Opiop6g Oéuarog AITAwpaTtiknG Epyaciag

TiTAog ArIrAwpaTtikig Epyaciag:

2uykoAAnon Oia tpIBA¢ ue upamruvon ocwAnvwy aAouuiviou
MIKPAG OlauéTpou

(Mpwrdrumoc ritAog: “Friction Stir Welding of Aluminium Pipes
of small Diameters”)

ZnMEIWON TOU OUYYPOA@EON OXETIKA ME Tn SOMA KAl TNV €KTEAEONn TNG
epyaoiag:

H Trapouoca epyaoia ekTeAé0ONKE OTO €pyacThpio Tou lvoTitoutou
EpyaAciounxavwyv & Opydvwong Mapaywyng (iwb) To oTToio aTToTEAET TUAMA
NG oXOANG MnxavoAdywv Mnxavikwyv Tou MNMoAutexveiou Tou Movdyou (TUM).
MNa Tov avwTepo Adyo n doun TNG Epyaciag cival TTPOKABOPIoUEVN CUPQWVA HE
TA TTPOTUTTA TOU CUYKEKPIMEVOU TUAPATOG.

To TTapwv aTTOTEAEI JETAPPOAOT TOU TTPWTOTUTTOU AYYAIKOU KEINEVOU, TO OTTOIO
Kal Trapoucidotnke emrtuxwg oTig 20.8.2008 ota TTAqioia €¢étaong Twv
OITTAWMATIKWY EPYACIWV OTNV TTOAUTEXVIKI 0XOArR} Tou Movdayou. OI TTiVOKEG Kal
Ta OXAMAOTA KOBWG KAl Ta AVOQEPOPEVA O€ QUTA KEIPNEVA €XOUV TTAPAMEIVEI
OTNnV TTPWTOYEVR HoP®PN TNG epyaaciag yia Adyoug TTAnpdTNTAaG. AKoOAouBouv Ta
oToIXEid TNG OIMMAWUATIKAG €pyaciag ,0TTwG auTd TTPOKUTITOUV aATTO TNV
apxelo8£Tnon TNG ot BIBAI0BRKN Tou TTapaTTdvw 16PUKATOG.
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ApXIKAQ KaTtdoTaon:

H ouyk6AAnon dia 1pIBAG pe euParruvon (Friction Stir Welding- FSW)
atroTeAEl pia eEeAiypévn nEBOSO OUYKOAANCNG UAIKWYV aAOUIviou, n oTToia gival
IKOVH a TTPOCQPEPEI ONUAVTIKA TTAEOVEKTAUATA O OUYKPION MWE TIC CUMPBATIKES
“substance-to-substance” pebddouc. Metd atrd TNV avdamTuén Tng diadikaaoiag
otnv apxf Tng dekaetiag Tou 90", n YEBOOOC XPNOIKMOTTOINONKE APXIKA OTOV
TOMEéQ TNG VOUTTNYIKAG. MeTd TNV e@appoyn TG oTn Blounxavia Twv evagpiwyv
MEOWV HETAQOPAS, N PEBODOC €PAPPOOTNKE EUPEWG KAl OTOV EUPUTEPO



KATaoKeUaoTIKO Topéa. H diadikacia ouvdeong cwAnvwoewy dia NG ueBddou
FSW odnyei o€ dUo eykekpipéva euTTOdIA:

e H UtTapén KUKAIKAG dIaTOPNG eUTTOdICEl TNV TTARPN ETTAQN TOU £pyaAEiou-
“shoulder’- pe TNV €m@AveEIa TOU TTPOG OUYKOAANCN UAIKOU.

e MeTd 1O TTEPAC TNG dIAdIKOCIAC TTAPAUEVEI Mia TEAIKH OTTH £€6dOoU- “exit
hole” oTnv €m@Aaveia Tou UAIKOU, n OTToia JEIWVEI TR OTIBAPOTATA TWV
OUYKOANOUUEVWYV TEPAXiIWV.

216X0G:

‘Evag o16x0¢ TNG TTapoucag epyaaciag gival N ueAETn TnS diadikaoiag tou FSW
o€ OWARVES pIKpwV dlapéTpwy. H diadikaoia Ba yivel katavonTr he Tn BorBeia
TTEIPANATWY, XPNOIUOTIOIWVTAC Ta OUuuBaTikG, OdlaBéoiya  gpyaAeia  TOu
gpyaoTtnpiou. Metd Tnv Karavonon tng diadikaoiag, aTdxog €ival N avaTTugn
KOl KATOOKEUR Kalvoupylwv epyaAciwv TTou Ba BeATiwvouv Tn dladikaoia
OUYKOAANONG Twv KUAIVOpIKWY Tepaxiwv. Ev ouvexeia Ba  dieCaxbouv
TTEIPAPATA VIO VO EAEYXOEI N ATTOTEAECHATIKOTNTA TWV VEWV QUTWV EPYOAEIWV.
2€ autd TO Onueio Ba OuykpiBoUv Ta XOPAKTNPIOTIKA OUyKOAANONG Trou
TTPOKUTITOUV WE TN XPAON TwV VEWV KAl TWV TTAAAIWV-CUPBATIKWY EPYOAEIWV.
EmmAéov Ba eCetaoBei n aréAeia TG “exit hole”. Auth n artéAeia odnyei o€
MEIWOoN TNG akauwiag Tou TTapayoduevou Tepaxiou. MNa 1o Adyo autd, Bewpeital
0TOX0G TNG TTapouonG epyaciag n avatTuén oTPATNYIKWY YIa TNV atToQuyn
NG EPPAVIONG TNG.

2x€010 dpdong Kal peBodoAoyia epyaciag:
H mTapouca diITAwuaTIKA epyacia TTepIAapBAveEl Ta akdAouBa TuApaTa:

o BiBAloypa@ik €peuva OXETIKA ME TIGC duvaTOTNTEG KATAOKEUNG FSW-
EPYaAgiwv Kal avatrTu¢n oTpaTNYIKWV TTPOS atro@uyn TN “exit hole”

o Alctaywyn meipapdtwy pe Ta dlabéoipa-ocuuBaTikd FSW-gpyaAcgia yia
TTEPAITEPW KaTavonon Tng dladikaoiag OTtav auTr) 0€ KUAIVOPIKA TEPAxIa
ME MIKPR OIANETPO

e AVATITUEN KAl KATOOKEUR KAIVOUPYIWV EPYAAEiwY, T OTToia BEATIWVOUV
ID1aiTEPA TNV €QapUOY TNG HEBOGDOU o€ TEPAXIA PE JIKPA OIAPETPO



e AvarTugn pueBOdwyV Kal dle¢aywyr OOKIPNWY TTPOG ATTOPUYI TWV TEAIKWV
KpaTrpwv

o EkTéAEONn TTEIPANATWY OUYKOAANONG HE TA KaIvoUpyla gpyaAgia Kal
QVATITUEN OXETIKWVY PMEBODOWV TTPOG ATTOPUYNA TWV TEAIKWYV KPATAPWY

e 2 UYKPION TWV TTEIPAPATIKWY OTTOTEAEOUATWY

o [lepiAnwn Kal TEKUNPIWON TWV ATTOTEAEOUATWYV

Alaknpuén:

AuTi} n epyaacia eivail 1dlokTnoia Tou iwb (1dpuua yia Ta epyalgia pnxavwy Kai
TN Brounxaviki diaxeipion). Mia dnuocicuon TG epyaciag r diapifaocn g
TTPOG TPITO ATTAITEI TNV AdEI0 ATTO TOV UTTEUBUVO KABNyNTH. ZUPQWVW HPE TNV
apxeloBETnon g diatpiPric otn BIBAIOBAKN Tou iwb, n oTroia gival TTpooBdaciun
MOVO O€ ETTIOTNMUOVIKOUG CUVEPYATES, AAAG KaI PE TV KATAXWENON AUTHS OTAV
wneiakn Baon dedopévwy Tou iwb wg pdf-dokument.

Garching, 20.08.2009

Dipl.-Ing. M. Ruhstorfer Antonis Mitsakos Prof. Dr.-Ing. M. F. Zah
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1 Eilcaywyn

1.1 H onpaocia, n 1I0TopIkn €§EAIEN Kal TO HEAAOV TOU TOMEO
TWV OUYKOAAROEWYV

H ouykOAAnon atroteAei TNV TTAéov  Koivrp HEBODO ouvdeong OUO N
TTEPICCOTEPWY METAAAIKWY TEPAXIWV MUE OKOTTO VO CUUTTEPIPEPOVTAI WG Eva
owpa. EmTpETTEl TNV TTApAyWYr EVIAIWY KATAOKEUWYV, Ol OTTOIEG EUPAVI(ouV
EVIOXUMEVN OupTTEPIPOPdE. H OuykOAANON avikel OTnv KATnyopia Twv
KATEPYaoiwv ouvdeong OANG cuvdéetal TTapAAANAa  pe TTOAAEG  akoua
YVWOTIKEG TTEPIOXEG KAl AAAEG BIOUNXAVIKEG KATEPYATIEG.

H diadikacia Tng ouykOAANoNG OTTWG TN YVWPEICOUPE ORUEPO EQEUPEBNKE TOV
19° aiva. H trapaywyn evog 16€ou peTall dUo nAekTpodiwv Gvepaka Trou
Tpo@odoToUVTal ATTO uTTaTapia avayetal otov Sir Humphay Davy 1o 1800 evw
o0 Edmund Davy 1ng AyyAiag cuvéBaAe pe TNV avakGAuyn TnNG ao€TUAivng TO
1836. Kara T1n OIdpKeld Twv €TWV €XOouv avarrTuxBei diapopes pEBoDOI
OUYKOAANoNG. O Trivakag 1 trapouciadel JETAAAa ouykoAAoUpeva Pe dIAQOPES
MEBODOUG, evw To oxnua 1 TTapouciddel éva dIAYPAUNA TWV ONPAVTIKOTEPWY
MEBOOWV ouvdeong Kal oUYKOAANoNG (Cary et al.2004, P.1-5).
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Base WELDING PROCESSES
material
welded
SMhe'?;? Tusassten Plasma Submerged Gas
9 Arc Arc Metal Arc  FCAW  ESW BW OFW
Arc AC\velding Welding  Welding
Welding Welding
Aluminiums
Copper- C A A No A No EXp B B
base alloys
Brasses No C C No C No No A A
Bronzes A A B No A No No A B
Copper C A A No A No No A A
Copper
nickel B A A No A No No A A
Irons
Cast,
malleable, A B B No B B No A A
nodular iron
Wrought A B B A A A No A
iron
Lead No B B No No No No No
Magnesium
Nickel-base No A B No A No No No No
alloys
Inconel A A A No A No No A B
Monel A A A C A No No A A
Nickel A A A C A No No A A
Nickel No c c No c No No A B
sliver
Precious
metals No A A No Exp No No A B
Steels

