO KIVOUUEVO TEUAXIO MEOW TNG TTAAIVOPOMIKAG Kivnong TTOU €KTEAEN, va
TTPOOOWOEl OTIG dUO ETIPAVEIEG TTOOO BePUOTNTAG IKAVO VA UTTEPKAAUWEI TIG
ATTWAEIEG BepUOTNTAG TTPOG TNV OTUHOC@AIPA Kal TN BAon oTAPIENG TwWV

TEMAXiWV.

Eikéva 2.1: Aladikaoia ouykOAAnong 1piBAg pe ypappikn aAivdpounon (LFW).

H 1TTAaOoTIKOTTOINON TOU UAIKOU KQI N TAUTOXPOVN £€QapuUoyr TG OUVANNG
OUMTTIEONG €XEI WG ATTOTEAECHA HIa TTOOOTATA UAIKOU Twv OUO0 TEPAXiwv va
€€wOnBei ekT6C TNG em@AveIag €TTAPASG ONUIoUPYWVTAG YPEQH Kal £TOl

ed@avideTal pia poéviun Tapapopewaon Tng TTAacTikotroinuévng fwvng. To

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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MAKOG TWV OUO TEPAXIWV PEIWVETAI PUE TNV TTAPOOO TOU XPOVOU Kal TTapAAAnAa
TTOoOTNTA UAIKOU ouveyiel va atmoBaAAeTal ammd Tnv em@aveia eTagng. Otav
N OUYKOAANGCN TTpayuaToTToInBei Ye etmTuxio akoAouBei n akapiaia TTauon TNG
TTOAIVOPOMIKNG Kivnong Kal n €@apuoyr uwnAng agovikrng duvaung woTe va

€dpaIwBei Kal va I0XUPOoTToINBEI N Evwon TwV TEPaxiwv (eIkOva 2.2).

Eikéva 2.2: ZuykOAAnon J8uUo Ttepayiwv xAAuBa pe  ouykOAAnon TpIBAS HE YPOMMIKA

maAivdpoéunon (LFW).

2.3 Mnxavy ocuykOAAnong TpIBAS ME YPAUMIK TraAivépdéunon
(LFW)

21NV €IKOva 2.2 deixvel pia punxavr) OuykOAANon TpIBAS ME YPOUMIKA

TTaAIvOpOUNON Kal oTnNV OTToia yiveTal n digpyaacia.

T.E.l. KpATNng 19
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AT

)™ Q =
= 2 D .

Eikéva 2.2: Mnxaviy ouyk6AAnong 1pINAg pe ypappikn maAivdpounon (LFW).

21NV €Ikéva 2.3 trapoucidletal éva oxESI0 TNG MNXAvAS ouykOAAnong
TPIBAG ME YPAMMIKN TTAAIVOPOUNON UE BUO TEPAXIA TTPOG CUYKOAANGCN va €ival
ouvoedepéva TTAVW OTN PNXOVA KAl oTnv oTroia avagépovtal Ta Bacikd

onueia TG uNXavig Ta oTroia gival Ta €EAC:

EmegepyaoTig Tng pnxavig
Mnxavioudg oAicbnong

AIoBNTAPAG PETATOTTIONG TOU GEova X
AioBnTAPag duvaung

MAatedpua

EvepyoTtroinTig Tou agova x
AioBNTAPAG PETATOTTIONG TOU GEova z
EvepyoTtrointig Tou agova z

YV V.V V V V V V V

MAaiolo - okeAETOG PnNXavAig

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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SUDE  SECOND SECTION / X-AXIS FIRST SECTION
A L~ DISPLACEMENT
= |- FORCE SENSOR
| WORKPIECE N PLATFORM
SUBSTRATE —~
X
=55 T o |
l 3 h . X-AXIS
\ [T ~~rixTuRE - HOLDER ACTUATOR
L .
\ Y FRAME
\ \Z-AXIS DISPLACEMENT SENSOR
PROCESSOR CASSETTE
Z-AXIS ACTUATOR

Eikova 2.3: Zxéd10 unxaviig ouykoAAnong 1piffAg e ypapuikn TaAivdpounon (LFW).

2.4 ®daoeig TNG OUYKOAANONG TPIBAG ME YPAUMIKA TTaAIvEdpoéunon (LFW)
H ouykdAAnong TpIBAG ME YPOUMIKA TTOAIVOPOUNON XwpilsTal o€

TECOEPIC PAOEIC:

> Apxikn @aon (Initial phase).
> ®aon petapaong (Transition phase).
» ®don eglooppdétTnong (Equilibrium phase).

» ©®don empBpdduvong (Deceleration phase).

2.4.1 ApXIK} @don

H exkivnon tng diadikaoiag yivetalr a@ou TTpwTa oI dUO0 ETTIPAVEIEG
épBouv ot emmagn. Adyw TnG TPaXUTNTAG OI ETTIQAVEIEG TWV TEPAXiWV OeV
Bpiokovtal o€ amoAutn emTa@r). Kabwg ekTeAgital n TTAAIVOPOUIKA Kivnon, n
TPIBA TTPOKaAei TNV augnaon TnG TTapayopevns BepudTNTAG Kal N ETMIQAVEIQ
ETTAPNG ouvexwes autavetal. H dvodog Tng Bepuokpaaiag TTPOoKaAEi TN peiwon
TOU opiou diapporg Adyw dIATUNONG Kal €701 N OIATUNTIKA dUvVAn oTo OTAdIO

autd TTapauével oTabepr) (elkéva 2.4) evw n PEYIOTN BegpuoKpaoia TTou

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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avaTrTuooeTal oTNV E€MEAVEIQ €TTOPNAG Twv OUO Tepaxiwv  atmd XaAupa

kupaivetal otoug 630 °C (e1kéva 2.5).

€000 s + > -
e Shear fOCH

Shear Force (N)

Axial displacement (mm)

AMALLL AL 2L 40y

Eikéva 2.4: Aidypappa Xpovou Kal S1aTunTikAg Tdong Katd Tn Sidpkeia ouykOAAnong TpIBAg He

maAivdpounon peTagl duo Tepayiwv amd xaAufa.

"

Temperature (C)
¥ $ 8883383

8

o
4

o s 10 15 20 25 0 s « 45 50 55 80
Time (sec)

Eikéva 2.5: Aidypappa xpovou kail Beppokpaciag Katd Tn Sidpkeia ouykOAAnong TpIBAg ME
maAivdpoéunon (LFW) petagd duo tepayxiwv amod xaAufa.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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MOAU onuavTiké pOA0 KaAta Tnv TIPWTN @Acn TNG OUYKOAANONG
dladpauari¢el n TOXUTNTA KivnOnNg TOU TEPOQXiOU OTO OTI0I0  YiveTal
TTOANIVOPOMIKI) Kivnon yid Mia CUYKEKPIYEVN TIMA AfOVIKAG dUuvaung. TNV
TEPITITWON TTOU N TaXUTNTA Kivnong e€ival xapnAn n Bepudtnta 1mou Ba
onuioupynBei dev Ba eival IKavA va UTTEPKEPAOEl TIC ATTWAEIEG TTPOG TO
mePIBAAAOV Kal TN Paon OTAPIENG Tou Tepaxiou. Av ocuupei autd TOTE OI
AVWUAAIEG OTIG ETTIPAVEIEG ETTAPNG deV Ba e€aAeipBoUV evw Ba gival aduvato
va TTAQOTIKOTTOINGEI N TTEPIOX KOVTA OTn dIET@AvEIa woTe n diadikaoia va

TTEPACEI OTNV ETTOUEVN QAN (€1KOvVa 2.6).

EralTioom

Eikéva 2.6: Apxikn @don Tng cuyk6AAnong TpIRRg Me ypauuikni TTaAivdpounon (LFW).

2.4.2 ®aon perdpaong

E¢@’ 6oov n Taxutnta Kivnong TOU KIVOUPEVOU TEUAXIOU Eival QPKETA
woTe va emTeUXOei TTAAOTIKOTTOINON TOU UAIKOU, N OUYKOAANGN €I0€PXETOI
otnv dguTtepn @Aon(edon peTdBaocng). H TpaxutnTa Kal oI avWwHPOAIEG TwV
ETMIQAVEIWY  €TTOPNG eCagavifovial evw n Beppikd eTnpeacpévn  Cwvn
ETTEKTEIVETOI OUVEXWG PEXPI N Oladikacia va €10éABel oTnv TpiTn @daon(pdon
e€looppdTNONG). TN @Aon TNG HETARAONG N TTAACTIKOTTOINUEVN {wvn OEV €XEI
TNV IKAVOTNTA VO QEPEI TA AEOVIKA QOopPTia Kal N dIaTUNTIKI dUvVANn augaveTal,
EVW TTOPATNPEITAI OTI dEV UTTAPXEl KAMia MEIWON PAKOUG TWV TEPOXIWV. Z€
MOKPOOKOTTIKO ETTITTEQO N ATTOAUTN €TTAPA TWV TEPAXiWV OdNYEI OTNV KOIV

OIaxUOon TwV aTOPWV Kal TN Onuioupyia PETAAAIKWY deopwv Kad OAn tnv

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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EKTOON TNG €M@AvVEIAG €TTAQNG. 'ETol yivetal TNV €évwon Twv OU0 TEPAXiwvV

(e1k6va 2.7).

iranstion

f

b

fricron

Eikéva 2.7: ®don perdfaong tng ocuykOAAnong 1piIfAg pe ypapuikn TraAivépounon (LFW).
2.4.3 ®daon g§ilocoppoITNONG

Katd tnv 1piTn @don TG ouykOAAnong (edaon e§iocoppdtnong) AapBavel
Xwpa n €Ewbnon UAKOU €KTOC Tng em@aveiag ema@ns. O1  uywnAég
BEPUOKPATIEC PEIVOUV TNV EAACTIKOTNTA TWV TEPAXiWV Kal Ta avayk&dlouv va
TTapoucidlouv OAKIUN cuuTrepIPopd. YTTO Tnv £TTidpacn Tou aovikoU QopTiou
TTOoOTNTA PACAG TOou UAIKOU €EwBeiTal €KTOG TNG em@aveiag eTapns (YpEQ)
TTEPIMETPIKA TOU TEPAXIOU Kol £XEl KUMATOEION MOP®H. ANECN CUVETTEIQ TNG
ammwAgI0g Palag €ival n pEiwon TOUu JPAKOUG TWV TEPAxiwv, n OTroia
METABAAAETAI YPOAPMIKA PE TO XpOvo. H Ogpuounxavikd Etrnpealduevn Zwvn
(©BMEZ) - Thermomechanically Affected Zone (TMAZ) n otroia gekiva atro Tnv
ETTIPAVEIQ ETTAPAG, OUVEXICEl va ETTEKTEIVETAI TTPOG TO UTTOAOITTO CWHA TWV

TEPAXiwWV KATA TN OUYKEKPIYEVN QAN TNG OUYKOAANONG (g1k6va 2.8).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Applied force

Parent
material

Eikéova 2.8: Ameikévion pikKpodopwv katd Tn Sidpkela Tng @dong e§iocoppoémnong tng
OUYKOAANonNg TpIRAG peE ypapupikh TaAivdpounon (LFW) peradu duo Tepayxiwv otnv omoia
@aivovTal n Oeppounyxavikd Emrnpeadépevn Zwvn (OMEZ) - Thermomechanically Affected Zone
(TMAZ), n Oepuikd Ernpealépevn Zwvn (OEZ) - Heat Affected Zone (HAZ) ka1 n Zwvn Kévrpou
ZuykOoAAnong - Weld Centre Zone (WCZ).

2TNV TEPITITWON TOU N Bepuokpacia Oev  eival  opoidpop@a
KATavepnuévn oTIG ETMIQPAVEIEC TWV OUO Tepaxiwv aAA& TTapoucidlel augnuéveg
TIUEG O€ €va TUAPA, N TTAAOTIKOTTOINUEVN CWvn YIVETAI AETTTOTEPN OTO TUAMA
auTto Kal PeyaAuTepn TTooOTNTA UAIKOU atToBAAAETal. AUTO o@eileTal oTn uNn
TTAPAAANAN €UBUYPANMION TWV TEPOXIWV KAl OUVTEAEI OTO VO UETATOTTIOTEI N
TTEPIOXN MEYIOTNG BepUOKPATiag atrd TO KEVIPO TNG ETIPAVEING (eKEi OTTOU
BpiokeTar Otav 1O TEPAXIQ €ival TOTTOBETNUEVA TTOPAAANAQ) €TTAQPAG o€
TTAEUPIKA TOU KEVTpOU TreEPIOXN. To @aivopevo autd eival moavoe va
TIPOKAAECEI PEIWON TNG I0XUOG TOU OECUOU Kal yI' auTév Tov AGYyO gival TTOAU
ONMAVTIKA TTOPAPETPOG N OwOoTA TOTTOBETNON KAl N €UBUYPAUMION TWwV

TEPaxiwv TpIv TNV évapgn TnG OUYKOAANONG (e1k6va 2.9).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Phase 111

oqutliboam

Inction

Eikéva 2.9: ®don e§icoppomnong TG cuykOAAnong TpiRng e ypapuikf TaAivdpounon (LFW).

2.4.4 ®daon emippaduvong

Otav emteuxBei n emBuunti peiwon pAKoug n  dladikaoia TNG
OUYKOAANONG TEPMATICETAI E TNV aKApIdia TTaUon TNG TTAAIVOPOUIKAG Kivnong.
Ta duo Tepdyia €xouv TTAPEl TNV TENIKI TOug BEon Kal akoAouBei n eTIBOAR
I0XUPNS aoVIKNG TTieong, Xwpic auth BERBaia va cival TTavra atrapaitntn. Autd
oupBaivel o€ TTEPITITWOEIS KATA TIC OTIOIEC TO TTOOO EVEPYEIOG TTOU EXEI
dartravnBei yia TNV TTPAYUATOTTOINCN TNG OUYKOAANONG €ival ico 1 eAaxioTwg
TTEPICOOTEPO ATTO TO ATTAUITOUPEVO MPE OTTOTEAECUA N €TTIROAN MIOG ETTITTAEOV
duvaung Trieong va gival  amapaitnTn  WOTE N OUYKOAAnon va eival

atmroteAeoparTikr] (eikéva 2.10).

O
Phase IV

decelerataon

forging

Eikéva 2.10: ®don emifpdaduvong Tng cuyk6AAnong TpIBNAg He ypaupIkA TTaAivEpounon (LFW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2.5 MapdpeTpol TNG OUYKOAANONG TPIRAG HME YPOAMMIKN TraAIvOopounon
(LFW)

O1 TTapaueTpol TNG CUYKOAANGCN TPIRAG PE YPAUMIKT TTAAIVOPOUNCN €ival Ol
€gng:

» H Zuxvétnta tng maAivopopikng kivnong (f).
» To mAdTog TNG TTAAIVOPOIKNAG Kivnong (a)

» H agoviki duvaun TpIpNs (P)

» H peiwon tou ufikoug (S)

21N OUYKOAANON TPIBAG YPAMMIKAG TTAAIVOPOUNONG UTTAPXOUV TECTEPIG
TTAPAPETPOI OI oTToiol ava@épdnkav TTolo TTavw. H ouxvétnta kivhong (f) 10
TAATOG TAAdVTWONG (@) TOU KIVOUUEVOU TEPaAYiou, n agovikr) duvaun Trieong
(P) kai n amwAeia pAkoug (s). O TIUEG TwV TTAPAUETPWY ETTNPEACOUV
amo@acIoTIKG TN Oladikacia ouykOAAnong kal  kaBopifouv TO XPOVO
OUYKOAANONG, Ta XOPAKTNPIOTIKA TNG MIKPODOUNG OTNV TTEPIOX OUYKOAANONG
Kal oTnv O¢gppounxavikd Emnpeacpévn Zwvn (Thermomechanically Affected
Zone), TIGC MPNXAVvIKEG 1010TNTEG TNG OUYKOAANONG Kal  €ival AuTég TTou
KaBopifouv av n £EVworn TwV TEPJAXiWV gival ETTITUXAG 1 OXI.

H BeAtiotommoinon Twv TapauéTpwy NG Oladikaoiag ouykOAAnong
TPIBAC ME YPOAMMIKA TTaAIvOpOunon udEXpl onuepa Oev €xel eEepeuvnBei
TTARPWG. MNa 10 Adyo auTd TTPAYUATOTTOIOUVTAI CEIPEG TTEIPANATIKWY OOKIUWY
ME MNXavEG OUYKOAANONG PEOW TwV OTToIWV Eival duvaTOG O €AEyXOG Kal
KaBopIoPOC TWV TTAPAUETPWY QUTWYV, £TOI WOTE £EETACOVTAC TA ATTOTEAECUATA
VA YiVEl €KTiUNON yia TO €UPOC TWV TIJWV TTOU Oodnyouv O€ MIa 10XUPNA
OUYKOAANON VyIa KABe TTOPAPETPO EEXWPIOTA OAANG Kal yia ouvduaouoUg
TTOPANETPWY OUVOAIKA. AuTO Tou €ival cagég pe BePaidtnta  eivar Ot
amaiteital  €va  eAAXIOTO, KpPioIuo TT000 BePUIKAG  €VvEPYEIOS  yia TNV
TIPAYMUATOTIOINCN MIAG ETTITUXOUG OUYKOAANONG. 2TNV TIEPITITWON TIOU O
OuUVOUAO UGG TV TTAPANETPWY aATTOdIdEI OTA TTPOG CUYKOAANCN TEUAXIO TTOCO
BepudTNTAG MIKPOTEPO ATTO AUTO, TOTE N ETTITEUEN MIOG IOXUPNG EVWONG PETALU

TWV TEPAXiwV gival aduvaTn.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2.6 Topeig epappoyg ouykKOAAnong TpIBAS HE YPAUMIKA TTaAIvEpounon

(LFW)

H ouykOAANon TpIRNG ME YPAMMIK TTAAIVOPOUNON €QAPUOLETAlI OTOUG

€ENG TOUEIG

YV V. V V V

2TNV VAUTTNYIKI)

2T 0EPOVAUTTNYIKN

2TNV auToKivnToRiounxavia

2.TN OUYKOAANON aywywyv TTETPEAAIOU KAl QUOIKOU agpiou

2.€ OTPATIWTIKO £COTTAIOUO

2.7 TMAeovekTApaTa OUYKOAANONG TPIBAG ME YPOAMMIKA TTaAivdpdéunon

(LFW)

H ouykOAAnon TpIBAG ME YPAMMIKN TTaAIvEpOUNoN Eival PIa vEQ OXETIKA

MEBODOG OUYKOAANONG n OTToia TTPOCQEPEI CNPAVTIKA TTAEOVEKTAMOTA TA

oTToia

eival Ta €¢NG:

H atmmAotroinuévn Asitoupyia TG pEBOBOU.

O1 XaunA£€G evepYEIOKES ATTAITHOEIG.

Emruyxdvetar uwnAfl okpiBeia  kal  €TavaAn@igotnTa  ETTEIDN N
dladikaoia €ival auTohaTOTIOINKEVN KAl O TTAPAPETPOI TNG auoTnpPd
ENEYXOMEVEG.

Aev TTapoucialovTal aveTTIOUUNTEG ETTIPAVEIAKEG OTPUWOEIC, OEEIDWOEIG
KAl avWHAaAieg TNG TTPOG cUYKOAANON ETTIQAVEING £CAAEiQovTal aTTO TNV
BepudTNTA TTOU TTAPAYETAI KATA TNV TPIPN.

Epbdoov €xouv digpeuvnBei kKal aTToQacioBEi o1 TIWEG TWV TTAPAUETPWY N
OUYKOAANON TTPAYUATOTTOIEITAI O HEPIKA DEUTEPOAETTTA.

H BeppotnTa diaxéeTal TaxuTatd, JE ATTOTEAECHA va SIAOKOPTTICETAI O€
Mia TTEPIOPICHEVN TTEPIOXN TWV OUYKOAANUEVWY TEPAXIWV APAVOVTAG TO

UTTOAOITTO UAIKO aveTTNPEQOTO.

T.E.l. KpATNng

TuAua

MnxavoAdywv Mnxavikwv
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H atmwA&gia UAIKOU Kal N PJEiwon PAKOUG O OXEON UE TIG TTAPAOOCIAKES
MEBODOUG OUYKOAANONG gival onuavTIKa PJIKPOTEPN.

Eivar duvarry n oOuykOAANon MPETAAAWV OIaPOPETIKAG oUOTOONG,
OUUTTEPIAQUBAVOPEVWY  APKETWY, Ta OTroia Ogv €ival duvaTtdv va
OUYKOAANBoUV pe THEN.

H e€aipeTik& AeTTTOKOKKN MIKPOOOWN TOU UAIKOU oTn {Wvn OUyKOAAnong

TTPo0didel o€ auTd TTOAU uywnAr avioxn o€ Bpadon Kal KOTTwaon.

2.8 MeiovekTAuaTa OUYKOAANONG TPIBAG ME YPOMMIKA TTaAivdpoéunon

(LFW)

H ouykOAAnon TpIBAG ME YPOUUIKA TTAAIVOPOUNON eP@avilel €va PIKPO

QPIBUG PEIOVEKTNHATWY PEPIKA ATTO TA OTTOIA OPWG Eival APKETA ONUAVTIKA KOl

atroTEAOUV €UTTOSIO VIO TNV TTEPAITEPW ELATTAWON Kal £CENIEN TNG epapuoyn

TNG. Ta YEIOVEKTAPATA TTOU TTAPOUCIAdovTal Eival Ta £EAG:

>
>

H epapuoyn Tng peBddou TreplopileTal o€ opBoywvIKa TEPAXIQ.

Méxpl kal oApepa gival duvath N OUYKOAANGN QTTOKAEIOTIKA TEPAXiWV
ME MIKPEG DIOOTAOEIG.

H ouykOAAnon XoAUBwv PeE  uywnAfl  TTEPIEKTIKOTNTA  AvBpaKa
TTAPOUCIALEl APKETEG DUOKOAIEG.

O1 uwnAég atovikég BUVANEIC aTTaITEl BUVATEG KATAOKEUEG.

2€ MEPIKEG TTEPITITWOEIG N TTOoOTNTA PAlag TTou atmoBAAAeTal (YPEQ)
gival UTTEPBOAIKA PEYAAN.

O1 pnxavég ouykOAAnong €xouv uwnAd kO6OoTOC OTnV ayopd Kai

aTraITOUV YIa TN XPron Toug £EEIBIKEUPEVO TTPOCWTTIKO.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KepdAaio 3: ZuykO6AAnon TpIBRg Me TrepioTpo@n (Rotary Friction
Welding)

3.1 Eicaywyn

H ouykOAAnon 1pIBAg ue trepioTpo@r) (Rotary Friction Welding) €ival n
TTPWTN, N MO YVWOTH Kal N 1o oT1TAf; uE60d0¢ ouykKOAANONG Pe TPIRAR ME TA
TTPWTA UNXAVAPATA KAl TTEIPAPATA VA TTPAYHATOTTOIOUVTAl APXEG TNG DEKAETIA
50. E@apupoletar o€ éva  eupu  Tedio eQappoywv  ammd TNV
auTokKivnToRIouNXavia PEXPI TN O10NPEOBPOMIKY BIouNXavia agpOVAUTIKA K.a..
Eival pia diadikacia oTepedc kKaAtdoTaong oOTnV OoToid To éva  QOKiUIo
TTEPIOTPEPETAI PJE TTOAU HEYAAN TaXUTNTA, €V TO GAAO OOKIUIO TTOPOMEVEI
akivnto. H mrpokUTITouca TpIry Beppaivel Ta dUO doKidIa Kal TTPayATOTTOIEITAI

N OUYKOAANGCN TWV OUO DOKIMIWV.

3.2 Neprypaen diadikaociag cuykOAAnong TpIBNRg HE repioTpo@n (RFW)

H ouyk6AAnon tpiIpng ue trepioTpo®n (Rotary Friction Welding) eivai
Mia diadikacia ouyKOAANoONG OU0 CWHATWYV 1 TEPOXiWV UE MPETATPOTIA TNG
MNXOVIKAG evépyelag Ot Bepuikn evépyela atrd v TPIRH METALU Twv
ETTIPAVEILV OUYKOAANONG Twv dUo Tepayxiwv. H diadikaoia mrepIAapBaver tnv
TIPAYMATOTTIOINGN OXETIKAG TTEPIOTPOPNG METALU Twv OUO TEPAXiwV TTPOG
OUYKOAANON, €vw Ol €TMQAVEIEG OUYKOAANONG TTOPAPEVOUV OE "eVWHEVES"
METALU TOUG. 2€ MIO OUYKOAANnON pe TpIBA TO éva atmd Ta dUO OPOOOoVIKA
TEMAXIO €pyaciag TTPOCAPTATAlI O £&va OPOVOUAO KOl CUYKPATEITAI Ot éva
OQIYKTAPQ, TTEPIOTPEPETAI OE PIA TTPOKABOPICHEVN TaXUTNTA TTEPICTPOPNS KAl
OTnN OUVEXEID KIVEITAI TTPOG TO OEUTEPO TEUAXIO €PYACiag XPNOIUOTTOIWVTAG
mieon (4 wBlnon) Tou TpogodoTeital atrd TN unxavr) ouykdéAAnong. Ol
ETMPAVEIEG OUYKOAANONG cuvavTwvTal UTTo ywvia 0 kal €xouv apxIkO onueio
ETTAPNG TO OTIOI0 €ival MPETATOTTIIONEVO TIPOG TNV EEWTEPIKN QKU TWwV
TOIXWHATWYV Tou Tepayxiou epyaciag. Mia otabepr) TToodTNTA ATTOBNKEUPEVNG
EVEPYEIQG OTO O@OVOUAO OTTOU o1 OTPoYEéG (N) avd AeTté  €ival n

TTpokaBopiopévn TaxUuTNTA TOU O@QOVOUAOU Kal 1O | €ival n TTEPIOTPOYPIKA

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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adpdvela n oTtroia PETATPETTETAI £TO1I O€ BepudTnTa PE TPIBA OTn dIETTOPA
METALU TWV ETTIPAVEIWV OUYKOAANONG 0€ ouvduao o PeE TRV UWNAR TTieon TTou
QOKEITAI, CUYKOAAOUVTAI T dUO TEPAXIO UETALU TOUG. Katd TNV apxIKr €TTa®n
METACU Twv OUO ETTIPAVEIWV OUYKOAANONG augavetal n Bepuokpacia oTo
onueio dIETTAPNGS Twv dUO Tepaxiwyv. TN cuvéxela Otav n Bepuokpacia QTACE
O€ QPKETA UYNAG TTOCOOTA TTpaypaTtoTrolEiTal n THEN Tou UAIKOU uE Ta dUOo
TEMAXIA va TTECOVTAl Padi ME aTTOTEAEOHA va "atToBAAAETaI" TTAEUPIKA UAIKO

yUpw atrd 1o onueio dIETTAPAG Twv dUO TePaxiwy (g1kéveg 3.1 kail 3.2).

S
P E—

24 -

NN
®
®
ol

7
7 A

Eikéva 3.1: Zxedidypappa diadikaoiag ouykOAAnong TpiBRg pe epiotpo@n (RFW).

Eikéva 3.2: Aladikacia ouykOAAnong TpIBNAG pE TepioTpo@n (RFW).

T.E.l. KpATNng 31
TuAua MnyxavoAdywv Mnxavikwv



H Texvoloyla tng ZuykOAAnong e TpLpn

QoT1600, O HETABOAEC TWV OUVONKWY  ETTAQPNG  OTIC  ETTIQPAVEIEG
OUYKOAANONG odnyouv o€ dIaKUPAVOEIG TNG dladikaoiag ouykOAAnong. Adyw
TWV AVOXWV TNG PUNXAVIKNG KATEPYAOIaG KAl TWV TACEWYV TToU dnuIoupyouvTal,
Ol ETMPAVEIEG OUYKOAANONG YEVIKA OeV €ival EVTEAWG ETTITTEDEG, TTPAYMA TTOU
odnyei o€ un agovikr) CUMPMETPIKN €TTAPH, dNUIOUPYWVTOS DIOPOPETIKEG TIUES
BepuoOKPACiag o€ OpIoUEVA ONUEIa 0TO ONUEIO SIETTAPNS TwV OUO TEPayiwy. €
eCapTApaTa  PE  MEYAAEG OIAPETPOUG HE  AETITA  TOIXWMOTA, OTTWG YA
TTOPAdEIYUA O€ DIOKOUG CUUTTIECTWYV OTPORIAWY, QUTH N avouoIOPopP®n ETTAPNA
MTTOPEI va €XEl APKETEG ATEAEIEC. AUTO £XEI WG OTTOTEAECUA TN METABANTOTNTA
TNG QTTOTEAECUATIKOTNTAG TNG TOTTIKNAG BEpUavong Kal aAAG Kal TG wuéng oTa
onueia 6tTou TTapouaiadovTal autég ol aTéAeleg. H aduvapia auth o@eileTal
oT10 0Tl n OegppdTnNTa TTOU TTAPAyYETAl OTTO TNV TPIRA O&v QVATITUCCETAI
OMOIOUOP®A OTO OoNMEIO JIETTAPAG TWV OUO TePaxiwy, a@ou n TaxuTnTa TNG
OXETIKAG Kivnong augdaveTal KaBwg yiveTal N aTTONAKPUVON ATt TO KEVTPO Kal

METAKIVEITAI TTPOG TNV TTEPIPEPEIA TWV KUAIVOPIKWYV TEUAXIWV.

3.3 Mnxavl cuykOAAnong TpINAg pe repioTpo@n (RFW)

21NV €IKOva 3.3 QaAivETAI PIO UNXAavr) CUYKOAANONG JUE TTEPICTPOPN.

~_

Eikéva 3.3: Mnxav ouyk6AAnong TpiBRg He repioTpo@n (RFW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2TV €IKova 3.4 TrapouciddeTal €va oXeDIAypaPUa PE Ta TEXVIKA
XOPAKTNPIOTIKA Hiag pNXavAg OUYKOAANONG TPIBAG WE TTEPIOTPOPH TA OTToIa

gival Ta €¢AG:

HAeKTPIKOG KIVNTHPOG
ZPIYKTAPAG

Tparmeda katepyaoiag
MePIOTPOPIKES O1AYWVEG
2T00ePEG O1ayOVES
PoulAgudv eupoAou
HAeKTPIKO KUKAWMO
Movdda eAéyxou

MavoueTpo

YV V. V VYV V V V V V V

YdpauAikr povada

Rotary-stationary

jaws .
Piston bearing Electrllc motor
! lutc 5
Electronic
Circuit - o - - — [nverter Table
Control - iy
unit . %
= Hydraulic
R — 8
unit
Manometer Ld

Eikova 3.4: Zxedidypaupa pnxavig cuykOAAnong TpiBNRg pe epioTpo@n (RFW).
3.4 Z14d10 ouykOAAnong TpIPNG pe TrepioTpo@n (RFW)
H cuykdAAnon TPIRNG PE TTEPIOTPOYN XWpPIeTal OE Tpia oTAdIA TA OTToIA

gival Ta €¢AG:

T.E.l. KpATNng 33
TuAua MnyxavoAdywv Mnxavikwv
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> MpwTto oTddio

ApxIK@ TO €va va OoKigio €ival TOTToBeTNUEVO O €va OTaBePd
oQIyKTAPA. To OeUTEPO OOKIUIO €ival TOTTOBETNUEVO OTO TTEPIOTPEPOUEVO
Aagova, TO OTTOI0 0T OUVEXEIO QEPETAI O€ MIa TTPoKaBopIopévn TaxUuTnTA
TTEPIOTPOPNG Kal TNV KATAAANAN oTIyun, e@apudleTal TTPOKABOoPIoHEVN ALOVIKN

duvapun (eikéva 3.5).