Metal or process rating: A, recommended or easily weldable- B, accepllivakag but not best selection or weldable with precautions-
C, possibly usable but not popular or restricted use or difficult to weld- No, not recommended or not weldable- Exp, experimental or

research

SMAW: Shielded Metal Arc Welding, GTAW: Gas Tungsten Arc Welding, PAW: Plasma Arc Welding, SAW: Submerged Arc Welding,

GMAW: Gas Metal Arc Welding

Mivakag 1 Metals welded by various processes

Mnyn: H. Cary 2005 (P.5)
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ARC WELDING (AW)

are stud walding
atomic hydrogen waelding
bare matal arc wolding
carbon arc walding

gas carbon arc welding

shislded carbon arc walding

twin carbon arc walding
alactrogas welding
flux cored arc welding

gas-shielded flux cored arc walding

sall-shialded Mux cored are welding
gas motal arc welding

pulsed gas matal arc walding

short circult gas matal arc walding
gas lungsten arc walding

pulsed gas tungsten arc walding
magnaetically impelled arc walding
plasma arc welding
shielded metal arc walding
submerged arc welding

series submaerged arc walding

SOLDERING (5)

dip soldering Ds
furnace soldering F§
induction soldering 15

infrared soldering IRS
iron soldering INS
resistance soldering As
torch soldaring T8

ultrasonic soldering USs
pressure gas soldering WS

OXYFUEL GAS WELDING (QFW)
air acetylene walding AAW
oxyacelylens walding QAW
oxyhydrogen welding OHW
pressure gas welding PGW

BRAZING (B)
block brazing BBe
ditfusion brazing DFB
dip brazing DB
exothermic brazing EXB
furnace brazing FB
induction brazing B
intrared brazing IRB
resistance brazing RB
torch brazing T8
twin carbon arc brazing TCAB

Sw
AHW
BMAW RESISTANCE WELDING (RW)
E:ﬁ a flash welding FW
- prassure-controlled resistance welding RW-PC
CAW.S projection walding PW
gam.r resistance seam welding ASEW
high-trequency seam welding RSEW-HF
IE?:& G induction seam welding RSEW-I
ey mash seam welding RSEW-MS
Eﬁ;‘ms rasistance spol welding RASW
upsel welding uw
GMAW.p high-frequency UW-HF
e induction UW-|
GTAW-P
MIAW
PAW
SMAW
SAW
SAW-5
SOLID STATE WELDING (SSW)
coaxtrusion welding CEW
cold welding cw
diffusion walding DFW
hot isostatic pressure welding HIPW
explosion welding Em
forge weldi
WELDING riagon, weiding FRW
AND diract drive friction welding FRW-DD
friction stir welding FSW
JOINING inertia friction welding Fm.|
hot pressura weldin| H
PROCESSES roll s:;ding ’ ROW
ultrasonic welding usw

OTHER WELDING AND JOINING
adhesive bonding AB
braze welding BW

arc braze welding ABW
carbon arc braze welding CABW
alectron beam braze welding EBBW
exothermic braze welding EXBW
flow brazing FLB
flow welding FLOW
laser beam braze welding LBBW
electron beam welding EBW
high vacuum EBW-HV
medium vacuum EBW-MV
nonvacuum EBW-NW
electroslag welding ESW
consumable guide electroslag welding ESW-CG
induction welding W
laser beam welding LBW
parcussion walding PEW
thermite welding ™

XxAua 1 Master chart of welding and joining processes

Mnyri: H. Cary 2005 (P.21)

Av Kal n Blounxavia ouykOAAnong €xel Tmapoucoidoel Beauatikn €gEAIEN Ta
TeEAEUTaia Xpovia, ol €IBIKoi Bewpouv OTI n AvATITUEN TNG QVAPEVETAl Va
OUVEXIOTEI KUPIWG AOYW TOU OIKOVOMIKOU TTAEOVEKTUATOG TNG KATEPyaaoiag. Ta
TTPOIOVTA TTOU TTPOEPXOVTAl aTTO OUYKOAANON E€TTIPEPOUG TEPAXiwv Ba eival
TTavTa Mo @TNVAa atmmd Tpoidvta TTou TTapdyovTtal he AAAEG pEBOBOUG, OTTWG N
ogupnAatnon, N AAwon [ n KoxAiwon. H ocuykOAAnon atroteAei triong tnv
KaAUTEPN HEBODO TTPOOTOCIAG KAl CUVTAPNONG TNG ETTIPAVEIAG TWV PETAAAWV
ME XpAoN TTPOCOETWY PETOANIKWY ETTIKOAUWEWV (H. Cary 2005, P.21).
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H katepyaoia Tng ouykOAANong avapéveral 0TI Ba ouvexioel va Kuplapxei
METACU TWV KATEPYAOIWY OUVOECNS KABWG 01 EQAPUOYEG Kal 0 SUVATOTNTES TNG
au¢avovtalr paydaia. AuTd o@eileTal KUpiwg oOTa uwnAdTEPO  TTOCOOTA
ammoBeons Twv PEATIWPEVWY PETAAAWY TTAAPWONG Kal TNV augavouevn Xpnon
UTTOAOYIOTIKA €EAEYXOUEVOU €EOTTAIOOU OUYKOAANONG, O OTIOIOG MEIWVEI TO
KOOoTOG TTapaywyns. MNapdAa autd ol didgopeg pEBodoI cuykdAAnong Oa
TTPETTEl va €CeTACOVTAl XWPIOTA, KABWG n KABe uia €xel T0 OIKO TNG Touéa
epappoyng kal 170 OIKG TNG “péEANNoV” oTtnv TTapaywyr. O1 péBodol TTou
QVOMEVETAI VO ETTIKPATAOOUV PEAAOVTIKA OTn Blounxavia ouvdeong eival ol
akOAouBeg: H nAektpoouykOAAnon T16gou (Arc welding process), n
NAEKTPOOUYKOAANON UE TTPOCTATEUTIKN aTtudo@aipa agpiou-TIG (gas tungsten
arc welding-TIG), n ouyk6AAnon pe 16€0 TTAdopaTog (plasma arc welding), n
OUYKOAANON pe  xpnon okTivwv  AéiCep (laser beam welding), n
NAEKTPOOUYKOAANON WE Xprion POPTTOT (robot arc welding) kal n ouykKOAANGCN
ola TpIBNG pe eupatrTuvon (Friction Stir Welding-FSW) (X. Cary 2005, P.21). H
TeEAeuTaia HEBODOC Kal N EQAPPOYI TNG O KUAIVOPIKES OIATOMES MIKPAG OKTIVOG
QATTOTEAEI TO AVTIKEIYEVO TNG TTAPOUONG EPYATiag.

1.2 H katdoTaon oTnv rapaywyn

Tnv idia oTiyury TToU N Blounxavia ocuykOAAnong ouveyxilel Tnv avBiorn g, n
TTaykoouia  katavdAwon aAoupiviou (Al)  epgaviCel auéntiky Tdon. Ol
ECAIPETIKEG MNXAVIKEC 1010TNTEC Kal €10IKA N XOUNAr TTUKvOTNTA TOU UAIKOU
Oivouv TNV €uUKaIpia yIO KATAOKEUR €AA@POTEPWY KATAOKEUWV HE KOAAUTEPQ
XOPOKTNPIOTIKA. TO TTAEOVEKTAPA TNG XOUNANRG TTUKVOTNTAG €ival 1ID1aiTEpA
ONUAVTIKO OTIC HEPEG MAG TIOU N TIETPEAAIKN) Kpion e€ivar trapouca. H
OlO0TNUIKA, QEPOVAUTINYIKA Kal n Blounxavia auTtokivitou KAavouv TTAéov
EKTETAPEVN XPON TOU UAIKOU YIa va TTAPAYOUV EAAPPUTEPEC KATOOKEUES , EVW
N vauoItrAoia kal TToAAoi dAAoI kKAGdoI eTTw@eAoUVTal aTTd TA TTAEOVEKTAMOATA
TOU OAOUIVIOU €0W KAl KAIPO.

MapdAa Ta TTAEOVEKTAMOTA TOUG, TA KPAUATA apylAiou TtTapoucialouv
OUOKOAIEC WG TTPOG T OUYKOAANCIUNOTATA TOUG KUPIWG Adyw TnNG uywnAnig
BEPUIKAC aywyINOTNTAC TOU APYIAIOU KOl TOU OXNUATIONOU ATEAEIWV KATA TN
OIGPKEIO TNG CUYKOAANONG CUMTTEPIAGUBAVOUEVWYV TWV PWYHWY, TTOPWOOUG
Kal oTepeoTTroinong. H trAciovoTnTa TWV Blounxaviwy TTou aoXoAouvTtal [E
KATAOKEUEC OAOUMIVIOU, €KTEAOUV €va PEYAAO MEPOC TWV OUYKOAAAOEWV
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XEIPWVOKTIKA  XPNOIMOTIOIWVTAG Tn OUYKOAANON HE TOEO Kal TTpooTaCia
adpavoug aegpiou (GMAW) n otroia €ival etmmiong yvwot kai wg MIG. H
MEBODOC Tou FSW egival pia OXeETIKA véa pop@ry ouvdeong, n oTroia €Xel
ETTITUXWGS EQAPUOOTEl O€ TTOIKINIO PETAANIKWY UAIKWV OTTWG 0 XAAuBag, TO
TITAvVIO, 0 POAUBBOC, 0 XOAKOG Kal To apyihio. O1 €CalpeTIKES 1IDIOTNTEC TWV
OUYKOAAROEWV TToU €xouv TTPoENBEl atrd autr) Tn YEB0dO, KaBIoToUV duvaTEC
KATOOKEUEG, 01 OTTOIEC XwPIS auTh Ba Tav aduvareg (H. Cary 2005, P.21).

Méxpl Twpa N uEBOOOC Tou FSW £xel ETITUXWS EQAPPOOTEI KUPIWG O€ aTTAEG
YEWMETPIEG, OTTWG OI ETTITTEDEG METAAAIKEG ETTIPAVEIEG KAI TA TTPOIOVTA dIEAAONG
(TTPpo@iA ahoupiviou-“extruded sections”). H epyacia auth eetdlel TNV
EQappoyn TNG MEBOBOU ot KUAIVOPIKA TuARuaTa pe MIKPA didueTpo. Kartd
OUVOEDN TEPOXiWV ME TIOAUTTAOKN KUAIVOPIKA  YEWWETPIA, OTTWG OTNV
TTEPITITWON TWV CWANVWY, N KUKAIKOTATA TNG OIATOPNG €UTTOdICEl TNV TTARPN
ETTAQN METALU €pyaAciou Kal TePayiou Kal yia autd Tov AOyo kaBioTaTtal
TTPORBANUATIKOG 0 EAEYXOG TNG KivoNng TOU EPYAAEioOU TTAVW OTNV TTEPIPETPO TNG
ouvdeong aAAd kai To BABoC ciIoxwpnong Tou gpyaAgiou oTo Tepdyxio otn Cwvn
OUykKOAANnonG. To oxApa 2 Trapouciadel Tn dlagopoTroinan TNG ETTAPNG
epyaAciou-Tepaxiou otav n dlatoun gival TTITTEdN Kal OTAV AUTH €ival KUKAIKN.