Eikéva 3.5: MpwTto o1ddio cuykOAAnong TpIBAg He TepioTpo®r (RFW).

» Aeg0TEpO OTADIO

2710 OeUTEPO OTADIO TNG TTIEONG EPAPPOLETAI TTiIEOT €WG OTOU UTTAPYXOUV
ol €mBuunTég Oeppokpaoieg . e autd To OTAdI0O  Ta OUO UAIKA E€ival

TTAQCTIKOTTOINPEVA Kal T oTToia gival "eUTTAaoTa" (e1Ikdva 3.6).

Eikova 3.6: AeUtepo oTAdI0 CUYKOAANONG TPIBAG E TTEPICTPOPN (RFW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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> Tpito oTddI0

H taxutnta 1ePIOTPOPAG OTAPATAEL. 2Tn CUVEXEIQ, augnuévn agovikn
duvaun epapuoleTal yia Tn dnuioupyia TTieong yia éva AAAo TTpokaBopIoPEVO
XPOVIKO d1aoTnua Kal €10l OAOKANpwveTal n d1adikaoia TG ouykOAANong

(e1k6va 3.7).

Eikéva 3.7: Tpito 016810 UYKOAANGNG TPIRAG pE TTEPIOTPOPN (RFW).

3.5 MNapdapeTpol TNG pEBOSoU ocuykOAANnong TPIBNGS HE TTEpIoTPOPN (RFW)

Mapduetpol TNG PEBOGdOU CUYKOAANONG TPIRNSG ME TTEPICTPOPN E€ival Ol

H taxutnTa TepIoTpoPnis (n)
H a&ovikry duvaun Fa.
Hpomn T

H a&ovikn Tpogpodoaia (s)

21N OouykOAAnon TPIBAG  ME  TTEPIOTPOYR]  OTTWG  avo@éPBnKe
TTPONYOUNEVWG UTTAPXOUV TECOEPIG TTAPAUETPOI. H TaxUuTnTa TTEPICTPOYPNS (N)
n oTroia KupaiveTal avaAoya Pe TIG ouvOnkeg petagu 500 RPM kai 2100 RPM,
n agoviki duvaun (Fa), n potm T kai n a&ovik Tpopodoacia (s). Autoi ol
TTaPAPETPOI €ival IDIRITEPA oNPAVTIKOI yia TR dladikacia NG ouykdAAnong. Me

TN OwaoTH XPAon Toug avdAoya TIG Ouvbnkeg (€idog UAIKOU, péyeBog -

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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O100TACEIG) TO TENIKO ATTOTEAECHA €XEl 000 TOV dUVATOV AIYOTEPES £WG KAl
MNOEVIKEG QOTOXIEG.

MNa v BeATIOTOTTOINON TWV TTAPAUETPWY TNG O1adIKACIOG TUYKOAANONG
TPIBAG ME TTEPIOTPOPH AKOUA KAl OUEPA TTPAYHATOTTOIOUVTAl TTEIPAPATA KAl
OOKIMEG TTAVW O€ VEA MNXOVAUATA TTPOKEIMEVOU VA UTTAPXOUV OCO TOoV
OuVaTOV OUYKOAANOCEIG PE AIYOTEPEG AOTOXIEG Ol OTIOIEG YivovTal AOyw TnG
dlapopdg BepPoKpaTiag TTou UTTAPXElI 0€ dIAQOPA CNUEia TTAVW OTO ONMEIo
OlETTaPG Twv OUO Tepaxiwv TIPOG OUYKOAANON OTTwg ava@EPOnKe Kal

TTPONYOUMEVWG.

3.6 Topeig epappoyng cuykOAAnong TpIAg pe TrepioTpon (RFW)

H ouykOAAnon TpIRNAG UE TTEPIOTPOPN EQPAPUOLETAI OTOUG £EAC TOUEIG:

2TNV VAUTTNYIK)

2T 0EPOVAUTTNYIKN

2Tn YEwpyia

2TNV auTtokivnToRiounxavia

2NV o10nPodPOoIKN Blounxavia
2.€ KOTAOKEUN OIKOOOUIKWY UAIKWV

2T OUYKOAANON aywywv TTETPEAAIOU KAl QUOIKOU agpiou

YV V. V V V V V V

2€ OTPATIWTIKO £EOTTAIOUO

3.7 MAgovekTAPATA CUYKOAANONG TPIRNG HE TTEPIOTPOPN (RFW)

H ouykOAANnon TPIBAG HE TTEQIOTPOPN TTPOCPEPEI TTOAAG CNUAVTIKA

TTAEOVEKTAMATA TQ OTTOIA €ival Ta €EAG:

» Yméapxel 100% deauOC OTNV TTEPIOXT ETTAPNG.
» Auvatoétnta va cuykoAAnBouv avopola UAIKA ueTagu Toug.

» Anpioupyia TTOAU 1I0XUPWYV CUYKOANACEWV.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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» Aiatnpouvtal o1 1810TNTEG TWV UAIKWV O€ apBpWOEIS PE TTEPIOPIOPEVES
{wveg TTPOoBOoANG atmd BepudTnTa KAl £T01 TTAPATNPEITAI PHEYOAUTEPN
ouolopop®ia o€ OAO TO DOKIMIO.

» ATmraiTeital EAAXIOTN TTPOETOINATIA.

» EuUkoAia oTtn dlaxeipion ye HOvo UE dUO TTAPAPETPOI EAEYXOU TTOIOTNTAG
va xpeiacovral, otpo@Es (RPM) kai Trieon.

» 2UVTOMOUG XPOVOUG OUYKOAANONG (TTEpiTTou 5 sec) €EOIKOVOPWVTAG
€101 XpOvo pe Aiydtepo KOOTOG.

» Eival eUKOAQ QUTOPATOTIOINCIMN.

» Augnuévn pnxavikg avioxy AOyw TnG €AIKoeidoUg  pPOAG NG
OUYKOAANONG.

> Me 1n ypriyopn ouykOAANOnN E€MITPETTOVTAG TTEPICOOTEPA HEPN VA
evwBouv og AiyoTtepo Xpovo.

» Eivai pia diadikacia @IAKR TTpog TO  TTEPIBAAAOV  a@oU  dev
XPNOIUOTTOIoUVTAl AVOAWOCTUA UAIKA.

» Eival pia diaBéoiun oe otrolodntroTe PéyeBog oUyKOAANCNG.

3.8 MelovekTipara ouykOAAnong TpIBRg pe repioTpo®n (RFW)

H diadikacia OuykOAANoNG TPIBAG ME TTEPIOTPOPN TTAPA T QPKETA
TTAEOVEKTAMATA Ta OTTOIa DIOBETEI £XEI KATTOIO JEIOVEKTAMATA TA OTTOIA Eival Ta

€8ng:

» H epapuoyn TG peBodou TTEPIOPICETAI OE KUAMIVOPIKA TEPAXIA.

» Omwg ava@EpOnKe TTPONYOUNEVWG O€ KATTOIEG TTEPITITWOEIS KATA TN
dladIkacia NG  OUYKOAANong  Trapoucialovial  OIAPOPETIKES
Bepuokpacieg o KATTOIO onueEia TTdvw OTO onueio dIETTAPRS Twv dUOo
TEMOXiWV ME ATTOTEAEOUA VO UTTAPYXOUV KATTOIEG TTOPANOPPWOEIG Kal
QOTOXiEC OTO TEAIKO ATTOTEAEC Q.

» OpIoPéveG QPOoPEG eCaITIOG TWV ATEAEIY AQUTWY XPEIAeTal Kal 0€ auTo
T0 €i00¢ OUYKOAANONG OTTwg otnv (FSW) Trepaimtépw ETTIQAVEIAKT)
Katepyaoia OTTwg yia TTapddelypa n Acsiavon, gival amrapaitnTn yia tnv

TEAEIOTTOINOT TOU TEAIKOU TTPOIOVTOG.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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»  O1 unxavég ouykOAAnong TpIRAG ME TTEPIOTPOPN £XOUV UYWNAG KOOTOG
oTnNV ayopd Kal To KOOTOG ouVvVTRPNONG TOUG Eival 1I81aiTepa akpiIo6.
> lNa 1™ xpAon Twv pnxavwyv ouykOAAnong TpPIRNG HE TTEPIOTPOPN

XPEIAZETAI ECEIDIKEUPEVO TTPOOWTTIKO.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KegpdAaio 4: Zuyk6AAnon 1pIfAg pE Kivnon o€ Tpoxid - (Orbital Friction
Welding)

4.1 Eicaywyn

Omwg ava@épeTal  TTPONYOUUEVWS N apxikl  HEBodOG  TTou
XpnoigoTtroinoe TNV TPIRN wg oo auykOAANoNG ATav N ouykOAANon TPIRNG YE
TTEPIOTPOPH) TWV TTPOG CUYKOAANON TEPAXIWV (Eva €K TWV OTTOIWV KIVEITAI KOl
TO OeUTEPO TTapapével oTaBepd) oe koivd agova (Rotary Friction Welding). H
OUYKEKPIPEVN MEBODOGC PpioKkel €papuoyry ATTOKAEIOTIKA OTn OUuyKOAANon
KUAIVOPIKWYV TeMaxiwv. Tnv aduvapia auti ApBe va KaAuwel n ouykOAAnon
TPIBAG ME YpauMIK TTaAivdopounon (Linear Friction Welding), n otroia duvarai
va QEpEl €I TTEPAG OUYKOAANon Tepaxiwv opBoywvikig diatoung. H
OUYKOAANON TPIBAG ME Kivnon Twv TTPOG OUYKOAANON TEPAXiwv O TPOXIA
(Orbital Friction Welding) 1 OFW aTtroteAei pia akoun €g¢ENIEN Twv PEBOdWV
OUYKOAANONG PE Xpnon NG TPIRAG. ATTOTEAEI OUCIAOTIKA £va OUVOUAOUO TWV
OUo TTponyouuevwy PeEBOdwV. Ovouddletal €101 OIOTI TO KEVIPO TOU KAOE
TEPAYioOU KATA TNV Kivnor TOU, O€ OXEON PE TO £TEPO, KATAYPAPEI Mia KUKAIKA
TPOXId, £€TO1 WOTE va dNUIoUPYNBEi N atTapaiTATN OXETIKN KivnOn KAl ETTOPEVWG

TPIRA METALU TWV TEPAXIWV.

4.2 Apxn Asitoupyiag cuykOAAnon TpIRNG HE Kivnon o€ Tpoxid (OFW)

21N d1adIKaoia ouykOAANoNG Ta TTPOG cUYKOAANON opBoywVvIKA TeEpdyIa
KivoUvTal TTEPi Twv agévwyv Toug Kata Tnv idla @opd Kai he Tnv idia Taxutnta
mepioTpo®ns. O1 duo dfoveg eivar TTapdAAnAol aAA& UTTAPXEl MIO MIKPEN
METATOTTION TOU €VOG O OXéon MeE Tov AANO katd atrdéoTtaon a. Katd Tn
OIAPKEI TNG TTEPIOTPOPNG £QAPUOZeTal Kal oTa dUO TepdXIa agovikr) duvaun P
KABeTn oTtnv em@dveia TpIRNG. OTTwg Kal oTnV TTEPITITWON TNG CUYKOAANONG
TPIBAG HE YPOUUIKN TTaAivOopdunon (LFW) €101 kal 0Tnv ouykOAAnon TpIRNAG e
Kivnon oe T1poxiad (OFW), petd tnv TTaucon Tng Kivnong kai agou Ta dUo
TEMAXIA €uBuypapuioToUV, €@apudleTal IoXupr agovikrp dUvaun woTe va

edpaiwbei Kal 1I0XupoTToINBEi N évwon Twv Tepayiwyv (EIkova 4.1).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 4.1: Aiadikaoia ouyk6AAnong TpIRAg HE Kivnon & Tpoxid (OFW).

€ ouykpion ME TIGC GAAeG dUO peBOdoUG ouykOAAnong dia TpIBAG, N
OUYKOAANON HE TTEPIOTPOPN €KTOG TNG aduvapiag OuykOAAnong un
KUAIVOPIKWV TEPaAXiwv TTOPOUCIAdel Kal pia deUTepn onuavtikg aduvapia. H
aduvapia auth EyKeITal oTo OTI N BEpUOTNTA TTOU TTAPAYETAI ATTO TNV TPIPRN Oev
AVATITUCOETAI OUOIOUOPYPA ETTI TNG ETTIPAVEIAG ETTAPNG, APOU N TaxXUTNTA TNG
OXETIKAG Kivnong augdvetal KaBwg yiveTal n atToudkpuveon atrd TO KEVTPO KAl
TANCIALEl TTPOG TNV TTEPIPEPEIA TWV KUAIVOPIKWY Tepaxiwv. Kal ol U0 auTég
EYYEVEIGC aVWMPAAIEG TNG PEBODBOU UTTOPOUV VA EETTEPACTOUV XPNOIUOTTOIWVTOG
TNV LFW 1 Tnv OFW. Kai oTig duo €ival duvaTh N ouykOAANGN N KUAIVOPIKWY
TEMAXiWV, EVW N BepUOTATA OTNV ETTIQAVEIA ETTAPAS AVATITUCCETAI O€ UEYAAO
BaBud opoiduop@a. e cuykpion pe TNV LFW n OFW ¢gival €101 oxedlaouévn
WOoTeE va divel akKOPa PEYOAUTEPO BABPG OpoIohOPYIaG TNG TTAPAYOUEVNS
BepudTNTAg, aPoU TOCO TO PETPO 600 Kal n dlelBuvon TNG TaXUTNTAS TNG
OXETIKNG Kivnong Twv SOKIWiwV gival aueTARANTEG.

E€aitiag TG dueong UETATPOTING TNG MNXQVIKAG €VEPYEIOG O€ BePUIKA
OTIG ETMQAVEIEG ETTAPAG N OCUYKOAANON XapakTnpiletal a1rd TaxUuTnTA KOl
olkovopia kai yia auté n OFW €xel epapuooTei o€ apkeTd peydAo Babud otnv
Biounxavia agou eivar pia aglommoTtn PEBodOC GuyKOAANONG TTou €UKOAQ
auTtopartoTroigital. MNa Tapddeyua, Ta TTPoRARUATA TTOU TTApouCIddovTal KaTd
TN ouykOAAnon TAENG XaAUBwWV TTou TTEPIEXOUV UWNAG TTocooTd AvBpaka,
eCaitiag TNG XaunAAg Toug OUYKOAANCIUATATAG, UTTOPOUV Va EETTEPACTOUV ME
™ Xpnon 1ng OFW.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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4.3 Mnxavil ouyk6AAnong TpIPNg He Kivnon o€ Tpoxid (OFW)

21NV €IKOva 4.2 deiyvel yia pnxavr) CUYKOAANONG UE Kivnon o€ TpoxId
(OFW).

Eikéva 4.2: Mnxavil ouyk6AAnong 1pIffAg pe Kivnon o& Tpoxid (OFW).