1) Curyilinear
geomelry

: Hiempiete coptact

l _i betemen WE- TDOL
£ | -
i
T

2} Flat geomelry

e —

ZxAua 2 Contact between material and tool in case of 1) curvilinear and 2) flat geometry
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Mépa atrd TNV TTPORANPATIKY €TTA@H, KATA TNV £VWON KUAIVOPIKWY TEPAXiWV
gival eTTioNg aTmTapaitnTn N OPOKEVTPIKY EUBUYPAUMION TWV TEPAXIWY, ATTAITNON
n oTroia YTropei va TTPoKaAEéoEl BUOKOAIEC oTo va dnuioupynBei n atrapaitnTn
Bépuavon Aoyw TPIBAG Kal va OXNUOTIOTEN N TTEPIOXN] TOU TTAACTIKOTTOINUEVOU
UAIKOU OTav aokeitar uwnAo @opTtio. AOyw Twv EIOIKWV ATTAITAOEWY TTOU
TTpoava@EépOnKav, atroTeAel €tmiong oTOXO0 TNG Trapouong €pyaciag n
KATAOKEUN EI0IKWYV EPYOAEIWYV TIPOCAPUOCHEVWY OTIG EIDIKEG YEWMETPIKES
ATTAITACEIC TWV Tepaxiwv. TEAOG, n aTéAEla TNG evaTTOuEVOUCOAG OTTHG-“exit
hole” TTou oxnuaTieTal JETA TO TTEPAC TNG DIABIKACIOG ATTOTEAEI Hia TTEPAITEPW
ouvIOTWOO TNG €pyaciag, n otroia Ba egetaocBei ye okomd TNV amroPuyn

EMOAVIONG TNG.

1.3 Z16X0G TNG epyaoiag

O oT16X0¢ auThG TNG epyaaiag gival va ueAeTNOei N epappoyn TnG pebddou FSW
o€ KUAIVOPIKA TePdxIa Kal n aveupeon TpOTTwyY PBeATIWONAS TNG. APXIKA,
TTelpduata pe 1o TPOC  O1d0eon-cuuBaTikG  gpyaAegia Ba  ekTeEAEcOOUV
TTPOKEIMEVOU va Yivel KaTavonTr n Asitoupyia tng pebddou, va BpebBouv Ta
aduvarta onueia TG Kal va avattuxBouv TpoTTol BEATIWONAC TNG. ATTOTEAEI
€TTiONG OTOXO TNG €PYOOCiag n AvATITULN KAl KOTAOKEUR VEWV €PYOAEiwV ME
oKoTTO Tn BeATiwon TnNG peEBOdOU. MeTd TNV KATOOKEUR TWV VEWV EPYOAEiWY,
Ba diegaxBouv emmTPOoBeTa TTEIPAUATA JE OTOXO TNV TIOTOTTOINON TNG KAANG
AciToupyiag Twv epyaAciwv Kal T OUYKPION QUTWV ME Ta TTPOUTTAPXOVTA.
TéNog, Ba avatTuxBolv oTpaTnyIKES aTTOPUYAC TNG TEAIKAS OTING. H TEAIKA OTTA
onuIoupyeital Katd Tnv £€¢odo Tou gpyaAeiou aTTd TO UAIKO, PETA TO TTEPAC TNG
dladikaciag kal Bewpeital éva atd Ta PacIkOTEPA PEIOVEKTAUATa Tou Friction
Stir Welding.
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2 H pé0odog ouykOAAnong Friction Stir Welding

2.1 Apxn Asitoupyiag TnGg peB6dou FSW

H uéBodog ouykdAAnong Friction Stir Welding atroteAei ouykOAAnon oTepedg
KardoTaong, Kard Tnv oOTroia TO OUYKOAAOUuevo UAIKG Oe  Aiwvel  Kal
avaoxnuartiCetal. H diadikacia avamtoxbnke 1o AegkeuBpiou Tou 1991 oTO
Bpetavikd IvoTitouto ZuykoAAnong (TWI) kar uloBetibnke apxik& oTnv
Blounxavia evagpiwyv €TTiyEIWV Kal BaAACOIwY HPECWV METAPOPAS TTPOG
ouvdeon KPAPATwWV apylAiou, payvnoiou, Weuddpyupou Kal  XAAKoU
(Balasubramanian et al. 2008, P.397). O1 apxég Aeiroupyiag Tng peBddou
BaagiCovTal oTIC apxéC TNG KAAOOIKNG ouykOAAnong dia TpIRrns. H Baoikr 1&6€a
givar 101aitepa amAl.  Eva un  KaTavoAiokOuevo-’non-consumable”
TTEPIOTPEPOUEVO £PYOAEiO, Ta PBACIKG TUAMATA TOU OTToioOU ovopdlovtal “pin-
probe” kal “shoulder”, eiIc€pxeTal 0T0 UAIKO (ZXAMa 3) KAl €V OUVEXEIQ KIVEITAI
KATd WAKOG TNG YPOUMNG ouvdeong (Zxnua 4). To Zxnua S atreikovilel
01eBvr) ovopatoAoyia Twv PaACIKOTEPWY OTOIXEIWV TOU TEPAXIOU Kal Tou
epyaAciou TToU CUpETEXOUV OTN dladiKaaia.

ZxAua 3 Welding tool plunge XxAupa 4 Welding tool traverse

lnyn: K. Colligan (P.1)



H pé0odog ouyk6AAnong Friction Stir Welding

Sufficient downward force to
maintan registered contact

J.‘ fﬁ _Leading edge
- of the rotating

Trailing edge of :
the rotating toal Retreating side of wald

ZxAua 5 Definitions of FSW process

lnyn: FPE & Gatwick Fusion Ltd 2008

To epyaleio euUTTNPETEI TPEIG BAOIKES dlEpyaaieg TToUu AauBAvouv Xxwpa KaTd Tn
dldpkela TnG dladikaciag. O1 digpyacicg autég cival n Béppavon (heating) Tou
TEPQXiou, n pory Tou UAIKOU (material flow) woTe va TTapaxbei n ouvdeon Kai
TENOG, N ouykpdATtnon (containment) Tou BepPPOU UAIKOU KATW ATTO TO EPYAAEio.
Eival gavepd 611 n owoTh eKAoyr Tou gpyaAgiou aAAd Kal Twv TTOPAPETPWY TNG
KATEPYOQOIAg MPTTOPOUV va ETTNPEACOUV O PEYAAO PaBPO TNV emMITUXIA TNG
OUYKOAANONG, KaBwg eTnpeddouV Ta TTAPATIAVW ava@ePBEVTA QAIVOUEVA TNG
dladikaciag FSW. O oxediaoudg Tou epyaleiou (shoulder-pin system) eival pia
amoé  TIC PACIKEG TIPOKAACEIC WOTE VA  €Lao@aAAicBei  KaA TToI0TNTA
OUYKOAANONG Kal va PJEIwBOoUV Ta avaTTTuooOpeva Katd Tn diadikagia popTia.

H BepudTnTa TTOU avaTITUOCETAl AOYW TNG TPIRAG METALU epyalgiou Kal UAIKOU
TTPOKOAEl  pia TTAQOTIK €¢acBévion (softening) Tou UAIKOU PBdong (base
material) xwpi¢ Spwg va Taparneeital TEN autoUu. To TTAEOVEKTNUA TG
OUYKOAANONG OTePedg KaTdoTaong e€ival n  TTANPWS  KPuoTaAAoTToINpéVN
AETTTOKOKKN MIKpodour. H Bepuokpacia oTtnv TEPITITWON EQPAPPOYAS TNG
uEBOOOU ot KpapaTa aloupiviou @Tdavel Toug 500-550 °C (Dubourg et al. 20086,
P.2).

2€ aQuTO onueio TTpéTTel va avaeepBei OT1 yia va TTapaxBei pia KaAAg TToidtnTag
OUYKOAANON (sound weld), n Bepuokpacia Tou UAIKOU TTPETTEI VA AKOAOUBEI
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OUO YeVIKA, EUTTEIPIKA KPITHPIO CUPQWVa PE TN MEAETN Twv St-Georges et al.
(2006, p.6):

1. H OBeppokpacia TOU UAIKOU Oegv Tmpémrel va etrepvd 10 0.8 NG
Beppokpaciag 1gNGg Tou UAIKOU (Tjiquidus), WOTE VA ATTOPEUYETAI N TSN
ou UAIKOU.

2. H Bepuokpacia katw ammd tnv em@aveia Tou shoulder, oto 6pio TNG
ETMPAVEID TOU €PYOAEiOU TTPETTEI va €ival IKAvVOTTOINTIKA. TUTTIKA, N
Beppokpaacia TTpETel va @Tavel 10 0.7 Tiguigus-

To @aivouevo B€puavong Tou UAIKOU, AOYyw TNG METAQOPAS BepudTnTag METALU
EPYOAEioUu Kal UAIKOU, PTTOPEl va avoAuBei o€ TPEIG ETTIMEPOUG ETTIPAVEIES
Bépuavong oTo gpyaleio, OTTWGS AuTEG aTTelkoviCovTal 0To ZXNua 6, dtTou Q4 1O
TT0000TO TNG TTapayouevng BepudTnTag oTto “shoulder”’, Q, autd oTnV KABETN
OKMI Tou pin ka1l Qz autd oTtn Baon Tou “pin” (St-Georges et al. 2006, P.2).

ZxAua 6 Heat transfer on the surfaces of the tool

lnyn: Dubourg et al. 2006, P.5

H OBepudtnta TTapdyetal Katd KUPIO TTOOOOTO OTTO TO TUAMO EKEIVO TOU
epyaAgiou TTou atrokaAcital “shoulder”, evwy 10 TTOOOOTO CUMMPETOXNAG TOU
TUAMATOS “pin” OTNV TTapaywyn BeppoTnTag €ival ouvABwe PIKPOTEPO aTTrd 5%
av Kai ol TIHEG auTéG TTolkiAouv. H TTpdodoon BepudtnTag Adyw TpIRrS atrd 1o
“shoulder” utroAoyileTal TTPOCEYYIOTIKA ATTO TN OXE0N TTOU ATTEIKOVICETAI OTO
oxAua 7. (Dubourg et al. 206, P.3). OTTw¢ TTPOKUTITEI Kal atrd TV akdAoubn
e€iowaon, N TPOodIdOUEVN BEPUOTNTA (o AUEAVETAI JE AUENON TOU CUVTEAEDTN)

11
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TPIBAS (M), TNG aokoupevng duvaung (P) (agovikd @opTio aoOKOUPEVO ATTO TO
epyaAeio), Tnv Taxutnta TePIoTPOPAS (N) kai Tn didueTpo Tou (R).

q,= gﬂz,uPNR3

ZxAua 7 Equation for the heat input by the shoulder friction

H pory Tou UAIkoU (material flow) Teivel HETAQEPEI TO TTAAOCTIKOTTOINKEVO UAIKO
TTPOG TA TTAVW Kal TTiow e Tn BonBeia Tou gpyaAciou. Kabwg 1o UAIKO dev
MTTOPEI va peTakivnBei ouTte TTpog Ta TTavw (AOyw “shoulder”) oute 1Tpog Ta
Katw (Adyw TnNG OUOKEUNG OUYKPATNONG Twv Tepaxiwv- “clamping”),
ETMTUYXAVETAI £VWON TOU UAIKOU KATA PNAKOG TNG YPAUMNAS ouykOAAnong. H pon
UAIKOU yUpw a1rd 10 FSW epyaleio utropei va avaAuBei o€ TpEIS ATTAOUCTEPEG
MOPQYEG poNG, ol oTroieg atreikovi¢ovtal oto 2XApa 8. O ouvduaoudg auTwy
TWV TPIWV POWV KATOAAYEI OTO OXNUATIONO powv KaTtd Treploxn. (Dubourg et
al. 2006, p.4).

o (rotational speed) V (welding speed) w (rotational speed)

s ~%

>

G

W
Retreating /
side /

Advancing
side

ﬂ] b}

Straight-
through
current

d)

Vortex
current

zxfua 8 The three incompressible flow fields: a) rigid body rotation, b) uniform translation, c)

ring vortex, d) combination of the three flow fields

Mnyr: Dubourg et al. 2006, P.5

12



H pé0odog ouyk6AAnong Friction Stir Welding

Mépa atmd TNV uwnAGTEPN aAvToXr TOU UAIKOU AOYw TnG OTEPEAS YUONG TNG
OladIkaoiag, UTTAPXEl KAl OIKOVOMIKG TTAeovEKTNPA aTrd auTtry. Kabwg oev
TTapouciadetal TNEN METAAAOU, OE XPNOIKMOTTOIOUVTAl TTPOCTOTEUTIKA aépia-
“shielding gases” ekTOC a0 TIC TTEPITITWOEIS XPAONS KPAUATWY HE UuWwnAd
onueio TAENG xpnolyoTrolgital ouxva apydé- “argon gas’”, Kupiwg yia Tnv
TIPOOTACIA TWV KEPAMIKWY KAl TTUPIMAXWV TUNMATWY TOU €PyaAgiou atro
ogeidwon. O1 gpeuvnTéC Kal TTapaywyoi Tng peBddou FSW utroAoyilouv 611 av
MOVO10% TNG APEPIKAVIKNG dPpAOcTNPIOTNTAG OTOV TOHUED TWV OUYKOAANOCEWV
avTikataoTaBei ammd 1N uéBodo FSW, 161e Ba TTPOEKUTITAV EVEPYEIOKG OQEAN
NS TéENc Twv 1,28 -10 ™ Btulyear , Ta OTT0i0 AVTIOTOIXOUV OF WEIWGCT TWV
agpiwv TTOU eKAUovTal oTnVv atudéo@aipa kKatd 500 million Ib/year. H oxeTika
atmmAf apxn Acitoupyiag, n uwnAdTEPN QVOEKTIKOTNTA TWV KATOOKEUWV, N
au¢nuévn agloTmoTia Kal oI PEIWPEVOL PUTTOI TTOU TTPOKUTITOUV WE XPHon TNG
MEBODOU FSW, utroloyiletal 0TI UTTOPOUV va aTTOQEPOUV ETAOIO KEPDN Avw
Twv $ 4.9 dic otnv apepikavikr Blounxavia (Advanced Joining Technologies
Inc.).

Otmrwg oupPaivel o OAeC TIC VEEC TEXVOAOYIEC, aTTalTeiTal pia véa opoloyia yia
TNV TTEPIYPAPN TNG dIadIKaTiag, £TO1I WOTE VA UTTOPECE! Va €TTITEUXOEI dpTia Kal
QKPIBNG TTEPIYPAP TWV TTAPATNPOUMEVWY QAIVOUEVWY. To TTPORANUa autd
gival 101aiTeEpa €viovo OTn Xwpa pag otmou n véa PéEBodog eival oe euPPUAKO
eTTiTTed0, TOOO O€ ETTIOTNUOVIKO 600 KUpiwg o€ Blopnxavikod eTTiredo. To oxAua
9 arreikoviCel TIG MIKPOOOMPEG TTOU eu@avifovTial o€ pdia Tou UoTEPA aTTo
epappoyn TNG peBGdou FSW, evw 1o oxua 10 atroTuTTwvEl T porj UAIKOU yia
TNV idIa TOUN.
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Various microstructural regions in the transverse cross section of a friction stir welded material. A: unaffected

material or parent material, B: heat-affected zone (HAZ), C: thermomechanically affected zone, D: weld nugget

ZxAua 9 Microstructure in the joint cross section

lnyn: Mishra et al. 2007, P.2

el N R
2% L b’ 4

Zyxnua 10 Flow pattern in the joint cross section

MnyA: aluMATTER 2008

2¢ avTiBeon pe TNV TTapadooiak PEBodo TG cuykOAANnong dia TPIRRG, N oTroia
TTEPIOPICETAI OE OXETIKA MIKPWV OIOOTACEWY OCUMPUETPIKA TePdxia, n FSW
MTTOPEI VO €QAPUOCBOEi OTIC TTEPIOCOTEPES YEWMETPIKEC KATOAOKEUEC Qv Kal Ol
TTAéov evdedelyuéveg pop@ég (butt and lap joints) eival o1 €ikovi{OpeveG oTa
oxnuata 11 kar 12.

ZUNTTEQOCHATIKA, TA POOCIKA TTAEOVEKTHUATA TNG PEBOdOU eival N uwnAdTEPN
TaXUTNTa OUYKOAANONG CUYKPITIKA WE TIC TTapadooIakeS ueBddouc GTAW Kai
GMAW, n uywnAf emavaAnynuotnta, n OTToudia agPiwy, TTPOOCTATEUTIKWV
agpiwv, UANIKWV TTANPWOEWG, TTPOETOINACIOG TG KATEPYATIAC Kal UTTEPIWOOUG
OKTIVOBOAIOG, Ol €CQIPETIKEG MNXAVIKEG 101OTNTEG TWV  OUYKOAAOUMPEVWV
TEMAYiwy, Ta XaunAd emmimeda Katammdévnong KAImapauopewaong, n duvaroétnTa
OUYKOAANONG KPAPATWY TTOU OEV  UTTOPOUV vVa OuvOeEBOUV PE TUYKOAANOEIG
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TToU TTEPIAQUBAVOUV TAEN TOU UAIKOU, OTTWG 01 OEIPEC AAOUMIVIOU 2XXX KOI7XXX,
KaBwg Kkal n duvatdTnTa OUYKOAANONG avOPoIwY UAIKWY OTTWGS TO AAOUIVIO Kal

0 XaAuBac (Dubourg et al. 2006, p.1).

= ) & /) = /)
- L]/
£ )
:"—."__.-r/_ .[

ZxAua 11 Configurations for FSW

lnyn: Mishra et al. 2007, P.3

=

-

L L / -jf” L o 5

Extruded nodes |

ZyxAua 12 Examples of construction using stir welded extrusions

Mnyn: Colligan 2004, P.5

Mapd 10 yeyovog 611 To FSW gival pia TTOAU eATTIOOQOPOG OXETIKA VEQ TEXVIKN
OUYKOAANONG, UTTAPXOUV aKOPa TTOAAG oTolxEia TTou Xpridouv BeAtiwong. To
BaOIKOTEPO PEIOVEKTNMA TNG PEBODOU cival n TEAIKR oTTA- “exit hole” (end crater
or pin hole) Tou oxnuartietal Katd TNV €€000 TOou gpyaAciou. H aveupeon
TPOTTWV BEATIWONG AUTOU TOU XAPOKTNPIOTIKOU, TO OTToI0 €TTNPEACEl apvNTIKA
TNV avtoxn TnG ouvdeong, atroTeAei évav ammd Toug Baoikoug OTOXOUG TNG
TTapouong epyaoiag. ETAéov, uTTGpxouv PEPIKA AAAQ PEIOVEKTAPATA, OTTWG
ol UYPNAEC agovikEG OUVANEIC TTOU OTTAITOUVTAI KAl KABIoTOUV atrapaitntn TNV
OTTapgn OUOKEUNG OTAPIENG TWV TEPAXiwv, KABWG Kal To yeyovog Ot n
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dladikaoia  eivar  ANyOTEPO  €UENIKTN  OUYKPIVOPEVN  HME TNV KOIV)
NAEKTPOOUYKOAANON TOEOU, MEIOVEKTNUO TTOU TIPOKAAEI TTpOoBARuaTa  OTAV
TIPOKEITAl VIO UN YPAMMIKEG YPOAUMES OUYKOAANONG 1 OTIC TTEPITITWOEIG TTOU
gExoupe dlagopoTtroinon Tou  Traxoug. EmmAéov, oOoov  agopd  OTIg
MOKPOOKOTTIKEG aTéAgleg, n HEBodoc FSW ouvnBwg dev ouvodeletal atrod
TTPoBAAUATA OTTWG N EUPAVION TTOPWYV, OKOUPIAG, PWYMEC OTEPEOTTOINONG
K.ATT. Oegdopévou OTI dev TrpayuartoTrolgital TAEN katd Tn dIdpkela NG
OUYKOAANONG. ATO Tnv AAAn TTAeupd Ta TTpoava@epBévria  eAaTtTwuarta
atmroTeAolv  oUvNBeG @aIvOueEVO O OUYKOAAACEIC KpapdTwyv apylAiou e
MEBODOUC TToU TTEPIAapBavouv THEN Tou UAIKOU. EvrtouTolg, ol evwoelg FSW
gival ETTIPPETTEIC O0€ AAAEC QTEAEIEC O OTIOIEC €ival YVWOTEG OTNV AYYAIKN
BiBAIoypagia wg pin hole, tunnel defect, kissing bond, cracks etc. Adyw
AavBaouévng porg UAIKOU Kal EANITTOUG OoTEpEOTTOINONG TOU JETAAAOU 0T Cwvn
OUYKOAANONG (Elangovan et al. 2008, p.165-166).