21NV €IKova 4.3 armreikovifeTal éva oxXedIAypapua Ye Ta BaoiK& pépn
Miag pnxavAg ouykOAAnong TpIBAG ME Kivnon o€ TpoxIA. Kal Ta OTroia €ival Ta

24

YOpauAikGG KUAIVOPOG

KuAivopik TpatreCa ) Baon atmd xaAupa
Bapu kuAivopiké TTAdiclo atmd xaAuBa
PouAgpdv

AUOo uTTdpeg oTAPIENS

AU0 oTnpiyuarta TNG KEPAANG TNG UNXAvAG
HAekTpopayvnTIKO TTnVvio

YV V. V V V V V

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv

41



H Texvoloyla tng ZuykOAAnong e TpLpn

AvUo eAdoparta 1Tou oTnpidovTal TTAVW OTNV KEQAAR TNG INXAVAG
EAatApia

Avo "yE€pupeg" atrd xaAuBa

Mavw PEPOG OUYKPATNONG TOU OTNPIYMOTOG TNG MNXAVIAG

Kdatw PEPOG OUYKPATNONG TOU OTNPIYUOTOG TG MNXAVAG

YV V. V V V

Heavy Stesd Bnde Wpangs Lammation Carmier

-

Uppret Featiure

|
Lower § .lnlur

|

|

Heavy Tubular —

Steel Frame “ ‘

Eikéva 4.3: Zxedidypaupa pnxaviig cuykoAAnong TpiBNRg He Kivnon o€ Tpoxid (OFW).

4.4 MNapdaueTpol cuykOAANnong TpIBAS HE Kivnon og Tpoxid (OFW)

21N HEBOdO ouykOAAnoNG TPIBAG PE Kivnon o€ TpoxI& oI TTapAUETPOI
eival ol €¢N¢:

» H oxetikn taxutnta (V) YE TNV OTToia KIVEITAI TO €va TEPAXIO TTPOG TO
GAAO

> H xpovikn didpkeia TNG cuykOAAnong (t)

» H agovikrj duvaun (P)

» H amdéoTaon petagu duo agdvwy (a)

O mpéc Twv TTapauéTpwy emTnpedlouv  onuavtika Ttn  dladikacia

OUYKOAANONG, Ta XAPOKTNPEIOTIKA TNG MIKPOBOUNAG, TIG MNXAVIKES IDIOTNTEG TNG

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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OUYKOAANONG Kal ev TEAEl €ival auTég TTou KaBopilouv av n €vwon Twv
TEMaxiwv Ba egival €mTUXAG N OxI. ZTA TIPWTA TIEIPAPATO OTA  OTToid
XPNOIMOTIOINONKE TO OUYKEKPIYEVO €i00GC OUYKOAANONG Ol OTIoIEG €ixav
QVETTITUXH ATTOTEAEOHA KAl TTOPATNEAONKE OTI N OXETIKA TAXUTNTA (V) OEV ATAV
oTabepr], aAAG peiwvoTav Pe TNV TTAPodO Tou Xpdvou. AuTd cupBaivel yiarti
KQTA TNV €KKivnon TnG d1adIKACiag N OXETIKA Kivnon 1ooUTal UE TV ATTO0TA0N
TWV agovwyv Twv dUO OOKIYiWY, UoTEpa aTrd €va HIKPO XPOVIKO O1a0TnUa N
TaxutnTa pndevidetal. Q¢ atmoTEAeoPa YETA aTTO KATTOIO XPOVIKO OnuEio Ta OUO
TEMAXIO KIVOUVTAV CUYXPOVWG QvTi va KIvouvtal TO €va O€ OXEOon ME TO
0eUTEPO WOTE va dnuioupyeital Kal n atapaitntn 7pIBr. H aitia yia 10
@AIVOUEVO AUTO gival OTI O dNUIOUPYOUUEVOI PETOAAIKOI OEOMOI METOEU TWV
OUOo emPaveIWV TPIRAG BEV KATACTPEPOVTAI JETA ATTO PIKPO XPOoVIKO dIdoThua,
OTTwWG Ba ETTPeTTe KAVOVIKA va oupPei, aAA& ouvexifouv va u@ioTavral
KaBIioTwvTag TNV oUuykKOAAnon aduvatn. Auté cupBaivel Adyw TnG aveTtTapkoug
TTOOOTNTAG EVEPYEIAG TTOU TTAPEXETAI OTO CNMEIO BIETTAPNS TNG CUYKOAANONG
Kal n otoia evépyela KaBopiletal pe TN CEIPA TNG ATTO TNV TIPA TWV
TTAPAUETPWY TNG CUYKOAANONG.

AkOun éva TPORANua TTou TTapPoucIAoTNKE Kata Tn diadikacia Twv
TPWTWV TTEIPANATWY ATAV OTI KATA T OIAPKEIA TNG OUYKOAANONG METAEU
doKIyiwv XGAuBa Ta uwnAd agovikd QopTia TTOU AOKOUVTAV TTOU TTPOKaAoucav
¢viovn  TTAQOTIKA  TTApPaUOP@wWOn  METAEU  TOUG, EVW  TAUTOXpPOVa
TTapoucidloviav aTmOTOUEG BepUOKPaOIakéG HETABOAEC. TMa autd 10 Adyo
dlgpeuvnBnNKav o1 ouveTtTayopeveg  aANayég @dong HE  OOKIPEG  TTOU
ETTIKEVTPWONKAV KUpiwg TTAvw OTNV OgoVIKN TTiEon Kol 0TV TTAQOTIKAG
TTaPANOPPWONG TTou dnuioupyeiTal Katd Tn diladikacia, KaBwS Kal n eTTidpacn
TNG TTAPAPOPPWONG 0TNV aAAayr TWV QPACEWV .

Méxpl va BpeBei 0 cWOTOG CUVOUAOUOS TWV TTOPAPETPWY XPEIACTNKAV
va yivouv TTOAEG dokiuég kal Treipdparta. Emmeidry n ouykOAAnon TpIBAG ME
Kivnon og Tpoxid eival Eva €ido¢ ouykOAANoNG oe oxéon MWE Ta GAAQ €idn
OUYKOAANONG TPIBAG TTpayuaToTToloUvVTal OKOUA TTEIPAUATA  Kal OIAQOPES
OOKIUEG yIa TOV  KATAAANAO ouvOUOOUO TTOPAPETPWY TTAVE O€ BIAPOPA UAIKA

OTTWG XAAuBa, aAoupivio K.q..

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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4.5 Topeig e@appoyng TnG ouykOAAnong TpIBAg ME Kivhon o€ Tpoxid
(OFW)

H ouykOAANon TpIBNG ME Kivnon O€ TPOXIA OTTWG ava@EPONKE Kal
TTPONYOUNEVWG OTI gival VEO €ido¢ ouykKOAANoNg TPIBAG Kal dev gival akOua
TO00 O1adedouévn 0600 Ta uUTOAOITTA  €idNG OUYKOAANONG Kal OAuEPa

EQPAPMPOLETAI OTOUG £ENG TOUEIG:

» ZTnV autokivntopiounxavia
» 2TnV VAUTTNYIKA

>  ZTNV agpOVaUTINYIKA

4.6 MNMAgovekTApaTa TNG OUYKOAANONG TPIRAG ME Kivhon o€ Tpoxid (OFW)

Ta TTAEOVEKTAPATA TTOU TTApousiadel n nEBodog cuykOAAnoNG TpIBAG HE

Kivnon o€ Tpoxid gival Ta €¢AG:

»  ZUYKOAANON METOEU BEPUOTTAACTIKWY TEUAXIWV.
» H Bepudtnta otnv em@Aveia TTAPRG avamTuooeTal 0€ PeyaAo Babuo
OMOIOUOPPA KOl OEV UTTAPXOUV OI OTEAEIEG OTO ONUEIO BIETTAPAS TNG

OUYKOAANONG OTTWG 0TV ouykOAAnon TpIBAG KE Kivnon o€ TpoxId.

4.7 MeiovekThpaTa TnG oUYKOAANnoNng TpIBAG pE Kivhon o€ Tpoxid (OFW)

Ta pelovekTpaTa TTou TTapoucidlel n pEBodog auykOAAnong TPIRNAS HE

Kivnon o€ Tpoxid givail Ta £¢N1G:

» H moAutTAOKOTATA TWV PNXavNUATWV CUYKOAANnong OFW

» Ma ™ xpnon Twv Pnxavnudtwyv ouykoAAnong OFW  xpeladetal
€CEIOIKEUPEVO TTPOCWTTIKO.

» YWnAS KOOTOG OUVTHPNONG TWV INXAVWV

» H epapuoyn Tng peBOdou TTEPIopileTal 0 OpBOoYyWVIKA TEPAXIa OTTWG

Kal atnv LFW.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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» Tllapouoidletal  O€  OPKETEG  TIEPITITWOEIS  €viovn  TTAACTIKNA
TTapaudpPwWaon.

> Emeidn civar éva véo €idog ouykOAANonNg TpIRrG dev eival duvath n
OUYKOAANON pEYAAWY TEPaXiwV PE HEYAAEG OIQOTATEIG.

» TIoAEG QOpEG Ta TEPAXIA TTOU OUYKOAAOUVTAI XpeIddovTal ETTITTAEOV

KATEPYAOTia yIa TNV TEAEIOTTOINON TOUG.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KepdAaio 5: ZuykO6AAnon TtpiIBRg pe Togoe1d trepioTpoen — (Radial
Friction Welding)

5.1 Eicaywyn

2T0 KEPAAQIO 2 €yive TTEPIYPAPn TNG YEBOGdOU ouykOAAnoNng TPIBAG ME
TEPIOTPOPN - Rotary Friction Welding (RFW), n oTroia xpnoigoTrolgiTal Xprion
yla Tn OUYKOAANON o€ KUAIVOPIKWY TEPAXiwV OTTOU €va TTEPIOTPEPOUEVO
TEMAXIO EPXETAI OE €TTAQPIN ME Eva OEUTEPO AKIVATO TEPAXIO KAl N OUYKOAANON
METALU TOUG cuvTeAEiTal UTTO TNV €TTiIOPaCn afovikoU QopTiou. H ouyKeKpIUEVN
MEBODOG OTTWG TTPOAVAPEPONKE EPAPPOOTNKE EUPEWG YIA Th OUYKOAANON
€CAPTNHATWY KUAIVOPIKAG HOPPNG a@oU TTPOCPEPEI UWPNAR TToIOTNTA Kal €ival
€eUKOAa auTtopartotroifoiun. [lap’ O6Aa autd Oev TTPOCQEPETAl  YIa TN
OUYKOAANON KUAIVOPIKWY KOIAWV TEPaYiwv OTTWG €ival oI OWANVES, €CaiTiag
Twv OUCKOAIWV TIOU TrapoucidfovTal Kal Ol OTroieg OXeTiCovTial HE TO
MNXOVIOPO TTEPIOTPOPAG KAl TNV €QAPUOYH OWOIONOPPWY Kal OTABEPUWV
QUVAUEWV OTIG ETTIPAVEIEG ETTAPNG. ETTITTAEOV, 0 OXNUATIOPOS OUO ECWTEPIKWV
"KoOAdpwv" atroteAovuevwy  ammd  Tnv  amoBaAAopevn pdla  dnuioupyei
TEPATEPW EUTTODIA OTAV OUYKOAANON Twv €CapTnUATWY HE OCWANVOEIdNA
popeny. lMNa va EemepacToUV AUTOI O TTEPIOPIOUOI AVATITUXONKE MIa vEQ
MEBODOG, N OUYKOAANON TPIBAG uE ToEoeidry TrepioTpo@ry - Radial Friction
Welding (RFW).

5.2 Apxn Ascitoupyiag ouykOAAnong TpIBAg ME TOSOEIB TTEPICTPOYPN
(RFW)

2UPQwva Pe TNV apxf Asitoupyiog TnG OUYKOAANONG ue TPIBAG ME
T0¢0¢€101 TTEPIOTPOPH (RFW) Ta dkpa Twv dUO CWAAVWY TToU TTPOKEITAI VA
OUYKOAANBoUV apxik& uttoBdAAovTal o€ KaTepyaaia £€Tal waTe OTav €pBouv o€
AP va oxnuatiouv diatour Tutrou "V'. H diatoury TTou oxnuaTiceTal
atmroTeAeiTal amd pia em@dveia KABeTn OTNV OKTivah Twv OUO0  KUKAIKWV
OWANVWYV Kal ammd pia deUTEPN ETMIQAVEIA N OTToia oxnuatifel pia apBAcia

ywvia og oxéon JE TNV akTIVIKA d1EUBuvan Twv cwAnRvwy. Mg autdv Tov TpOTTO

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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oTav Ta Akpa Twv dU0 CWARVWY £pBouv Ot €TTaP dNUIOUPYEITAI PIa €00XA
armmoteAoupevn  ammd  TPeEIG  TIAEUPES. 2T Ouvéxela évag  OAKTUAIOG
TPATTECOEIOOUG DIATOUNG TTEPIOTPEPETAI YUPW ATTO TA AKPA TwV OUO aKivnTwv
OWANVWV €VvTOG TNG OIATOUNAG TIOU €XEl OXNMOTIOTE, €vw TAUuTOXPOVA
UTTOKEITAI O€ ETTIPOAA TTEPIPEPEIAKNAG TTiEONG ME QTTOTEAECUA n TPIPR TTou
avaTrTuooeTal HETAEU TWV ETTIPAVEIWV TOU OAKTUAIOU Kal TwV TUNUATWY TOU
OWANVa va ouvteAéoel oTnV dnuioupyia Twv KATAAANAwWV BepuopnXavikwy
OuUVONKWVY TTOU aTTAITOUVTAlI WOTE VA ETTITEUXOEI N OUYKOAANON. "YOTEPA ATTO
OUYKEKPIMEVN XPOVIKA OIAPKEIA 1N TTEPIOTPOPH TOU OAKTUAIOU OTAPATA.
MapAdAAnAa TO TTEPIPEPEIAKO QOPTIO €iTE OIAKOTITETAI, €iTE €CaKOAOuBEi va
EQPAPMOLETAI £TOI WOTE VA I0XUPOTTOINBEI 0 dNUIOUPYOUUEVOG DECHOG (EIKOVEG
5.1 ka1 5.2).

Stationarny ,"‘ \

slamped pipe Stationary

clampecd pipc

Mandrel

N

Consumable ring rotated and
compressced radially

Eikéva 5.1: Aiadikaocia ouyk6AAnong TpIRNRg Tofoeidn mepioTpon (RFW) peragd 8o cwAnvwyv.

C'lainps

Consumable rnng

~ | NMandrel

Eikéva 5.2: Zyxedidypappa Aladikaogia ouyk6AAnong tpifng Tofoeidn mepioTpoen (RFW) peragld Suo
OCWARVWV.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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H ywvia 1Tou oxnuatiCouv ol pn TTapdAANAeG TTAEUPEG TOU DOAKTUAIOU
gival MIKPOTEPN ATTO TN ywvia TTou oXnuaTiCouv ol TTAEUPEG TNG DIATOWNG TTOU
dnMIoupyouV Ta AKpa Twv dU0 CWAAvVWY. H diapopd auTh aTTOOKOTTEI OTNV
€€CO0QANION TOU XWPOU TTOU QATTAITEITAI WOTE VA OIOXETEUTEI TO UAIKO TTOU
TTAQOTIKOTTOIEITAI KOI €V OUVEXEIA aTTOBAAAETAI OTTO TNV ETTIPAVEIQ TPIPNG TTPOG
TNV €CWTEPIKA ETIQAVEIA TWV CWANVWYV. TUTTIKEG TIMES TWV BUO AUTWYV YWVIWV
eival Trepitrou 45° yia Tn ywvia Twv TTAEUpWY Tou SakTuhiou kai 50° yia Tn
YWwVia TWV KEKAIPJEVWY TTAEUPWV TWV AKPWY TWV CWARVWY. Z& TTEPITITWON
TToU N d10@opa PETAEU TwV U0 ywVvIWV gival TTOAU PIKPr) TO atmoTéEAeoua Ba
gival O TTEPIOPIOPOG TNG €KTAONG TNG OUYKOAANUEVNG  ETTIQAVEIAG ME
QATTOTEAEOUA VA UTTAPXEI MEIWON TNG AVTOXNS TNG OUYKOAANONG.