2.2 YAIKG Kal TUTTOl EpYOAEiwV

H onpaocia Tou epyaAeiou otn péBodo FSW atroTutrwoveTal 0TO YEyovog OTi N
dladikaoia €ival aduvarn Xwpic TNV XPHon TOU [N KATavaAlIoKOPEVOU
epyaAeiou. To epyalcio e€ao@alilel Tn BepUOPNXAVIKT TTAPANOPPWON KAl TN
BepudTNTa AOYW TPIRAG TTOU OTTAITOUVTAI YIa T OUYKOAANCN TWV TEPAXiwv.
‘Eva epyakeio TnG pueBddou FSW atroteAeital OTTwe €xel AdN ava@epBei atrod
ouo TuAuarta, Ta “pin” kar “shoulder’, Ta oTroia €ival KUAIVOPIKA TUAMATA
MIKPOTEPNG Kal MEYAAUTEPNG OIauETpoU avTioToixa. lMa Adyoug OUOCKOAIOG
ammdédoong, Ta dUO auTd OToIXEIO ava@EépovTal HE TNV AYYAIKH) TOUG OVOMaCoia
OTO KEiPEVO, KaBWG dev UTTAPXEI QVTIOTOIXN OVOPOCia oTnV EAANVIKT).

2TIC apXIKEC €peuveg aTto TWI xpnoiyotroindnke KUAIVOPIKG pin pE OTTEipwua
Kal Koiho shoulder amd avo&eidwTo xaAuBa. ATO TOTE Ta €pyaAegia €xouv
eCeNixOei kal ofuepa TTAEOV UTTAPXOUV TTOAAG UE TTOAUTTAOKEG YEWMETPIES Kal
KaTtaokeuaopéva atro e§wTik& UAIKA. KaBwg 1o FSW eival pia Bgppoduvapikn
dladikaaoia TTapaudpPwaong Otrou n Bepuokpacia Tou gpyaAeiou TTANOIAlEl TN
Bepuokpacia TAENG Tou epyaAeiou, n TTapaywyr TTOIOTIKWY OUYKOAAACEWV
atmraitei TNV evdedelyuévn ekAoyrl UAIKOU epyaAciou o€ kaBe TtrepioTtaon. H
EKAOYIN TOU OWOTOU UAIKOU KATOOKEUNG TOU €PYOAEIOU TTPOATTAITEI TN yVWON
TWV XOPAKTNPIOTIKWY TOU UAIKOU TTOU aTtraiTouvTal o€ KABe epapuoyr. O
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TTivakag 2 TrepIAapBAvel Ta Tmo ouviOn UAIK&G KaTOOKEURG epyaleiwv FSW.

Thickness
Alloy Tool material
mm In.
<12 <0.5 Tool steel, WC-Co
Aluminum alloys
<26 <1.02 MP159
Magnesium alloys <6 <0.24 Tool steel, WC
Nickel alloys,
Copper and copper <50 <2.0 PCBN(a), tungsten
alloys alloys
<11 <0.4 Tool steel
Titanium alloys <6 <0.24 Tungsten alloys
] PCBN, tungsten
Stainless steels <6 <0.24
alloys
Low-alloy steel <10 <0.4 WC, PCBN
Nickel alloys <6 <0.24 PCBN

(a) PCBN: Polycristalline Cubic Boron Nitride

(b) WC: Tungsten Carbide

Mivakag 2 Summary of current friction stir welding tool materials

Mnyn: Mishra et al. 2007, P.9

2XETIKA pe TO OoXedIaoNO Twv FSW  gpyaAeiwv, Ba mpétel va An@Bei utréoywn
OTl KGBe €va amd Ta TUAMOTA Tou, “pin” Kai “shoulder” €xel dIAQPOPETIKA
AeiToupyia kai yia autd 1o Adyo 1o 10avIKO epyaleio yia KABE eQapuoyn UTTopEi
VQ ATTOTEAEITAI ATTO OIAPOPETIKOU UAIKOU TURHATA.

To TuAMa “shoulder” eivar oxediaouévo yia va Ttrapdyel BepuodTnNTa OTIC
ETTIPAVEIOKES KAl OTIG UTTO TNV ETTIPAVEIQ TTEPIOXEG TOU TEUAXIOU OAAG Kal va
TTEPIOPICEI TNV TTEPIOXN TNG TTAPANOPPWOoNG . To “pin” gival TO TUAMA EKEIVO TTOU
TTaPAyel TO HEYOAUTEPO UEPOG TNG BePUOTNTAC O€ AETITA TEPAXIO KABWG €TTIONG
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Kal TNV agovikr) duvaun TTou €ival atmrapaitnTn yia T ouykpdtnong TN pageng.
YTdpxouv TpEIC BACIKES KaTnyopieg TUTTWYV “pin” kai “shoulder”, n k&Be pia atmd
TIG OoTToieg €Xel TIC OIKEC TNG utToKaTnyopies. O1 TpeIg Baoikoi TUTTOI €ival (a)
KupTO-“concave” shoulder, (b) emritredo-"flat” shoulder kai (c) koiAo-"convex”
shoulder. To FSW ¢pyaAcio ptmopei va TtreplihapBavel etriong emmi mTAéov
XOPOKTNPIOTIKA YIO VO au&davel TNV TTapayopevn TToooTNTA TTAPANOPPWOIIOU
UAIKoU aTtté 10 “shoulder” , kdTm 1o otroio odnyei o€ augnuévn avdaueign Tou
UAIKOU TOU Tepaxiou aAAG kal oe  uwnAOTEPNG TTOIOTNTAG OUYKOAANOEIG. To
oxnua 13 armeikovidel Ta TTAéov ouviBn atrd auTd Ta XOPAKTNPIOTIKA. ETTi
TTAé0V, Ta XapakTNPIOTIK& autd augdvouv To Adyo duvauikou/oTaTikou GykKou, O
OTTOIOG ATTOTEAEI ONUAVTIKA TTAOPAUETPO OTO OXEDIAOUO EPYAAEIWV TNG OTTOIOG N
emppon otn diadikacia egeTaleTal d1E¢OdIKA 0TO KEPAAQio 4.1.

Shoulder
features

zxAua 13 Different shoulder features

Mnyn: Mishra et al. 2007, P.14

13 H ”

To TuApa “pin” Tapdyel pépog TG Trapayouevng BOepudtntag  Adyw
TTAPAPOPPWONG Kal TPIRRAS OTNV TTEPIOXN TNG CUVOECNG TWV TTPOG OUYKOAANCON
TEMAXiWV, avaloya e TNV YEWUETpia Tou epyaleiou. ETTimTAéov, 10 B&BOC TNG
TTAPAPOPPWONG Kal N dIauAKNG TaxuTnTa TOU £pyaAgiou opifovTal atrd 1o TUTTO
ToUu “pin”. AvTiBeta pe 6T oupBaivel oe AeTITd eAdoparta, 1O “pin” TTAPAYEl TO
MEYAAUTEPO PEPOG TNG BEPUOTNTAC OE TEUAXIA PEYAAOU TTAXOUG. 2& OUYKPION
ME Toug dlaBéaiyoucg TUTTOUG “shoulder”, TTpétrel va ava@epBei 6TI uTTdpYOUV
TTEPIOOOTEPECG TTapaAAayéC TUTTOU “pin”. O1 TTAéov ouvriBelg TUTTOI €ival ol
akOAouBol: (a) KuAIvOpIkO o@aipikou dkpou (round bottom cylindrical) pin, (b)
KUAIVOPIKO eTTiTTéEdou dkpou (flat bottom cylindrical) pin, (c) kbAoupog KwVIKOS
(truncated cone) pin, (d) oTreipo1dég (whorl) pin, (€) e¢aywvikd (trivex) pin. O
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TTivakag 3 mrepIAapBavel
XAPAKTNPIOTIKA TOUG.

Toug TTAéovV ouvABNG TUTTOUG £pyaAgiwy Kal Ta Bacikd

Scrolled shoulder tool with
truncated cone pin
containing three flats

e Channels to eliminate the

need for tilting

e Reduced tool lift-increased

welding speed

Convex shoulder with
curved geometries

e Mainly used for thick materials

e Usually with addition of scrolls

Mnyn: Mishra et al. 2007, P.15

Convex shoulder with
tapered geometries

e Typical tapered shoulder tool

® (Can make sound welds with

depth variation
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Concave shoulder with
round-bottom pin

Reduced tool wear upon

plunging

2 mm

Mnyn: Mishra et al. 2007, P.16

Concave shoulder with flat-
bottom pin

The most used

Easier to machine than round-
bottom

increased applied force from
2 mm

the pin due to higher surface
velocity

IMnyn: Mishra et al. 2007, P.16

Convex shoulder with
truncated cone pin

For thick materials at fast
travel speeds

® | ower transverse loads

Stepped spiral pin

g g Developed for high

temperature materials

-
-
-
.
—
-
.
-

28.6 mm

Mnyn: Mishra et al. 2007, P.18
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Trivex ™ pin
e Minimized axial force due to

convex design

e Lower traversing force than
MX Trivex"™

® Most used for FSW in thin

materials

® FEasyto machine

MX Trivex™ pin
¢ Increased traversing force
compared to Trivex™ due to

threads

Mnyn: Mishra et al. 2007, P.9

Cylindrical partially threaded
pin tool

Most used for FSW in thin

materials

e Classic FSW tool

Inyn: Dubourg et al. 2006, P.12

Triflute™ pin tool
e Reduces/eliminates the voids

e Reduced required torque and

travel force

o Displaces less volume than the

cylindrical tool

lnyn: Dubourg et al. 2006, P.12
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Whorl™ pin tool

e Same design as the triflute pin

apart from the flutes

e Both used for welding thick

(>12mm) sheets

Flare triflute™ pin tool

e  Only part of the face involved

in material work

o Basically used for lap joints

T 20 |

Mnyn: Dubourg et al. 2006, P.14

Threadless pin tool with
three flats at pin tip

e Use for FSW of stainless steel

e Polycristalline cubic boron
nitride pin (PCBN)

Mnyn: Mishra et al. 2007, P.20

Mivakag 3 Summary of most common tool designs

YTapxel yia onuavTikg Katnyopia epyaAgiwy, Ta oTToia atroTeAouvTal atro éva
KIvnTo “pin” TTOU BPIOKETAI OTO ECWTEPIKO EVOC TTEPIOTPEPOUEVOU “shoulder” kai
MTTOPEI PE TNV Kivnon Tou va TTPocappolel TO JAKOG Tou Katd tn digpyacia. Mg
auTtd Tov TPOTTO KaBioTavTal dUVATEG EQAPUOYEG TTOU £XOUV PETABANTO TTAXOG
ouykOAAnong. Autou Tou €idoug Ta “pins” ovouadlovTtal “retractable pins” kal To
Baoikd Toug TTAEOVEKTNUA €ival OTI ETITPETTOUV TO “KAEIOINO” TNG TEAIKAS OTTAG,
TO OTTOI0 OTTWG £xel TTpoavaePOei eival éva atmd Ta “aduvara” onueia Tng
Katepyaoiag. ETITTAEOV, O OUYKEKPIUEVOG TUTTOG EPYOAEIOU MEIWVEI TNV
utTepBEéppavan, PBeATiwvel TNV TTOIOTNTA TA OUYKOAANONG MEIWVOVTAG Ta
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EOWTEPIKA KeEVA Kal KaBioTd duvaTtéc ouykoAANoelg petaBAnTou BdBoug. To
OUYKEKPIUEVO ePYOAEio atToTeEAEITAI ATTO Tpia BACIKA THAMAOTA. TO KUpiwg TUAKA
(body portion), Tnv kepaAry (head portion) kai 10 okpaio TUAUa (tip
section)(United States Patent 7404510, 07/29/2008, Trapp et al.) MNapoAa Ta
TIAEOVEKTANATA, O OUYKEKPIPMEVOS TUTTOC E€PYOAEIOU E€XEI TO MEIOVEKTNUA TOU
uwnAou KOOTOUG Kal yia To AOyo autov O€ XPNOIYOTTOIOUVTAlI O €UupU GACHa
epappoywv. To oxnua 14 atmrotuttwvel Tov TPOTTO AsiIToupyiag Tou “retractable
pin tool”.