270 €OWTEPIKO TWV OUO CWANVWY, TNV TTEPIOXN TNG £€Vvwong Twv dUOo
AKPWV TOUG, TOTTOBETEITAI WIO JETAANIKA UTTOOTNPIKTIKA PTTAPA OTTWG QPAiVETAI
TTPONYOUNEVWGS OTIC €1KOveEG 5.1 kal 5.2. H pmdpa auth egutnpetei dUo
okotroug. O TTPWTOG €ival n oTAPIEN TwV AKPWVY TwV CWANVWY WOTE Va
ammo@euxBei MOavA KATAPPEUCH TOUG UTTO TO PBAPOG TNG TTEPIPEPEIAKNG
TTieong, kar o OeUuTEPOG, N dlaoPAAIon TNG PONG TOU UAIKOU TTou
TIAQOTIKOTTOIEITAI TTPOG TNV ESWTEPIKN ETTIPAVEID TWV CWARVWY WOTE va
atmo@euxOei Oavr) €i00d0¢ TOU UANIKOU TTPOG TNV ECWTEPIKY ETTIPAVEIR TOUG.
Eival emriong ammapaitntn n TAKTWON TwV TTPOS CUYKOAANON CWAAVWY WOTE
Va KATOOTEI avEQPIKTN OTTOINOATTOTE Kivnon €iTe KATA TNV afoVIKNA €iTe KAT& TNV
akTIVIKI) &1EUBuvon. ‘Exel diamoTwOei 611 Kpduarta vikeAiou atroteAouv 16avIKA
ETTAOYN yIA TIC UTTOOTNPIKTIKEG MTTAPEG A@OU TTaPOUCIAlouv TTOAU KaAR
OUMTTEPIPOPA ATTEVAVTI OTA AOVIKA QOPTIa Kal TIC UYPNAEG BEPUOKPATIEG TTOU

ONUEIWVOVTAl KATA TNV OUYKOAANGN.

5.3 Mnxavl cuyk6AAnong TpIBNRS HE Togoeidn TrepioTpon (RFW)

21NV €IKoéva 5.3 @aivetal pia pnxav cuykOAANong TpIRg pe Togoeidn
mepioTpoPr (RFW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 5.3: Mnxavl cuyk6AAnong 1piIRg pe tofoeidn mepioTpoen (RFW).

2TnVv €IKOva 5.4 arreikovifeTal €va oXedIAYPOAUPa UE Ta BACIKA pEpPN
Miag pnxavng ouykOAAnong TpIBAG e TOgoeIdn TrepioTpo®ry (RFW) kai Ta
oTToia gival Ta £ENG:

Ke@aAn TG unxavng

MavoueTpo

AvTAia TTieong

Mnxavioudg ouykpATNONG TEPAXIOU TTOU TTEPIOTPEPETAI
Mnxaviopudg ouykpATNONG TEUAXIOU TTOU TTAPANEVEl OTABEPO
E€dptnua ouvdeong

2WAnvag Tieong

2upodpevn "oupd”

YOpauAiké oUOTNUA TO OTTOIO PETPA TNV AEOVIKN TTiECN
2100¢epn "oupd”

Tpoxog

vV V V V V V V V V V V

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 5.6: Zxediaypaupa pnxaviig cuykOAAnong TpiBNRg pe tofoeidn mepiotpoen (RFW).

5.4 MapdpeTpol cuykOAANong TpIRRG HE Togoe1dN TrepioTpoPn (RFW)

21N PEBOBO OUYKOAANONG TPIBAG ME TOgoeIdr TepioTpopry RFW ol

TTaPAPETPOI gival o1 EEAG:

» Taxutnta TePIoTPOPNS (N)
> Mepipepeiakn mieon (P)
» Xpovikf dIdpkeia TNG oUYKOAANonG (t)

O1 TINEG TWV TTOPAPETPWY KAl O€ AUTO TO €iDOG OUYKOAANONG Traifouv
TTOAU onuavTiké pdAo oTnv etTiteuén r oxi Tng diadikaciag. MpwTov n TaxuTnTA
TEPIOTPOPNG (N) N oTroia kKupaiveTal ammd 700 £éwg 2500 RPM avaloya pe TIg
OouvOnkeg OTTWG eival To PEYEBOG Kal TO UANIKO Twv OWARVWY TTPOG
OUyKOAANon. MapdAAnAa n mepipepeiakn Trieon (P) TTou aokeitalr o€ PeTagu
TWV OU0 CWARVWYV KATA TN OUYKOAANON CUPBAAEl onuavTIKA £T01 WOTE VA PNV

UTTApXouv aTéAEIEC Kal o@AAuaTa OTO onueio BIETTAPAG TNG OUYKOAANONG.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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TENOG N Xpovikr dIdpKeIa TNG OUYKOAANONG (t) KupaiveTal YeTalu 12 €wg 25
sec. H ouyk6AAnon 1pIBAG ue Togoeldn repioTpo®r) RFW gival kai autr (0TTwg
Kal ouykOAAnon TpIBAG HE Kivnon o€ Tpoxid - (OFW) éva oXeTikKA vEo €idOg
OUYKOAANONG Kal yivovtal TTOAAG Treipduata Kal OOKIPEG TTPOKEINEVOU va
BpeBei 0 KATAAANAOG CUVOUACHOG TWV TTAPATTAVW TTAPANETPWYV £TOI WWOTE VA
TIPAYUOTOTTIOIOUVTAlI OUYKOAAACEIG HPE O0O0 yivetal Tro0  duvaTtov  KOAdQ

ATTOTEAEOUATA XWPIG OPAAPATA TTAVW OTN OUYKOAANON.

5.5 Topeig epappoyng ouykOAAnong TpIBRg ME TOSOEIdR TTEPICTPOPN
(RFW)

H ouykOAAnon TpIBAG ME TOLOEION TTEPIOTPOYPN] EPAPUOLETAI OTOUG €ENG

TOUEIG:

> ZTn VAUTTNyIKA.
» ZTNV KOTAOKEUN CWARVWY YIa OIKIOKA XPAoN.

»  2TNV KOTAOKEUR OCWANVWY PJEYAAWY £PYWV KOl KATAOKEUWV.

5.6 MAgovekTAPATA CUYKOAANONG TPIPBNG HE TOgo£1ON TrepIoTpoPn (RFW)

Ta TAeovekTAPATO TTOU Trapouoidldel n HEBOdOC OuykKOAANONG uE

T0¢0¢€101 TTEpIoTPOP RFW gival Ta €€AG:

» KataAnAdtTnTa yia UANKG TTou  €ivalr dUuokoAo 1} datravnpd va
OUYKOAANBoUV pe ocupuBaTikd péoa.

» TMoAU KaAR TTOI60TNTA CUYKOAANONG PETAEU TWV TEPAXiIWV (CWARVWY).

> [pryopog xpovog cuykOAAnonG.

» YwnAd TTo000TA TTOpAYWYNSG ave¢dpTnTa a1rd TOV TUTTO TOU UAIKOU KOl
TO PEYEBOGC TOU CWARVWV.

» Ta Tepdxia Tou ocuykoAAouvtal dev xpelddovtal 1D1QITEPN KATEPYATia
OTTWG Aciavon PETA Tn cuykOAANon.

»  Aev uttapxEl HEYAAOG apIBudg attoBARTWY (YPEQ!).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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5.7 MelovekTipaTa ouyKOAAnong TpiIBRng pe Tofos1dn mepiotTpon (RFW)

Ta MEIOVEKTAPATO TIOU TTAPOUCIAlel N PEBODOG OUYKOAANONG UE

T0¢0¢£10M TTEPIoTPOP) RFW gival Ta €¢iG:

» H pébodog 1rpog 1o TTapdV XPNOIKOTTOIEITAI JOVO YIa TNV ouyKOAAnon
KUAIVOPIKWV KOIAWV TEpaxiwv (CWARVWV).

> YWwnAS KO6OTOG ayopds Kal OUvTHPNONG TNG MNXAVAS

» Ta ™ Aeimoupyia TG pNxavig ouykOAAnong xpelaletal eEEIBIKEUPEVO

TTPOCWTTIKO.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KegpdAaio 6: ZuykOAAnon TpIBAg pe avadeuon - (Friction Stir Welding)

6.1 Eicaywyn

Me TiIG oAoéva augavOPEVES ATTAITHOEIC OTO OXEDIOONO TWV KATAOKEUWV
AOYW TNG OTPOYPNG TTPOG TIG OAOKANPWHEVEG DOWEG, ATTO TA TEAN TNG OEKAETIOG
Tou 80, oI gpeuvnTéG OTPAYPNKAV TIPOG TNV avalitnon VvEwv PeBOdwV
ouykOAANnong. O1 véeg pEBodOI ouykOAANONG QTTAITEITO va PTITOPOUV VA
avtatreEEABOUV OTIG VEEC ATTAITACEIS XWPIC OPWG va eTnNPedlouv ONPAVTIKA
TIG MNXAVIKES 1010TNTEG TOU UAIKOU. BaOIKO PEANPA TWV €PEUVNTWV KAl TWV
MNXOVIKWV UTTAPEE N avaTrTugn Jiag véag pebBodou n otroia Ba Ptropouoe va
ETMQPEPEI TN OUVOEDN TWV UAIKWV KPATWVTOG TN BEpPoKpacia Toug 000 TO
duvatd oe xaunAoTepa etmitreda. ‘ETol, oTig apxEg NG dskagTiag Tou 90, pia
véa HEBOOO OUYKOAANONG HE TNV ovouaoia 2ZUuykOAAnon de TPIBAG ME
avadeuon Friction Stir Welding 4 (FSW) ékave Tnv epeavion Tng.

6.2 Mepiypapng tng diadikaociag ouykOAAnong TpIBAS e avdadeuon
(FSW)

H FSW eival pia digpyacia ouykOAANoONG UAIKWY OTEPEAG KATAOTAONG.
AuTo onuaivel 0T katé Tn diIdpkela TG diadikaoiag ouvdeong n Bepuokpaacia
TWV TTPOG OUYKOAANGN UAIKWYV Ogv EETTEPVA TNV BepPoKpaaia TAENS Kal Katd
ouveEtrelad Ogv  peTaBaivouv ot peucTr) @don. Autd TTpooBETEl  OTn
OUYKEKPINEVN HEBODOAOYIO QAPKETA TTAEOVEKTAMATA £VAVTI TWV CUNPBATIKWV
MEBODdWYV OuykOAAnoNnG, kKatd Tn OIGPKEID TWV OTTOIWV Ta UAIKA TOTTIKA
Eemmepvolv Tn Beppokpacia TALNG, ME aTTOTEAECPO Tnv UTTORABUION TwV
MNXOVIKWV Toug IB10TATWYV. EEQITiag auTou Tou XapakTnPIoTIKOU TNG, OTTWG €XEI
atrodeixBei kal yéoa atmmd TANBwpa PEAETWYV Kal TTeipapdaTwy, N FSW eival pia
dladIKacia ouvdeONG N OTToia PTTOPEI va €QAPPOOTEI O OPKETA METAAAIKG
UAIKA, OTTWG KpdauaTta XaAuBa, vikeAiou, XaAkoU, akOun Kal oTa hEXPI TTPOTIVOG
MN ouykOAAAOIPa KpdpaTta aAoupiviou. TO CUYKEKPIPEVO €iDOG OUYKOAANONG
emmiong €@apudletal (o€ TTEIPAPATIKO akOun OTAdI0) OTn  OUYKOAANON

OIAQPOPETIKWY, METALU TOUG, METAAAIKWY KPAPATWY, KABWG €TTiong Kal OTn

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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ouvOEOn TTOAUPEPWY UANIKWYV XWPEIG evioxuon yiati n avadeuon TTPOKAAEI,
TOTTIKA, TNV TTAAPN KATAOTPOPr) TNG.

MNa tnv payuparotroinon tng FSW atraiteital éva €101IKG un avaAwaoiyo
TEPIOTPEPOUEVO epyaleio. To epyaAeio auTd xwpiletal o dUO BACIKA PépN, TO
KUplo Bpaxiova (shoulder), 1 aAANIWS KUAIVOPIKO TpIBEa Kal TV akida avauigng
(pin), n otroia armroteAei Tpoegoxn Tou TPIREA. MNa Tnv TTpayPaToTToinon TNG
OUYKOAANONG oI TTAGKEG apXIKGA €pXOVTal OE ETTAPH OTNV TTEPIOXT TTOU Ba AGBEl
Xwpa n ouvdoeon Kal TTPocdévovTal PE TN Poreia evog 10XUPOU PECOU
ouykpatnong mavw o€ pia oTifapry Tpatrela oTAPIENG. T OUVEXEID TO
EPYaAgio TIBETaI O€ TTEPIOTPOPN €V TAUTOXPOvVa apXifel va KIVEITAI TTPOG TIG
TIAGKEG TTOU TTPOKEITAI VO OUYKOAANBoUV. H TTepIoTpe@OuEvn akida avauigng,
n otroia gu@avicel €10IKA dlAPOPPWON avaloya PE TNV eQapuoyn, apxicel va
O1e100U¢€l PETAlU Twv OUO TTAAKWYV PECW MIag Sl1adikaoiag TTapOuoIa PE AUTHV
NG di1dTtpnong He dpdatravo. AQou n akida eioxwpioel TTAAPWS HETAEU Twv
OUO TTAOKWYV O TPIREAG £PXETAI O€ ETTAPN PE TIG AVW ETTIPAVEIEG TOUG KAl AOYWw
TNG TPIBAG TTOU AVATITUCCETAI, N BEPUOKPATia TOU UAIKOU TOTTIKA OTNV TTEPIOXN
TNG OUYKOAANONG au&dvel, Y QTTOTEAECUA O OECHOI PETALU TWV POPIwV TOU
VO XOAOPWVOUV KAl va YIiVETAI TTI0O JAAAKO. 2T OUVEXEID Kal PEOW TNG
aoknong OIaTUNTIKWY QOPTiwy, AOYyw TnNG £TTIdOPACNS TOU TTEPIOTPEPOUEVOU
epyaAgiou, T0 xahapwpévo TTAEOV UAIKO TTapacUpETal KUPiwg atmod Tnv akida
Kal €v PEPEI Kal atrd Tov TpIREéa pe atTroTéAecpa Tnv TOTTKA avadeuon Tou. H
Kivnon Tou UAIKOU AOyw TnG avadeuong OOKEN ONUAVTIKA  PNXAVIK
TTOPANOPPWON N OTToId OTO PEYAAUTEPO TTOCOOTO TG €ival TTAAOTIKH. Adyw
TOU OTI £€va TTOOOOTO TOU TTAACTIKOU £PYOU TTAPAUOPPWONG UETATPETTETAI OF
BepudTNTA, N AVABEUCH CUVEICQEPEI, TOTTIKA, OTNV TTEPAITEPW auinaon Tng
Bepuokpacias (eikéva 6.1).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 6.1: Aidypappa Oepuokpaciag - AUvaung kartd tn didpkeia Tng ouykOAAnong TpIBAg
(FSW) yia aAoupivio (Al) kai xdAuBa (Fe).

To epyaAeio

EKTOC aTTO TNV TTEPIOTPOPN YyUpw aTTd TOV Afova Tou,

TiBeTal KAl o€ €uBUYpaUUN Kivnon KAtd PAKOG TNG YPOUMNG OuykOAAnong.
Tooo n diadikaoia dieicduong 600 Kal N JETAKIVNON TOU EPYAAEIOU KATA PAKOG

NG YPAMMUAG OUYKOAANONG yivovtal UTTO Tnv €Tmidpacn evog KATAOKOPUQPOU

QOPTIOU TO OTTOI0 ACKEITAI OTO TTAVW MEPOG TOU TPIREQ Kal €€aoc@aAilel Tn

OUuVEXN ETTAPH TWV TPIBOUEVWV ETTIPAVEIWY KABWGS KAl Tn CUVEXH aVvATITUEN
BepudTnTag eCaitiag NG TPIBAG (€1KGVEG 6.2 Kal 6.3).

Tool Rotatipﬁ

Friction Stir

.
Downya’rd force elding

- > Direction
S

-

Retreating —»

Side

Eik6va 6.2: Aiadikagia Tng ouyk6AAnong TpIRNg pe avadeuon (FSW) oe oxedidypaupa.

T.E.l. KpATNng

TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 6.3: Aladikaoia ouykoAAnong 1pifng pe avadeuon (FSW) peragd d0o Tepayiwv xaAuBa.

MeTd TnVv ammopdkpuvon Tou TPIREa N BEPUOKPATCIa TOU QAVOUENIYMEVOU
TAé0V UAIKOU apxilel va uelwveTal. EEaitiag TG wugng auTtAg ol ool JETAgU
TWV MOpPiwv TOU UAIKOU YyivovTtal Kal TTAAI 1I0XUpPOi PE aTToTéEAeOua TNV
ETTAVOOTEPEOTTOINGT TOU KaI TN YOVIKN OUVOEDT TwV dUO TTAGKWV.

H diadikacia autrj, avaTTuxOnke Kal €QAPUOCONKE, apXIKA VIO
gPEUVNTIKOUG Adyoug, atrd 10 Ivomitouto ZuykoAAnoewv Tng AyyAiag (The
Welding Institute - TWI). Av ka1 n FSW éxel kataxwpnBei wg mrarévra tou TWI
atro 10 1991, oAU Kaipd TpIv, Tov OKTWRPIO Tou 1945, o€ YIa ETTICTNPOVIKA
onuoaoiguon NG ETOXNG, VIVETAlI I TTPWTN avo@opd ot €va VEo TUTTO
OUYKOAANONG o0 oTroio¢ Ba utropouce va XpnoigoTtroindei yia tnv ouvdeon
METAAAIKWYV eAaopATWY PE TN BorBeia BepudTnTag n otroia Ba TapayoTav atod
TNV TPIBA METAEU €VvOG €I0IKA BIaUNOPPWUEVOU €PYOAEIOU Kal TWV TTPOG
OUYKOAANON OTOIXEIWV.

Apxikd n FSW e@apuooBnke dOKINAOTIKA O UAIKA PE XaunAd onueio
TENG Kol METPO  €AAOTIKOTNTAG, OTTWC TO OAOUMIVIO KAl O  XOAKOG,
XPNOIMOTTOIWVTAG EPYAAEio atTd XAAUBa. MeTd atmd Tnv £MITUX EQAPPOYA TNG
oe autd, n Olodikaoia ePapudoONKe Kal o€ UAIKA HE uywnAOTEPO METPO

eAAOTIKOTNTAG KAl AVTOXA OTTWG avogeidwTol XAAUBEG Kal KpApaTa TITaviou. 2€

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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TETOIEG TTEPITITWOEIG ATTAITEITAI N XPAON €PYAAEiWV ATTO UAIKA PE TTOAU KAAEG
MNXOVIKEG 1010TNTEG, AKOUN KOl O UWNAEG Bepuokpacieg, OTTWG TT.X.
BoA@pdauio. AvetdptnTta ammd TO UAIKO, €EKTEVNG E£PEUVEG KAl TTEIPAPATIKEG
MEAETEG €xouv Octigel OTI OI OUYKOAANOEIG TTou TTpaypaTtoTtrolouvTal pe FSW
EMPAVICOUV BEATIWPEVES INXAVIKES IDIOTNTEG, O CUYKPION UE AUTEG TTOU £XOUV
TTPOEADEI aTTd TIGC CUMPBATIKEG, TT.X. NAEKTPOCOUYKOAANCN, UE adpavEG aéplo, HE
NAekTPOdI0 BoA@papiou k.a. MNa 1o Adyo autd, n FSW eivar pia pébodog
OUYKOAANONG N OTToia XPNOIYOTTOIEITAI aPKETA OX1 HOVO OTn vAUTINYIKA Kal
oTnNV auTtokivnTopiounxavia aAA& Kal oTnv AEPOVAUTINYIKA, OTTOU N TTapaywyn
TTOIOTIKWVY OTOIXEIWV UWnANG OAoKAApwoNng €ival TTOAU OnuavTIKA yia Tnv
augnon TNG AOQPAAEING O€ OUVOUAOHO JE TNV TAUTOXPOVN UEIWOT TOU KOOTOUG.

BaoikOg AOYOG yia TIG BEATIWMPEVEG INXAVIKES 1D1OTNTES €ival N XAMNAA,
OXETIKA,  AvATITUOOOPEVN  BegpuoKpacoia  TOu  UAIKOU  OTnv  OTroia
TIPAYMATOTTOIEITAI N OUYKOAANon. H amaitoluevn  Bepuokpacia  OTIg
TTEPICOOTEPEG  TTEPITTITWOEIG  @BAvel ouviBwg Trepittou oto 80% TNng
Bepuokpaciag TAENG Tou. O1 BACIKEG TTAPAUETPOI Ol OTTOIEG ETTNPEACOUV TNV
QvOTITUOOOMEVN Bepuokpacoia Kal KaTd €TEKTAON TIG 10I0TATEG KAl TNV
ToIOTNTA TNG OUYKOAANONG €ival, JeETagu GAAwv, n yewUETpia Kal n TaxuTnTa
TTEPIOTPOPNG TOU gpyaAlEiou, Ta ouvepyaldpeva UNKA (OUVTEAEOTNS TPIRAG
METALU TTAGKAG KAl EPYOAEIOU), TO KATOKOPUQPO @QOPTIO TTiEoNg Tou TPIREQ
KaBwg Kal n TaxutnTta ouyKOAANoNG.

21nv €Ikova 6.4 petd 1n dladikacia NG ouykOAAnong dlakpivovTtal ol

BaOIKES TTEPIOKEG UNIKOU HE DIAPOPETIKES IDIOTNTEG KABE Wia Kal gival ol €¢AG:

» (A) H Mn Etmnpealdpevn Zwvn (MEZ) - Un-Affected Zone.

» (B) H O¢puikad Emnpealdpevn Zwvn (OEZ) - Heat Affected Zone
(HAZ).

» (C) H Oeppounxavikd  Emnpealduevn Zwvn (GMEZ) -
Thermomechanically Affected Zone (TMAZ).

» (D) H Zwvn Avapeigng (ZA) - Weld Nugget.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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N UsASecled Zone

Eikéva 6.4: Mikpodouég o pia Topn peTd Tnv Siadikacia ouykOAAnong TpiIfng pe avadeuon
(FSW).

6.3 Zwveg oUYKOAANONG

Omwg  avoeépBnke TTPONYOUREVWGS O (WVEG OUYKOAANONG TTou

dnuioupyouvTal 0TO CUYKOAANPEVO UAIKO €ival ol €EAG:

> Ogppikd ETrnpeacpévn Zwvn (Heat Affected Zone)
21N Cwvn aut AapBdvouv xwpa BepuIKOi KUKAOI Xwpi¢ Opwg va
odnyouv o€ aVOKPUOTAAAWON TwV KOKKWYV KAl O€ TTAPAUOPPWaT TOU UAIKOU.
MeAETeG TTOU £yivav o€ KpduaTta aloupiviou, €deiEav OTI N diadikacia FSW éxel

MIKPR €TTIOPAON OTO PEYEBOG TWV KOKKWYV OTNV TTEPIOXA QUTH.

» Ogppounxavikd Emnpeaocpuévn Zwvn (Thermomechanical Affected

Zone)

H O¢ppounxavikd Emnpeacpévn Zwvn Eival amotéAeopa 1600 TNG
BepudTNTAG TTOU QVOTITUOCETOI 000 KAl TNG TTAPAUOPPWONG TNV OTToia
ugioTatal 1o UAIKG. TapdAo TTou OTnv TTEPIOX QUTH TTAPATNPEITAI €viovn
TTAQOTIKA TTAPAUOPPWOT], N MIKPOOOMNN TNG WOTOCO Ogv uioTaTAl QUVAUIKN

QVOKPUOTAAAWON.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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» Zwvn Avadeuong (Stir Zone)

21NV TrepIoXn ™G Cwvng avadeuong n TTAACTIKA TTAPAPOPPWAN Kal N
BepudTNTA  TTOU  AVOTITUOCETAI, €XEl OAV  ATTOTEAEOMA T OUVOUIKA
AVOKPUOTAAWON TwV KOKKWV. H avakpuoTAAAWGCN TTOU CUVTEAEITAI KATA Tn
OUYKOAANON pe TN u€Bodo FSW otn {wvn avadeuong dnuioupyei AETTTOKOKKN
MIKpodoun. MapdueTpol OTTWG N YEWUETPIA TOU gpyaAgiou, n XNUIKN ouoTaon
TOou OOKIWioU, N Bepuokpacia Tou, N AGoVIKr dUVANN TTOU AOKE TO €PYAAELIO
Katd Tn digioduon Kal To TTOCO ypriyopa To OOKiWIo Ba WuxBei, eTnpeddouv

Aaueoa TN YIKpodopr TTou Ba £xel TO UNIKO PETA TN OUYKOAANON.

6.4 EpyaAgiopnyxaviy CNC ocuyk6AAnong 1pIAg pe avadsuon (FSW)

2tnv €Ikova 6.5 @aivetalr pia epyaAeiopnxavy CNC pe TpodiaypagEég
KAaTtAAANAES yia ouykOAAnon TpIPNG.

Eikéva 6.5: EpyaAgiopnyxavy CNC kaTtdAAnAn yia cuyk6AAnon tpiBRg pe avadeuon (FSW).

2Tnv €1Ikéva 6.6 utrdpxel éva oxedidypaupa Pe Ta BACIKA PéEPN Miag
epyaAeiopnxaviAg CNC katd tn diadikaoia ouykOAAnong TpIRNS pe avadeuon

Ta oTToia €ival Ta €EAG:

» TpateCa karepyaaoiog
» Bdon
» AioBntipag

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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2 PIYKTAPES

EpyaAgio cuykdAAnong FSW
MpoevioxuTAg

2U0TnUa oUANOYRG OEdOPEVWIV

YV V. V V V

Tepdyia epyaciag ouykOAANoNg

Pre- Data
Tool Rotation Amplifier Acqu:::]on O,
\D Tool motion 4
Joint Line
/

Base Plate
Work Table

Stir zone
Eikéva 6.6: Zxedidypappa unxavig ouyk6AAnong Tpiig pe avadesuon (FSW).

Work pieces

6.5 MNapaperpol TG cUYKOAANnoNng TpIBAS pe avadeuon (FSW)

O1 BaoIKEG TTAPAPETPOI TNG TUYKOAANONG dia TPIRAG e avadeuan gival n
TaXUTNTA TTEPIOTPOPAG, N TaXUTNTA OUYKOAANONG (] TaxuTnTa TTPOWONG) Kal n

YEWMETPIA TOU EpYaAEiou:

» Taxornra mepioTpoPng (n) - TaxuTnTa TPOWong (s)
Katd tnv T1exvikl Tng F.S.W. 10 €pyaAeio ouykOAANoNG ekTeAei dUO

Kivijoeig. lMepioTpé@etal yupw ammod €vav  dgova KABETO OTO  €TTITTEDO

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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OUYKOAANONG, €V TOUTOXPOVA KIVEITAI KATA MAKOG TNG pAQng Tng
OUYKOAANONG. H TTEPIOTPOYIKN Kivnon TOUu gpyaAegiou TTPOKAAEI TNV avadeuon
Kal avapign Twv TIPOG OUYKOAANGON UAIKWV yUpw aTrtd TOV TIEIPO TToU
meploTpEPeTal.  H  €uBuypapun Kivnon Tou gpyaAeiou  TTpowBei  TO
TTAQOTIKOTTOINUEVO UAIKO ATTO UTTPOOTA TTPOG TA TTiIOW O€ OXE0N UE TOV TIEIPO,
OAOKANPWVOVTOG HE QUTOV Tov TPOTTO TN dladikaoia TG OuykOAANong.
MeyaAuTepn TTEPIOTPOYPIKN TAXUTNTA O€ CUVOUAOUO WE XaunAoTeEpn TaxuTnTa
TTPOWONG TaXUTATA OUYKOAANONG (S), TTPOKOAEI TNV QvATITUEN PEYOAUTEPWV
Bepuokpaciwv AOyw TPIBAG TTOU HE Tn Oelpd TG odnyei o€ KAAUTEPN

avadeuon TWV UAIKWV.

» TewpeTpia Tou gpyaAeiou

H yewpeTpia Ttou epyalciou €ival €vag TTOAU OnUAvTIKOG TTAPAYOVTOG
TTPOKEIMEVOU va ETTITEUXOEI TOOO N KAAK TTOIOTNTA TNG OUYKOAANONG, 600 Kal n
MéyioTn Ouvarr) Taxutnta. To epyaAeio ¢ FSW atroteAsital amd 10
TTEPIAUXEVIO Kal TOV TTEIPO OUYKOAANONG. OTTwg TTpoava@Eépbnke To epyaAeio
ekTeAEl duo Paoikég digpyacieg, TTPWTOV avatrTuooel TN BepudTnTa Adyw
TPIBAG Kal avadeUel T UAIKA.

ApXIKG TO EPYOAEIO EIOCXWPEI OTO ONWUEIO TTOU EQATITOVTAI Ol AKUEG TWV
OUO TTAOKWYV Kal ETTOPEVWG avaTTTUooETAl BEpUOTNTA AOYW TNG TPIBAG METAEU
TOU TTEPIQUXEVIOU KAl TWV TTPOG OUYKOAANON QOKIUiwY. To epyaAcio eloxwpeEi
MEXPI TO TTEPIQUXEVIO VA EQATITETAI PE TIG TTAGKEG. H deUTePN diepyaoia TTou
TIPAYMATOTTOIEITAlI  €ival  €§iocOU  OonuUAvVTIKA KABWG avapiyvuel Ta  UAIKA
TTPOKAAWVTAG MWE QUTOV TOV TPOTTO Tl GUYKOAANGoH Toug. O1 1816TNTEC TTOU
QTTOKTOUV Ta UAIKA PETA T dladikaoia TNG oUyKOAANoNG opeilovtal o€ peyalo
BaBud OTnN YEWUETPIA TWV EPYOAEIWV QUTWV. ZTIC TTEPICOOTEPEG EPAPUOYES

XPNOIMOTTOIEITAI ETTITTEDO TTEPIAUXEVIO HE KOXAIWTO TTEIPO (E1KOVEG 6.7 Kai 6.8).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv

61



H Texvoloyla tng ZuykOAAnong e TpLpn

L LJ L L

Straight Taper Threaded Square Triangular
Cylindrical Cylindrical Cylindrical
(SC) (TC) (TH) (SQ) (TR)

Eikéva 6.7: Zx€dia Sid@opwyv TUTTWYV gpyaAgiwv ouykOAAnong TpIBAg pe avadeuon (FSW).