Pin  Shoulder Pin movement

YV A A

Region of deﬁ(matinn'.

Direction of tool travel ).

Xxnua 14 Working apparatus of retractable pin tool

Mnyn: Mishra et al. 2007, P.21

2.3 E@appoyég Tng FSW

YTmdapxouv TIOAEG €@apuoyéG TNG peBOdou FSW. Mia amd TIG TTPWTEG
EQPAPPOYEG TNG OTNV TTAPAywyYr ATAV N oUvOeOn TTPOROAIKWY TUNUATWY JE
MEYAAQ TTAEOVEKTAMOTA KUPIWG OTOV KAGDO TNG VAUTINYIKAG. ZAMEPO QUTA N
TEXVIKA TTAPAYWYNG EQAPUOLETAI EKTOG ATTO TOV KAADO TNG VAUTTNYIKAG KAl OTN
Brounxavia yepupwv Kal autokIVATWY. YTroAoyidetalr o1 €éwg 10 2000 cixav
oAOKANPwWOEi TrepIcodTEPa atmd 60000m OUYKOAANCEwWV TEpaxiwv oOUVOETNG
YEwUeETpiag pe TN pEBodo  FSW (Schofer 1999, P.695). H diadikaoia
KATOXUPWVETAI PE OITTAWMA EUPECITEXVIAG XOPNYOUHEVO ATTO TOV OPYaVIOMO
TWI oTIg TTEPICOOTEPEG PIOUNXAVIKEG XWPEG KAl OAUEPO UTTOAOYICETAI TTWG
UTTApXOUV TTEPICOOTEPOlI atmd 183 XPAOTEG OCUPTTEPIAAUPBAVOUEVWY  TWV
KoAooowv Space Shuttle external tank, Boeing Delta Il and Delta IV
Expendable Launch Vehicles and the SpaceX Falcon 1 rocket, Eclipse
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Aviation etc. (www.wikipedia.de). Z1i¢ apxég Tou 2005, o1 adeieg FSW 10U
xopnynonkav atrdé 1o TWI Atav oxedov e¢icou kataveunuéves ETagu Bopelag
ApepIKiS (36), Eupwting (37) kai Aciag (41). H TAsiowngia Twv adeiwv oTtn B.
AUEPIKR €xouv xopnynBei oe KpaTiK& EpyaocTAPIA, KAOTAOKEUOOTEG EEOTTAIOUOU
KAl ETTIOTAPOVIKA €PYACTHPIA, EVW OTOV UTTOAOITTO KOOMO Ol TTEPIOOOTEPEG
AdeIEC KaTEXOVTAI ATTO PEYAAES BlounXavieg.

To oxApa 15 amotuttwvel TNV Katavouy Twv FSW dImmAwpdaTwy PéEXpI ToV
lavoudapio Tou 2005 kai Ta oxnuaTta 16-18 eu@aviouv PEPIKA XAPAKTNPIOTIKA
TTapadeiypyara epapuoyng g uebddou FSW otn Blounxavia.

South femeerion Equipment .
i A8, Y Grvarnman Ecuipmmeni
nsfilule " [} 0% _
% . - . Instilule L
b, - Asia . \ % -
ai ! LY "l
f ) |
| l !
| | | Govarnmant
b= f ! 4%
\ /
__x-: -
. Inchestnial il
Merib Armarica % Iiwfuasirial
35 3
FEW license hebdars by lecation Dvarsees FSW license holders Morth America FSW license hikders

by enlity g [parceniaga) Ly entity type (percantage)

ZyxAua 15 Demographics of the FSW licenses as of January 2005

Mnyn: Mishra et al. 2007, P.275
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Center tunnel

Xxnua 16 The central tunnel assembly of the Ford GT is a friction stir welded assembly of

Aluminum stampings and extrusions

Mnyn: Mishra et al. 2007, P.301

xAua 17 Mazda RX-8 rear door structure welded with the process of plunge spot welding

which is relevant to FSW

Mnyn: Mishra et al. 2007, P.301
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ZxAua 18 Changing from conventional TIG to FSW for the welding of rocket fuel tanks has lead

to a 99% cost reduction

lnyn: Rowe et al. 2008, P.3

H FSW T1exvoloyia atraitei TAApn karavonon Ttng oiadikaoiag kal Tnv
agloAdynon TwV PNXAVIKWY 18I0TATWY TTOU TTPOKUTITOUV YIO VA WTTOPEI va
eQapuooBei e ac@daleia kai €mTUXia otV TTapaywyn. MNa 10 Adyo autd
atmraiTeital yeyaAutepn €peuva kai eutreipia (Cavaliere et al. 2008, P.364).
Ymdapxouv 1dn oAAd TuAuata épsuvag kal avamtu¢ng (R&D departments) oe
MEYAAEC Blopnxavieg, Ta oTroia TTpooTTabolv va BeATiwoouv Tn dladikaoia
FSW oA\G kal va e¢et@oouv TTANPWG TOov TPOTTIO AEITOUpYiag TNG Kal TIG
OUVATOTATEG TTOU UTTOPEI VO TTPOCPEPEL. Oa ATaV TTOAU ONUAvTIKO, 1I81AITEPA YIA
TNV agpodlaoTNUIKA aAAd Kol OAn Tn Plounxavia Twv MPETAPOPWY AV Ta
Kpduata uywnAig atrdédoong (high-performance alloys), Ta oTtroia orjuepa
BewpolvTal WG MN  OUVIOTWPEVA TIPOG  OUYKOAANCN, MITOpoucav Vo
OUYKOAANBoUV péow TnG ueBddou FSW. Zupgpwva pe peAétn Twv Mishra et al.
(2007, P.274), uttdpxouVv apkeTd BEuarta TTou BewpouvTal EUTTOBIO O€ Mid TTIo
eKTETAMEVN XpProN TNG uEBSdoU, OTTWG:
e 'EAAeIYn Blopnxavikwy Kavovwy Kal TTpodiaypa@uwyV

o 'EAAEIYN €UPEWG ATTOOEKTWY OXEDIACTIKWYV KAVOVWV
e  YWnAO KOOTOG apXIKOU COTTAIOUOU
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3 MNeipapaTtikd dOMIKO OTOIXEIO

3.1 NewpeTpia

H digpyacia FSW e€etadletal o€ KUMVOPIKA OTOIXEIO UE DIAPOPETIKA YEWUETPIA.
©Oa akohouBnBei diadikacia “single pass welding procedure” vyia va
KATOOKEUAOTOUV oI €mOuUUNTEG ouvdéoels. OAa Ta oToixeia arroTeAouvTal atTd
T0 010 UAIKG: aloupivio EN AW-6060T6 (DIN EN 573-3), pe xnuikd
ouuBoAiopd: EN AW-AIMgSi, kai tTpounBeutnkav amd Tnv etaipia “Max
Cochius GmbH”. H e€wTtepikr SIAPETPOG TWV TTEVTE DIOPOPETIKWYV KUAIVOPIKWV
oToixeiwv ATav 40, 60, 80, 120 ka1 160mm avTioTolxa. H TTapouca epyacia
€€eTAlel ATTOKAEIOTIKA TNV €QapPoyr TG PMEBOdOU oTa OToIXEid PE DIAUETPO
60mm. Adyw TTApOUOING YEWUETPIKAG MOPPAG KAl TWV UTTOAOITIWV OTOIXEIWV,
MTTOPOUNE av UTTOBE0OUNE OTI TA CUMTTEPACHUATA TTOU Ba TTPOKUWOUV PTTOPOUV
va ul08eTnBoUV Kal yIa T TTPOKEIJEVA.

3.2 Baoiko UAIKO

To BaoIkd UAIKO KATAOKEUNG TWV CWANVWY AVAKEl OTNV KaTnyopia 6xxx, n
oTToia avAkel OoTa KpdpaTta yRpavong- “precipitation-hardening alloys”, 61Twg
KAl TO KPAMATA TWV OMAOdWYV 2XXX KAl 7XXX . 2ZUNPWVA PE TOV opyaviouo
Aluminum Association (A. A), n ovouacia Twv KpapdTwy apylAiou atroTeAeital
atré dUo TuAuaTa. To TTPWTa PNEPOG aTTO TECOEPEIS apIOPoUC avaloya PE Ta av
TTpoKeITal yia “casting r} wrought” kpduata. To Tpog €¢ETaon UAIKO avhKel OTn
OeuTepn Katnyopia. ‘ETol o TTpwTog apIBPOC avTioToIXEl 0TO BACIKO OTOIXEIO
TTARPWONG, 0 dEUTEPOG €ival EVOEIKTIKOC TOU TTOOOOTOU KaBapdTNTAS Kal ol dUO
TEAEUTAIOI, OTNV TTEPITITWON TNG KATNYOPIAG BGXXX, Ava@EPOVTAl TNV UTTOONAdA
TNG OUYKEKPIUEVNG KaTnyopiag oTnv otroia avAkel To UAIKOG. To egetalduevo
UAIKO AoIttov pe deiktn 6060 avrikel otnv 60" oudda TNG OIKOYEVEINS KPAPATWY
B6xxx-MgSi. To deuTtepo PEPOC TNG KWOIKAG ovouaaoiag ival o deiktng T6 o
OTTOIOG €ival BEPUOKPATIOKOG OEIKTNG KAl JAS TTANPOPOPEI OTI TO TTPWTO PBrua
otn dlaudépYwaon TNG doung Tou gival Solution Heat Treatment (SHT) kai TTwg
UoTepa atmd TOTTOBETNON Tou Ot Beppokpacia dwuaTiou akoAouBei TexvNTh
ynpavon — “artificial aging decomposition”, €101 WoTE TO UAIKO va OTTOKTHOEI Th
MEyIoTN avToxn Tou (Xrysoulakis et al, 2003, P.562).
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O mivakeg 4 and 5 gu@avifouv TIC INXAVIKES IBIOTNTEC KAl TR XNMIKI oUVOEON
ToUu BaoikoU petdAAou EN AW-6060T6 cUp@wva pe TRV TTPOPNBeUTpIa TAIpIa
“Max Cochius GmbH” kai Tov kavovioud DIN EN 755-2. O Trivakag 4 TTepIEXEl
€TTioNng Kal TIG 1010TNTES TOU oToixeiou EN AW-6061T6 ,10 otroio gival To TTAEoV
XPNOIUOTTOIOUPEVO KPANA aTrd TNV KATAyopia B6XXX KOl €XEl eVOEAEXWG
e€eta0Bei wg Pog TN ouptTeEpIYopd Tou o FSW e@pappoyég. Or 1010TNTES
auTtoU Tou UAIKOU attoTéAecav onuavTikh Boneia o1o oXedIaoud TwV TTPWTWV
TTEIPAPATWY, KABWS dev UTTAPXOUV TTOAAEC avagopéc oTn BiIBAIoypagia yia Tn
xprion Tou EN AW-6060T6 o FSW e@apuoyEg.