Eikéva 6.8: Aidpopol TuTtrol epyaleiwv yia ouykOAAnong 1piIAg pe avadeuon (FSW).

T.E.l. KpATNng 62
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6.6 NewpeTpia cuykOGAAnong

YTTapyouVv TTEVTE BACIKOI TUTTOI YEWMPETPIOG OUYKOAANONG (€1k6va 6.9):

» MEeTWTTIKN

» Twviakrl ouvdeon, OTnNV OTToia N CUYKOAANON METALU TWV TEPAXiWV
TIPAYUATOTTOIEITAl £TO1 WOTE VA oXnuaTiouv PeTagl Toug ywvia 90°.

» 2uvdeon T, oTnv OToid TO TTPOG OUYKOAANON TePAxIa €ival oxedov
KABeTa peTAgU TOUG.

» 20v0eon e €TMKAAUWN, OTAV OTToia T QU0 PEAN ETTIKAAUTITOUV TO £va
TO GAAO.

» 2U0vOeon KATA OKWr, OTNV OTToia N oUVOEDN YiVETAI METAEU TWV AKUWV

QU0 N TTEPICTOTEPWY TTAPAAANAWY PEAWV.

T T —==
ot g M -7 ] ’1
el I = ‘

' '

/ ] IV |
Full and Partial
Penetration Lap Penetration Dissimilar
Butt Thickness Butt

Corner
et Double Sided
Tee ilaa e S Butt
Lap Fillet

Eikéva 6.9: Mewperpia ouyk6AAnong TpIBR¢g pe avadeuon (FSW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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6.7 Ponl YAIkoU

Katd tnv FSW OnuioupyouvTtal OUO TTAEUPEG. ZUYKEKPIPEVA, WG
TTpowBloupevn TTAEUPA ava@EépeTal n TTAeUpd OTnV OTToId N TTEPIOTPOYPIKA
TaxUTATA TOU TTEIPOU KaI N TAXUTNTA TNG OUYKOAANONG £€Xouv TnVv idia ¢opd,
EVW WG «UTTOXWPoUoa TTAEUpd» OTaV  TTEPIOTPOYPIKA KAl TaxUuTNTA
OUYKOAANONG €XOuv avTiBeTn Qopd.

Me auté Tov TpOTTO, KATA T OI1adIKACIa OUYKOAANONG TPIBAG ME
avadeuon, €va MPEPOG TOU UAIKOU avadeuetal Katd Tn  OIAPKEID TG
OUYKOAANONG, evw €éva AAAO aTTAwG e§wbeital. To avadeudpevo UAIKO
oxnuarTi¢el TN {wvn avadeuong evw To eEWBOOUPEVO UNIKO evaTtroTiBeTal yUpw
atro TNV UTToXWpPoUoa TTAEUpPA.

21NV TTpowBoupevn TTAeUpd, TO UAIKO, akoAouBwvTag Tnv Kivnon Tou
Treipou, OTPoPIAIleTal Kal TTpowBeiTal TTPOC avwTeEPn EMEAVEIA. TNV
uTToXWpPOoUOoa TTAEUPd, TO UAIKO TTapacuUpeTal KaBWG TO epyaleio ouykOAAnong
KIVEITOI EUBUYPAUMPA KOl YEMICEI E UAIKO TIG TTEPIOXEG TTOU €XOUV KEVA Adyw TNG

TTEPIOTPOPNG TOU TTEipoU (E1IKOVa 6.10).

a L=
Advancing | Retreating Advancin Retreating
: -ﬁ Marker

Eikéva 6.10: H pon} Tou uAikoU Katd Tn Sidpkeia TnG ouyKOAAnong TpIBAg pe avadeuon (FSW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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6.8 ZuykOAAnon avouoiwv HETAAAWYV

H pébodog dia TpIig pE avadeuon WTTOPEI va XPNOoIYoTToindei JE
MEYAAN E€TMITUXIQ OTN OUYKOAANGN QVOUOIWV KPAPATWY. APKETOI €PEUVNTEG
ETTIXEipNOavV OUYKOANACEIG PETAEU avOuolwy KpaudTwy aAoupiviou, 1) Kal TOu
aAoupiviou pe dAa pétalia. Mapatnpndnke 6T otn (wvn ocuykOAAnong duo
AVOUOIWV HETAAWY UTTPXE OIAPOPETIKI) CUMTTEPIPOPA OTNV Kivnon Twv
UAIKWV KaTA TNV avadeuor] Toug Kal apa
OTIG METETTEITA 1810TNTEG TOUG. MNa TTapddeiyua, Ba TTpETTEl ETAAAA PE XapNAR
QvToxn va TOTToBeTOUVTal OTNV TTPpowBoupevn TAEupd av TTPOKEITAlI va
OUYKOAANBOUV pe pETOAAO uWnANG avToxng. Eival onuavTikd va ava@epBei OTi
N avakpuoTAAAWON TTOU U@ioTavTal Ta UAIKG PETA TN OUyKOAANON PE TN
MEBODO FSW 11pocdidel KAAUTEPEG MNXOAVIKES IDIOTNTEG OE OXEON ME TIG
OUMPBaTIKEG HEBBBOUG OUYKOAANONG.

6.9 Topeig epappoyng cuykOAAnong TpIBg pe avadeuon (FSW)

H ouykOAAnon 1pIBRAG pE avadeuon e@apuoleTal OTOUG €EM1GC TOMEIG:

» NauTtrnyikn
» AgpovauTtrnyikni
» AuTtokivntolounxavia

» AlaoTnuikn Blounxavia

6.10 MAgovekTApara ZuykOAAnong TpiPng pe Avadeuon (FSW)

H FSW éxel apKeTA TTAEOVEKTAUATA TA OTTOIA Eival TA £EAG:

» O1I OXeTIKA XAaNNAEG Bepuokpaciec TToOU avamTUooOovVTIal KATA TV
OUYKOAANON.

» O HIKpOG BePUIKOG KUKAOG.

» Ta ouykoAAnuéva Tepdxia €Xxouv PEYAAN avtoxn O0€ EQEAKUCHO, KAPWN

Kal KOTTwon.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Agev UTTAPXOUV OTPEPAWCEIS 1] CUPPIKVWOEIG.
Avtoxn otn diIaBpwon.
BeATiwpévn eppavion pagng.

Mrtropei va e@apuooTei o€ OAEG TIG BETEIC OUYKOAANONG.

YV V. V V V

Aev  ¥pelAleTal  PNXAVOUPYIKA KATEPYAOia yia TIC OUYKOAANOEIG

KPOUATWY aAouuiviou.

»> Agv XpnoIgoTIoIEl a€pa TTPOCTACIAG YIO KPAUATA OTTWG TOU OAOUMIVIOU
Kal ToU XaAKoU.

» Mrmopei va xpnoidotroiNBei 0 PETWTTIKEG OUYKOAANCEIC avOPOIWV
METAAAWV.

» N\Oyw TnG akidag avapigng NG oTToiag TO PAKOG KAAUTITEL OXEDOV OAO

TO TTAXOG TOU UAIKOU, n OUVOECN TWV ETTI HEPOUG EEAPTANATWY UTTOPEI

va ETTITEUXOEI pe Eva povo TTEpaopa.

6.11 MeiovekTApaTa ZuykK6AAnong TpiRg pe Avadeuon (FSW)

Mapd Ta apkeTd TTAeovekTUaTa TToU €xel n FSW TTapouacialovral Kal

KATTOIO JEIOVEKTHATA T OTTOIO €ival Ta EENG:

» 2TIG TTAAKEG OTIG OTTOIEG TTPAYUATOTTOIEITAI N OUYKOAANON TIPETTEN VA
UTTAPXEI 10XUPl OUyKPATNON KATI TO OTT0I0 MUTTOPEI va dnuUIOUpPYAOEl
OUOKOAIEG O€ ETTITTEDO TTAPAYWYNG, OTTOU OI TTAPAYOVTEG TOU XPOVOU Kal
TNG AOQPAAEIOG TTAICOUV TTOAU ONUAVTIKO pOAo.

> ApKeTA UYPNAO KOOTOG TOU WG TWPA UTTAPXOVTOG £COTTAICHOU Qv Kal JE
TNV TTAPOdO TOU XPOVOU PEIWVETAI.

» Z& TTOANEG TTEPITITWOEIG, AOdyw TNG TPIBAG METalU TpIR€éa kal UAIKOU
TTPOKAAOUVTAI KATTOIEG ETTIPAVEIOKEG AVWUAAIEG o€ OAO TO PNAKOG TNG
YPOUMAG OUYKOAANONG. ECaumiag Twv aTeAEiWV aQuUTWV TTEPAITEPW
ETTIQPAVEIOKN KATEPYQOia OTwG yia Trapddelyua n  Agiavon, eivai

ATTaAPAITNTN YIA TNV TEAEIOTTOINCN TOU TEAIKOU TTPOIGVTOG.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KepdAaio 7: Mepaparikn OSiadikacia TnG OUYKOAAnong TpIBRG HE
avadeuon (FSW) oto Epyaotipio MnxavoAoyiag Akpifeiag Kai
AvTrioTpopng Mnxavikig Tou TEI KpATtng

7.1 Eicaywyn

270 XWPOo Tou gpyacTtnpiou EpyaocTtnpiou MnxavoAoyiag AkpiBeiag kai
AvtioTpopng MnxavikAg Tou Turnuatog MnxavoAdywv Mnxavikwv tou TEI
Kpntng oto HpdkAgio TTpaypaToTroidnkav wg project o€ TTPOKTIK AoKNon
meipdpaTa  Kal OOKINEG TTAvw oTn diadikacia ouykOAAnong TpIAG ME
avadeuon o AeTtTd eAdopaTta ammod aloupivio. O OKOTTOG TOU OUYKEKPIKMEVOU
project fTav 10 KAT& TMOCO €ival duvaTtd pia gpyaAeiopnyxavry CNC (ppéca)
MTTOPEI va TTpayhoTOoTToINCEl dia ouykOAAnon TPIRNAG ME avadeuon OTTWG Ta
eCeIdIkeupéva unxavuara ouykOAAnong tng FSW. lMNa tnv atmmouyr Tuxov
avOpWTTIVWV AAAG Kl TEXVIKWY ATUXNMATWY £YIVE dia apKeTA XpovoRopa Kai
TIPOOEKTIKA €peuva TTAVW OTIG TTAPAPETPOUG TNG OUYKOAANONG TPIBAG ME

avaodeuon.

7.2 "Epguva TTapauEéTPWYV TNG OUYKOAANONG TPIRBAS HE avadeuon (FSW)

2¢& TpwTN @Aaon &ekivnoe N £peuva TwV KATAANAWY TTOPAPETPWYV Yia TN
dladikaoia TNG OUYKOAANongG TpIng ue avadeuon (FSW), Tnv taxutnta
TTEPIOTPOPNG (N), TNV TaXUTATA TTPOWONG KAl TN YEWUETPIA TOU EPYOAEiOU TTOU
ETTPOKEITO VO XpnolhoTroindei. ApXIKG €yive €peuva  yia TO €PYOAEio
OUYKOAANONG TToU XpeldleTal yia va eTITEUXOEI OUYKOAANGN TPIRNG OE AETTTA
eAdopara amd aloupivio (Al >99,00%) tdyxoug 2mm. MeTd amd QpPKETN
épeuva Kal KoiItalovrtag Ta Oldgopa €idn epyaAciwv ouykOAAnoNng TTou
UTTAPYOUV TTAPBNKE N aTTOPACH VO KATAOKEUAOTEI OTO XWPEO TOU £pyaCTnpiou
éva epyaAeio pe didueTpo 18mm pe atrAd Kwvo.

‘Etreita exivnoe n €peuva yia TNV KATGAANAn TaxutnTa TTEPIOTPOPNG KOl
o€ ToIEG TIMEG Ba kKupaivoTav. Méoa atrd Tnv TTapaThpnon TTou €yIVE O€
OIAQPOPEC PEAETEG Kal ETTIOTNUOVIKA ApBpa TTAPONKE N atTdPACH TA TTEIPAUATA

va TTpaypartotroinBouv pe taxutnta epIoTPpo®ng petagu 900 kar 1000 RPM.

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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MapdAAnAa &ekivnoe épeuva yia Tnv KATGAANAn Ttaxutnta tpéwong (S)
TTPOKEIJEVOU va UTTAPEEI TO €MIOUUNTO TTOTEAECHA OTN OUYKOAANON aAAd Kal
yla tnv mpooTacia g gpyaieiopnyxaviig CNC yia TRV atmmo@uyr atuxfiuaTog.
‘ETol w¢ amotéAecpa ol TIUEG TG TaXUTNTag TTpdwong  Tou  Ba

xpnoigotrolouvTav Atav pyetagu 140 kar 200 mm/min.

7.3 ZXeO100HOG KAl KATAOKEUN epyaAeiou ouykOAAnong (FSW)

E@ooov oAlokAnpwbOnke n Oladikacia NG €peuvag Twv KATAAANAwv
TTOPANETPWY yIa T OUYKOAAnon TpIBAG peE avadeucon, akoAoubnoe o
oXeOIOOUOG TOU €pyOAgiou OUYKOAANONG. To epyaleio oxediAOTnKeE HPE TN
BonBeia Tou Trpoypduuatog Creo Parametric pe 2 yAkog 100 mm, TTEPIPETPO

(shoulder) ota 18 mm kal YAKOG TOU KWVOU JE 2 mm (€1IKOva 7.1).

Eikéva 7.1: Zxédio epyaleiou ouykOAAnong TpiIig pe avadeuon (FSW).

MeTd Tov oxedlaoud Tou gpyaAgiou TTpaypaToTToIndnke n diadikaoia TnNg
KATAOKEUN Tou. To UAIKO TO OTTOiO €TTIAEXBNKE va Yivel N KOTAOKEUR TOu ATV
avogeidwTtog xaAupBag tutrou (AISI 430). Me 1n BorBeia evog Topvou CNC
OI0BETEI O XWPOG TOU EPYAOTNPIOU CEKIVNOE N KATEPYATia PEXPI TO EPYAAEIO

OUYKOAANONG va TTapel TNV TEAIK TOU HOP®R £TOI WOTE VA MPTTOPE va

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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EVOWMOTWOEI oTnV KEPaAAR TNG epyaleiopnxavis CNC. (eikéveg 7.2, 7.3, 7.4
,7.5 ka1l 7.6). Na Tnv Katepyaoia Tou gpyaleiou oTov TOPVO XPNOIKOTTOINONKE
MOaVvEAQ Kal KOTITIKO epyoaAgio ammd kapidio. O1 ouvlrkeg KOTAG TG
Katepyaaoiag Eyivav Pe Taxutnta mepIoTpo@ns (n) ota 500 RPM, BAaBog KOG
ota 0,5 mm, kal TaxuTnta kotmg (v) ota 39,25 m/min. H kartepyacia TTou

TTPAYHATOTTOINONKE £YIVE TTAVW O€ KUAIVOPIKO TEPAYIO TTAXouS (D) ota 25 mm.

Eikova 7.2: ApxIKi (pdon KAaTAOKEUAG Tou epyaAeiou cuykOAAnong TpIRRg pe avadeuon (FSW) .

|

Eikéva 7.3: Aladikaoia KATAOOKEUN TOU KWVOU ToUu gpyaAgiou ouykOAAnong TpIfng pe avadsuon
(FSW) .

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 7.4: Angioupyia Kwvou Tou epyaAeiou ouyk6AAnong TpIRRG pe avadeuon (FSW).

Eikéva 7.5: TeAik pop@n Tou epyaAeiou ouykOAANong TpIRNAg pe avadeuon (FSW) .

T.E.l. KpATNng 70
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Eikéva 7.6: TeAikj pop@r Tou epyaleiou ouykOAAnong TpIRRAG pe avadeuon (FSW).

7.4 Kataokeun Bdong karepyaoiog

MeTd TNV OAOKANPWON TNG KATOOKEUNG TOU epyaAegiou ouykOAAnong
akoAouBnoe n kataokeun TNG Baong otnv otroia Ba ToTTOBETOUVTAV TA AETTTA
eAdopara katd Tn didpkela TNG oUYKOAANoNG. MNa autd 1o AGyo Eyive €18IKA
Katepyaoia péow NG epyaieiopnxavig CNC oe éva opBoywvio TENAXIO aTrd
XOAUBa €1O1 WOTE va €xel pia Agia Kal ETTITTEdN ETMIQAVEIQ. 2Tn OUVEXEIX
TOTTOBETAONKAV 4 OQIYKTAPES VIO TNV CUYKPATNON Twv €AACOPATWY KATA TN

diadikacia TNG ouykKOAANoNG (e1kdveg 7.7 kai 7.8).

T.E.l. KpATNng 71
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Eikéva 7.7: Baon yia Tnv TommoB£Tnon Twv eAacudtwy yia Tn diadikacia ouyk6AAnong TpiIBRg pE
avadeuon (FSW).

Eikéva 7.8: Bdon yia Tnv ToTo0£TNon Twv eAdopdTWV yia Tn diadikacia ouyk6AANong TpIRNAG He
avadeuon (FSW).

T.E.l. KpATNng 72
TuAua MnyxavoAdywv Mnxavikwv
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7.5 Aladikaoia TreipapdTwy cuyKOAAnong TpiIng e avadsuon (FSW)

A@OTOU OAOKANPWONKE Kal N KATAoKeur TnG Bdong otnv oTtroia Ba

TOTTO0ETOUVTAV T EAACUATA aKOAOUBNOE N TTpoEToIacia Kal n dladIkaoia Twv

TTEIPANATWY OUYKOAANONG TPIBNG ME avadeuon (FSW). E@doov eAéyxOnke n

ToIOTNTA TWV EAACPATWY aAoupiviou ETtiong og 6Aa Ta TTelpduaTa 10 fAB0G

gloXwpnong Tou gpyaAgiou ATAv OTa 2 mm evw OTTWG avayEpOnke

TIPONYOUNEVWG N TaXUTNTA TTEPICTPOPNS (N) TTOU €QAPUOOTNKE KupaivoTav

atro 900 €wg 1000 RPM kai n taxutnta TTpowong Kupaivotav atmmo 140 €wg

200 mm/min. ZTov mrivaka 7.1 TTapouacidfovTal ol TTapAPETPOI Kal OI TIMES TOUG

TTOU XPNOIYOTTOINONKAV OTIG TTEIPAPATIKEG OIAdIKATIEG.

Meipapartikég Bda6og TaxoTnTa TaxuTnTa
Aladikaoigg Eioxwpnong MepioTpoPng Mpéwong
(mm) (RPM) (mm/min)
MNeipapa 1 2 1000 200
MNeipapa 2 2 900 180
MNeipapa 3 2 900 140
Meipapa 4 2 900 160
MNeipapa 5 2 900 150

Mivakag 7.1: MapdueTpol Kal TIHEG TWV TTEIPAUATIKWY 31aSIKaogiwy.

21NV gIkéva 7.9 @aivetal n gpyaieiounyxavr) CNC (ppéla) otnv otroia

TPAYMATOTTOINONKE N TreipauaTik diadikagia TNG ouykOAAnong TpIBAC ME

avadeuaon.

T.E.l. KpATNng

TuAua MnyxavoAdywv Mnxavikwv
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Eikéva 7.9: H gpyaAeiopnxaviy CNC (@péda) mou XpnoipoTrolfnke OTOoV XWPO TOU €pyacnpiou yia Tnv

meipapaTiky diadikagia Tng ouykOAAnong TpIRNAG pe avadeuon (FSW).

7.5.1 Mpwtn Ttreipapgatikl Oladikacia TG OUYKOAAnong TpIBAS ME
avadeuon (FSW)

270 TTPWTO TIEipAUa TTOU TTPAyMaTOTTOINBNKE TOTTOBETHBNKAV Ta dUO
eAdopata aloupiviou TTaxoug 2 mm Tavw otn Bdon pe TN Borbsia Twv
TEOOAPWY  OQIYKTAPWY. Metd €ylve 0 OWOTOG  PNOEVIOPOS NG
epyYaAElounNXavng Kal Tou epyaAeiou ouykOAAnong e tn BorBeia evog Taster
(e1k6veg 7.10, 7.11 kai 7.12), Kal ETTEITA £YIVE N CWOTH PUBUION TWV CWOTWV
TOPANETPWY  TNG OUYKOAANONG. 210 TIpWTO TrEipapa  (eikéva  7.13)
EQAPUOOTNKE TaXUTNTA TTEPIOTPOPNG (N) 1000 RPM kai Taxutnta pdwaon (S)
ora 200 mm/min. MeTd Tnv OAOKANPWON TOU TIPWTOU TTEIPAPATOG
TTapaATNEAONKAV KATTOIEG ATEAEIEG TTAVW OTN PA@ CUYKOAANCNG KUPiWG oTnv

TTAVW ETTIPAVEI OTTOU EYIVE N OUYKOAANON (€1KOVEG 7.14 Kai 7.15).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eik6va 7.11: Mndeviopog madvw oTNV ETMIQPAVEIO KATEPYATiag ue Taster.

T.E.l. KpATNng 75
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Eikéva 7.12: M

Eikéva 7.13: Aiadikaoia TTpwTou TTeIpduarog ouyKOAAnong TpIRNAg pe avadeuon (FSW).

T.E.l. KpATNng 76
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Eikova 7.14: TeAik6 atmoTEAECUO TTIPWTOU TTEIPAUATOG OUYKOAANONG TpIRNAG pe avadeuon (FSW).

Eikéva 7.15: TeAIKO a1TOTEAECHA TTPWTOU TTEIPAPATOG CUYKOAANONG TPIRAG pE avadeuon (FSW).

T.E.l. KpATNng 77
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7.5.2 AcgOtepn Treipapatikn diadikacia TnG OUYKOAAnong TpIBRG HE
avadeuon (FSW)

MeTa TNV OAOKAPpWON TOU TTPWTOU TTEIPAPATOG OUYKOAANONG TPIRAG ME
avadeuon (FSW) kal TapatnpwvTag TIG ATEAEIEG TTOU UTTAPXAV, OTO OEUTEPO
Teipapa €yive peiwon tNG TaxUTnTAg TTEPIOTPOPNS (n) ota 900 RPM kal pe
TaxutnTa Tpéwong (s) auty TN @opd ota 180 mm/min. E@doov
ETTAVAANPONKAV Ol TTPONYOUUEVEG DIEPYATiEG OTTWG N CWOTH TOTTOBETNON TWV
EAAOUATWY OAOUNIVIOU KAl TOV INOEVIOHO TNG EPYAAEIOUNXAVAG TNG BAoNG Kal
Tou epyaleiou ouykOAAnong ue Taster, TrpayuatotroiOnke 10 OeUTEPO
meipapa. Metd Tnv oAokArnpwaon Tng diadikaoiag Trapatnperénke KaAUuTepn
ToIOTNTA PAPAG TNG OCUYKOAANONG O€ OXEON ME TO TTPWTO TTEIpAPa (E1IKOVEG
7.16 ka1 7.17).

Eikéva 7.16: TeAik6 atroTéAecpa SeUTEPOU TTEIPAPATOG CUYKOAANONG TPIRNAG pE avadeuon (FSW).

T.E.l. KpATNng
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Eikova 7.17: TeAik6 atmmoTéAeopa SeUTeEpOU TTEIPAUATOG CUYKOAANONG TPIRAG HE avadeuon (FSW).

7.5.3 Tpitn meapapatikl JSiadikacia Tng ouykOAAnong TpIBAS ME
avadeuon (FSW)

Metd TNV OAOKAAPWON Kal TOU OeUTEPOU TTEIPANATOG OCUYKOAANONG
TPIBAS ME avadeuon (FSW) kal TTapatnpwvtag OTI UTTAPXAV KAAUTEPO
atroteAéopata TTAvw OTn pagry ouykOAAnong trpoxwpnoe n diadikaoia oTo
TpiTO TTEipapa. EQdw Taxutnta mTEPIoTPOPG (n) TTapépeive ota 900 RPM kai pe
TaxutnTa mpoéwong (s) auth ™ @opd ota 140 mm/min. Kai o€ autr Tnv
TTEPITITWON aKoAouBrnBnkav ol TTPoNyoUUEVEG BIEPYATiEG OTTWG N CWOTAH
TOTTOBETNON  TWV  €AAOPATWY  oAoupiviou  Kai  Tov  Pndeviopud  Tng
epyaAelounxaving TG Pdong kal Tou gpyaAeiou ouykOAAnong e Taster,
TTPAYHATOTTOINONKE TO TPITO TTEipAPA. Z€ AUTO TO TTEipAUA WETA TO TEAOG TNG
dladikaoiag Trapatnerinkav KATTOIEG aTEAEIEG OTN pa®r OUYKOAANONG Kal
OUYKEKPIMEVA UTTAPXE €va KEVO TTAVW OTN pA®r TNG OUYKOAANONG Aiyo PETA
TNV évapén Tng diadikaciag (e1kéveg 7.18 kai 7.19).

T.E.l. KpATNng
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Eikéva 7.19: TeAik6 atmroTéAeopa TpiTOU TTEIPAUATOG OUYKOAANONG TPIRAG pE avadeuon (FSW).

T.E.l. KpATNng 80
TuAua MnyxavoAdywv Mnxavikwv



H Texvoloyla tng ZuykOAAnong e TpLpn

7.5.4 Téraptn Treipapatikn Siadikacia Tng ouykOAAnong TpIBAS ME
avadeuon (FSW)

MeTd TNV OAOKANPWON Kal TOU TPITOU TTEIPAPATOG KAl TNV aOTOXid TTOU
TTAPOUCIACTNKE TTAVW OTN PAQr] TNG OUYKOAANONG, OTO TETAPTO TIEipAUa N
TaxutnTa TEPIOTPOPNG TTapéueive ota 900 RPM kai pe Tmpoéwon (S) autr
@opd ota 160 mm/min. Me Tnv oAokAApwon Twv idlwv dlEpyaciwy OTTwG N
OWwOTA TOTTOBETNON TWV €AACPATWY OAOUMIVIOU Kal TOV PNOEVIOUO TNG
eEpPYaAgiounNXavAG TNG PAoONG Kal Tou epyaAeiou OuykOAAnong pe Taster,
TTPAYMATOTTOINONKE TO TETAPTO Treipaua. Kai edw TTapatnerdnke 0TI 0€ aUTEG
TIG CUVBNKEG N pa@n TNG cUYKOAANONG €iXe KAl AUTO ACTOXIEG TTAVW paPr TNG
OUYKOAANONG Kal €ixe dnuioupynbei éva KeEVO TTOU QUTA TN QOPd EUPAVIOTNKE

Aiyo 1TpIv 10 TEAOG TNG OUYKOAANONG (£1kOvEG 7.20 kal 7.21).

Eikova 7.20: TeAik6 atroTéAeo O TETAPTOU TTEIPAMATOG CUYKOAANGNG TPIRAG HE avadeuon (FSW).

T.E.l. KpATNng
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Eikéva 7.21: TeAik6 ammoTéEAEOHA TETAPTOU TTEIPANATOG CUYKOAANONG TPIRAG pE avadeuon (FSW).

7.5.5 Méummn tapapatikl Siadikacia TG OuykOAAnong TpIBRG ME
avadeuon (FSW)

Me Tnv OAOKANPWON Kal TOU TETAPTOU TTEIPAPATOG OUYKOAANONG TPIRNAS
pE avadeuon (FSW) kal TTapatnpwvTag Ta OQAAPOTA TTOU UTTAPXAV TTAVW OTN
pa@r OUYKOAANONG Trpoxwpenoe n OIadIKaoia OTO TTEPTITO KAl TEAEUTAIO
Teipapa . Kal og auti Tnv diadikaoia n TaxutnTa mTePIOTPOYNS (N) TTAPEPEIVE
kal TTaAl ota 900 RPM kal pe taxutnta mpowong (s) auth 1n @opd ota 150
mm/min. ETmiong kai o€ autr Tnv TTEPITTTWON akoAouBbnBnkav o1 idieg
dlepyacieg Pe Ta TTPONYOUMEVA TTEIPAUATA OTTWG N OWOTA TOTTOBETNON TWV
EANAOUATWY aAoupiviou Kal Tov UnNdevioud NG epyaleiopunxavig TG BAong Kai
TOU gpyaAgiou oUuykOAAnNoNG pe Taster, TTPAYMOTOTTOINONKE KAl TO TTEUTITO
TTEipapa. Kai og aut Ttnv Treipapatik)  Oladikaoia ouykOAAnong
TTapaTnEAOnke OTI UTIPXAV 0OTOXiEG OTnv  €mM@AvEId TNG pPaAPh Tng
OUYKOAANONG e TNV UtTapgn dU0 Kevwv TTou dnuioupynRBbnkav Aiyo TTpiv 10

TEAOG TNG OUYKOAANONG (EIKOVa 7.22).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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Eikova 7.22: TeAIKO a1mOTEAEOHA TTEUTITOU TTEIPAPATOG OUYKOAANONG TPIRAG pe avadeuon (FSW).

T.E.l. KpATNng
TuAua MnyxavoAdywv Mnxavikwv
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KegpdAaio 8

T.E.l. KpATNng

H Texvoloyia tng ZuykoAAnong pe TpBn

: ZUMTTEPAO AT

Me Baon m¢ 5 meipapatikés O1adIKaoieG ol  OTTOIEG
TTPayPaToTTOINONKAV PE TN e@apuoyn TG FSW diatmotwbnkav Ta

€€NG oupTrEpAOPaTA:

KaAUTepo atroTéAeopa €mTEUXONKE OTO OeUTEPO TrEipaua OTTOU
EQAPPOOTNKE TaXUTNTA TTEPIOTPOPNG (N) 900 RPM kai TaxutnTa
mpowong (s) ora 180 mm/min TTapPoOUCIAlOVTAG KOAUTEPN
ETMQPAVEIQ POPG TNG OUYKOAANONG Ot OXEOn ME TA UTTOAOITTO
TTeEIpAuaTa.

Atrodeixbnke o1 pe pia ammAfl epyaAesiouynxaviy CNC (@péla)
MTTOPEI va TTpayuaToTroinBei n dladikaoia oUyKOAANONG TPIRNG HE
avadeuon, Xwpic otn  XpAon  €CEIDIKEUPEVWY  PNXAvWwV
OUYKOAANONG yia FSW.

O1 Trapammdvw TreipapaTikéG  diadikaoie¢ Ba  uTtTopoucav  va
TTpaypaTotoinBouv Kal o€ eAdopoTa AAAWV PETAAWY OTTWG
XGAuBa K.q..

H ouykpdtnon (oTApiEn) Twv eAACPATWY €ival aTTaItnTIK OAAG
TTapdAANAa kal SUOKOAN yiaTi YE TN PN CWOTA TOTTOBETNON TOUG
MTTOPEI va TTPOKANBoUV acTtoxieg oTn ouykOAAnon e Kivouvo va

TTPOKANBEI HEXPI Kal aTtuxnua KaTd Tn didpkeia TnG d1adikaoiag.

TuAua MnyxavoAdywv Mnxavikwv
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