Note: O akbAoubBoc¢ Tmivakag TmepidauBaver  1IC  €AGXIOTEC  TIUEC TwWV
AVAPEPLOUEVWV IBIOTATWV.
Mechanical Index AW-6060-T6 AW-6061-T6
property
Ultimate tensile Ry  [N/mm?] 190 260
strength
Yield strength R0z [N/mm?] 150 240
Hardness HBW 85 95
Elongation [%] 8-16 2-16

Mivakag 4 Mechanical properties of AW-6060T6 and AW-6061T6 materials

Element Si Fe Cu Mn Mg Cr Zn Ti
Upper | 0.60 0.30 0.10 0.10 0.60 0.05 0.15 0.10
limit
Lower | 0.30 0.10 0.10 0.10 0.35 0.05 0.15 0.10
limit

Mivakag 5 Chemical composition (wt%) of base material AW-6060-T6
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4 lMposTolyacia TTEIPAPATOG

4.1 EKAoyn TTapapéTPWYV OUYKOAANONG

4.1.1 H onpaocia Twv TTapapéTPWY CUYKOAANONG

H moiétnTa piag ouykOAAnong ue 1 péEBodo  FSW eCaptdrar ammd TIC
TTOPAPETPOUC OUYKOAANONG. H BeAtiotommoinon OAwv Twv TTAPAUETPWV
atroTeAel €CAIPETIKAC onuaciag CATNUA yia va €MTEUXOEl auvdeon Xwpig
ehatTwpara. O oxnUATIONOC EAATTWHATWY KOl QOUVEXEIWV OTn  {wvn
OUYKOAANONG OPEIAETAI KUPIWG OTIC TTAPAUETPOUG OUYKOAANONG.

To TTpwTO BAPA OTNV TTPOETOINACIA TWV TTEIPAPATWY Eival N OWOTH EKAOYH TWV
TTAPAUETPWY OUYKOAANOoNG. O1 TTapAUETPOI UTTOPOUV va diaipeBouv OE AUTEG
TTOU a@opouVv TO €PyaAgio kKal ovoupddovtal TTapAPETPOl €pyaAgiou- “tool
parameters” kal 0¢ AUTEC TTOU agopouv Tn Oladikacia Kal ovopalovTal
TTapdueTpol  dladikaoiag- “process parameters”. H owotr] ekAoyn €xel
eCAIPETIKA ETTIPPON OTNV ETTITUXN i MN OUYKOAANGCN. O1 TTapdueTpol EpyalEiou
yla éva ouyKekpIPévo TUTTO epyaAeiou FSW eival o1 akdAouBol:
1. di1Guerpog pin (P) [mm]

2. unkog pin (L) [mm]

3. di1dueTpog diameter (S) [mm]

Ehaouilghed dioreoed (S

—f—
Pluncg dipath Tmar]

Pin length (L)

LRGeS

-
P

-
Bin dimmesiec -'_f-'lr

ZxAua 19 Scheme of tool parameters
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270 onueio autd Tpétrel va TovioBei OTi og OAa TA TTEIPAPATO  TTOU
EKTEAEOONKAV aveCApTNTA PE TOV TUTTO TOU £PYAAEIOU TTOU XPNOIMOTTOIEITO KAOE
@opd, TO MWAKOG TOU  Kupaivotav ammd 4.5 €wg 4.7 mm pE OKOTIO va
TTPOOTATEUBEI N 10I0KATOOKEU OUYKPATNON TWV TEPOXiwv a1rd  Tmoavi
uTTEPPBOAIKA BUBIoN Tou epyaleiou oTo UAIKS. O1 TTapdueTpol TnG diadikaoiag
gival oI akOAoUBEG:

1. TEPIOTPOQIKN TaxUTNTa £pyaAgiou (tool rotation) (n) [rom]
. (d1aunkng) raxutnta ouykoAAnong (traverse-welding speed) (f) [mm/min]
. ywvia kAiong gpyaleioutool (tilt-travel angle) (a) [°]

2
3
4. Baboc sioxwpnonc (plunge depth) (t) [mm]

5. aéovikd oprio (thrust load) (F,) [N]

MepikéG pnxavég FSW, ouptrepiAaupfavouévng Kal €keivng oTnv oTroia Ba
EKTEAEOOUPE TA TTEIPAPATA, UTTOPOUV KATA Tn OIAPKEID TNG KATEPYAOIAG VO
EQPAPPOOOUV OUO €idn eAéyxou: €Aeyxog Béong kal €Aeyxo @opTiou. Av
eQpappooouue €Aeyxo 0O€ong, TOTE N KABETn B€on Tou epyaleciou eival
KaBopIohévn KAl TO AOKOUUEVO QOPTIO METARAAAETAI KATA T OIGPKEIA TNG
OUYKOAANONG , VW) OTNV TTEPITITWON EAEYXOU QOPTIOU, N AgoVIKr duvaun atrod
EPYaAgio 0TO UAIKO TTapapével avertnpéaoTn. Kard tn dlegaywyr] Tou TTpwTou
KUKAOU TTEIPOUATWY HE Ta OlaBEoiya epyaleia, n pnxavr Aciroupynoe utrd
éAeyxo Béong kal To BABOG eloXwpnong Tou gpyaAleiou oTo UAIKO TTOPEUEIVE
o1afepsd o€ OAa Ta Treipauata (t) =0.2 mm.

Ta oxnuata 20 kar 21 dcixvouv Ta dlaypdupaTa pong Katd Tn dIAPKEIA TNG
MEBODOU avaloya pe To €idOG EAEyXou TTou e@apudleTal. H péBodog eAEyxou
TToU Ba e@appooTei €TTNPEeddel Ta KpItpia agloAdynong tng diadikaoiog. H
Baoikn diagopd Twv dUo PEBOdWV cival OTI OTNV TTEPITITWON EAEyXOU BEONG, N
BuBion (t) Tou pin gival TTpokaBopiopévn TIPIV TNV EKTEAEON TNG DIOBIKACIOG Kal
TTapapével otaBepry o€ OAN TN OIAPKEIO QUTAG, £€TOI WWOTE TO AOKOUMPEVO POPTIO
va TIPETTEl va PETABAAAETAI yIO VO TTPOCAPPOLETAl OTIC OTTAITAOCEIS TNG
O10dIKACIOG. 2TNV TTEPITITWON EAEYXOU QOPTIOU, N aZovikA dUVAN TTOU ACKEITAI
OT0 TeMhXIO TTapauével oTaBepny evw n PuUBIon peTaBAaAAeTal avdAoya pe Thv
avTioTaon TTou OEXETAI TO EPYAAEIO OTTO TO TEUAXIO.

30



MposTolpacia TTEIPApATOG

POSITION CONTROL
PIMN langth (L) Pin diamatar (P) " Form of pin datacts ot ?:::?m L
3hm|u1rsc;mnamrl Form of shoulder Flash generation
I 1
TOOL JOINT
MATERIAL FSwW P L ECIVE TRY
PARA-
METERS OF FORCES
PROCESS

| 1

Travarsa load (Fx)
[kN]

Waelding apeed (1) " Plunge depth {t)
Thrust kead (Fz)

Travel angbe-tit Rotational spead
() {n)

Xxnua 20 Flow chart of FSW in position control

LOAD CONTROL

PIN langth (L} l Pin dinmeter (P) Form of pin dofects Tonssa ?;mh [Rm)
SMTS';“M” Farm of shoulder Flazh genaraton

L |

TOOL JOINT

MATERIAL FSW P FORCES
PARA- i
METERS OF GEOMETRY
PROCESS
| 1
‘Wialding spead (f) " Therust load (Fz)
Plunge depth (1)

{a) {n)

Travel angle-tit " Rotational spead

ZyxAua 21 Flow chart of FSW in position control operation
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‘Exel AdN avaeepBei OTI eKTOC aTTO TIC TTAPANETPOUC EPYaAEgiou Kal O idIog o
oxedlaouoOG TOoU epyaAciou eival emmiong onuavtiké ¢ntnua. Mia amd TIg
ONUAVTIKOTEPEG TTAPAUETPOUG KATA TO OXeDIAOPO epyaleiwv FSW eival o
AOGyo¢ duvapikoUu Oykou (6ykog UAIKOU TTou aTroBdAAeTal atmmd To pin Katd Tn
OIGPKEIO TNG TTEPIOTPOPNG TOU) TTPOS OTATIKO OyKOo (6ykog pin). H augnon
autou Tou AOGyou odnyei o€ PEiWON OXNUATIOPNOU KEVWV OTIG OUYKOAANOEIG.
210 ouppatikd epyaleia, o Adyog uTTopei va augnbei péow Xpnong Twv
dl10@opwv XapaktnpioTiIkwy “shoulder” (BA. ke@dAaio 2.2). H onuacia Tou
AOYOU KaTaBEIKVUETOI MEOW Miag TeEXVIKAG TTou atrokaAeitalr “footprint”, otnv
OTTOIO ATTOTUTTWVETAI TO BIAVUCHA TNG AOKOUMEVNG dUvaPNnNg atrd To £pyaAsio
ava repioTpo@r) (Dubourg kal Aoitroi. 2006, P.9). To ox\ua 22 atreikovilel Tig
AVATITUOOOUEVEG DUVANEIG OE TTOAIKEG CUVTETAYUEVEG VIO €va TUTTIKO EPYAAEIO.
Otav xpnoigotrolouue éva oupBaTtikd egpyaleio Xwpig tTpo@ik (typical non-
profile tool) pe Adyo ico ye TN yovada, ol BUVANEIS Eival OXETIKEC UWPNAEC Kal TO
TTPOQPIA TOUG OUPMETPIKO. AUTO TO XAPOKTNPEIOTIKO Otv gival €mOuunTd
0edopévou OTI BEAOUNE Va EXOUPE OXETIKA XAPNAEC OUVANEIC OTNV KaTeUBuvon
Fy TnG OUYKOAANONG Kal uywnAOTEPEG QEOVIKEG OUVAMEIG TTPOKEIMEVOU va
emTeuxBei avadeuon (stirring) kai 6x1 ouputricon (forging) oTto UAIKO TOU
TePayiou. ETTITTAEOV, 600 €VvTOVOTEPO €ival TO QAIVOUEVO TNG avadeuong, TOOO
XaunAGTepn €ival n agoviky duvaun. Emopévwg XpnoidotroloUue ouvABwG
epyaAgia pe TTPOQIA ye OoKOTTO va pPeIwBouv ol duvdpels kal n @Bopd Tou
EPYaAgiou KABWC TTioNG Kal Ol ATTAITHOEIS YIA OUOKEUEC TIC CUYKPATNONG TWV
TeJayiwv.  EmTTAéov,  XPNOIYOTIOIOUPE  OIOQPOPETIKA  XOPAKTNPIOTIKA
TTPOKEIMEVOU VA “TTaYIOEWOUUE” TO UANIKO KOl va TO ATTEAEUBEPWOOUNE TTIOW
atro 1o gpyaAeio woTte va TTPowdNnBei n TTANRPENG avauign Tou UAIKou. AuTh n
opdon civalr 1I010ITEPNG ONUOCIAC KUPIWG yIa TNV TTPOWBNUEVN-UTTPOOTIVA
TTAeupd TOU €epyaAciou (advanced side) Omou Trapartnpeital dIGTUNCON TOU
TTAYIOEUMEVOU UAIKOU TTOU KIVEITAI OTNV avTiBeTn KateuBuvon e Tn por). Atrd
TNV GAAN, n TTOOOTNTA TOU UAIKOU TTOU TTAYIOEUETAlI OTA XOAPOKTNPIOTIKA OEV
TIPETTEl VA €ival TTOAU YEYAAN yia va unv auénBei utrépueTpa n afoviki duvaun.
Eival ca@ég o011 0 oxedlaoudg Tou KATAAANAoU epyalciou Oev aTTOTEAEI pia
atrAf diadikaoia Kal oTnPEICETal OTA IBIAITEPA XAPAKTNPIOTIKA KABE £QAPUOYNS
Kal auTdg €ival o Adyog yia Tov oTroio €xouv avatrtuxBei Téool TToAAoi TUTTOI
EPYOaAgiwV , o1 OTTOIOI BEV ETTIPEPOUV Ta Dl aTTOTEAECPATA OE KABE €apuoyn
TOUG.
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Advancing

Tensile

Compressive

Retreating

Zxnua 22 Polar force plot for n=300rpm, f=120mm/min

lnyn: Dubourg et al. 2006, P.9

Ava@OopIKA PE TIG TTOPAMETPOUG TOU £PYAAEiou, TTAAQIOTEPA TTEIPAUATA £XOUV
odnynoel 0To CUPTTEPACHA OTI N dIAUETPOG Tou “shoulder” (S) TrpéTTel yia Tnv
TTEPITITWON TTAXOUG UAIKOU S5mm va KupaiveTal getagu 15-20mm. To oxnua 23
Oceixvel OIAPOPES TIMEG TNG OIANETPOU CUVAPTHOEI TOU TTAXOUG TePayiou yia 30
OIOQPOPETIKES TTEPITITWOEIG TTOU ava@EépovTal oTn BIBAIoypagia.

304

=5

204

ulder diameter (mm)

Sho

¥ =226 % +65.89 |
R* =081

Sample thickness (mm)

M

5

& 7 8 @ 10

ZxAua 23 Shoulder diameter as function of sample thickness

lnyn: Dubourg et al. 2006, P.7
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2TIC TTEPICOOTEPEG TIEPITITWOEIC O AOyog OdiapéTpou “shoulder” (S) 1pog
dlauetpo “pin” (P) Bpioketal petagu 2.5 éwg 3. EMITTAéOV TO TUAMA pin  €XEl
OUVABWG MIKPATEPO PAKOG aTTd TO TTAXOG TOU TEPAYiou, evw N OIAUETPOS TOU
gival eEAa@PWG HEYAAUTEPN QTTO QUTO, XWPEIC OPJWG N TINAR TNG va yiveTal
MIKPOTEPN TwWV 3 mm (Dubourg et al. 2006, p.8). To oxAua 24 dcixvel Tn
OIGUETPO TOU pin OUVOPTAOElI TOU TTAXOUG TOU UAIKOU Yyia 28 OI0QOPETIKEG
TTEPITITWOEIG TTOU ava@épovTal otn BiBAloypagia. 2Tnv TTEPITITWON MOG TO
TTAXOG TOU TEPAXIOU €ival Smm Kal €101 CUPNPWVA PE Ta oxXAMaTa 23 Kal 24, ol
dlaueTtpol “shoulder” kal “pin” TTPETTEI va gival KOvTa OTIG TIMEG 18 kal 6Bmm
avTioToixa. O1 TIHES TNG BIAPETPOU TTOU avaPEPONKAV ATTOTEAOUV CUVIOTWHEVES
TIMEG TIOU €XOUV TIPOKUWEl TTEIPAMATIKA Kal Oev  ATTOTEAOUV O€  Kauia
TTepiTTwon déopeuon. Or 1IdavikéS TINEG Ba TTpoKUWouv atrd ouvOuaouo TwV
Non uttapxoucwyv BIBAIOYPOAPIKWY ava@opwy Kal TG eUTTEIpiag TTou Ba
TTPOKUWEI aTTO TA TTEIPANATA TTOU Ba eKTEAECOOUV.

Pin diameter (mm)

Sample thickness (mm)

ZxAHa 24 Pin diameter as function of sample thickness

lnyn: Dubourg et al. 2006, P.8

2XETIKA PE TIC TTAPAPETPOUGS TNG DIadIKATIAG, ETTITUXEIC EQAPUOYES TNG MEBODOU
FSW éxouv odnynioel oto cuptrépacpa o1l oI ouvlnkeg ouykOAAnoNg Kai ol
TTaPAPETPOl oTnpEiCovTal OTIC PNXAVIKEG 1010TNTEC TOU PACIKOU HETAAAOU
(Balasubramanian et al. 2007, P.400). O1 onuaVTIKOTEPEG UNXAVIKEG 1010TNTEC
TTou emmnpedlouv Tn dladikaoia eivar n Tdon diappong (yield strength), n
oAkiyoTnTa (ductility) kar n okAnpoTtnta (hardness) Tou Bacikou HETAAAOU.
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MeipduaTta €xouv avadeifel TN oxéon METALU AUTWYV TWV IBIOTATWVY KOl TWV
TTAPAUETPWYV TIG OIAdIKACTIAG.

e To 6plo dlappong Twv KPaudTwy apyiAiou €xel euBEwC avaAoyn oxéon Pe
TNV TTEPICTPOPIKI TAXUTNTA KAl AVTIOTPOPWG avaAoyn MeE Tnv TaxuTtnta
OUYKOAANONG.

e H OAKIUOTNTA TWV KPAUATWY apyIAiou gival avTioTpOPwS avaioyn UE TNV
TTEPIOTPOPIKA TAXUTNTA KOl EUBEWC avaAoyn pe TNV TaxUTNTA OUYKOAANONG.

e H okAnpdTNTa WV KPAPATWY apylAiou €xel euBEwG avaloyn oxéon ME TNV
TEPIOTPOPIKA  TaAXUTNTA KOl AVTIOTPOPWG avAloyn HE TNV TOXUTNTA
OUYKOAANONG.

OAeg o1 ox€oeig TTou TTaPOUCIACONKaY TTAPATTAVW TTPOKUTITOUV aTrd TN
dlecaywyn TTEIPAPATWYV ME OI0POPETIKA KpduaTta apylAiou,
oupTrepIAaupBavouévou kal Ttou EN AW-6061T6, TO oTToiol QVAKEI OTNV 6XXX
Katnyopia kal £xel TTapOuoIeg 1010TNTEC e TO egeTalduevo EN AW-6060T6
alloy. (Balasubramanian et al. 2007, P.400-402).

O1rwg €xel AdN avagepBei, n BepudTNTA KAl N POA TOU UAIKOU aTtToTEAOUV Ta
U0 BaoIka @aivoueva TTou eggaviCovral otn diadikacia FSW. To onueio Tigng
TOU UAIKOU €T1Tnpeddel O0€ PEYAAO TTO000TO TO QPAIVOPEVO TNG METAPOPAS
BepudTnNTaC. AV EU@avIoBEi TREN Tou UAIKOU ASyw UTTEPBOAIKAG TOou BEépuavaong,
MEIWVETAI N aVOTITUOCOPEVN TPIRN KAl KATA TNV TITWon TnG BEpuokpaaciag 1o
UAIKO OTEPEOTTOIEITAI KOl avTioTpoPa. To QaIvOUEVO QUTO TTEPIOPICEl TN XPAoN
TTOAU UYNAWV TOXUTATWY TTEPIOTPOPNG KAl OUVETTWG KAl OUYKOAANONG
(Dubourg et al. 2006, p.3). ETiTAéov n Bepuokpacia otepeoTToinong (solidus
temperature) Tou PaocikoU HETAAAOU €TTNPEACEl TIC MNXAVIKES 1010TNTEC KAl
OUVETTWG Kal TIG TTAPAPETPOUG dIadIKACIag KATW aTrd TIG OTTOIEG EKTEAEITAI N
dladikacia. O Tivakag 6 TrepIAaUBAVEl Ta onuEia TAENG TTEVTE OIAQPOPETIKWV
KPOUATWY OAOUMIVIOU KAl TO OXNUO 25 ATTOTUTTWVEI TOV TPOTTO PE TOV OTT0IO
QAUTEG OI TIMEG €TTNPEACOUV TIG TTAPAUETPOUG TNG dIAdIKACIAG TTOU TTPETTElI VA
EQPappooBolV, WOTE va eMITEUXOOUV KOAG atToTEAETUATA.
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Solidus
Base temperature

material .

(°C)
AA2024 502
AA7075 477
AA5083 574
AA6061 562
AW6060 585

Mivakag 6 Solidus temperature of several aluminum alloys

Tool rotation spoead, pm

I i I I
a 500 1008 1500 2000 2500 3000

Travel spead, rmnmdrin

ZxAHa 25 Process window for the aluminum alloys listed in Mivakag 6

lnyn: (Dubourg et al. 2006, P.4)

H por] UAIKOU TTou atroTeAEi TO deUTEPO Bacikd @aivopevo otn diadikaoia FSW
META TN METAPOPA BePUATNTAG ETTNEEACETAI KUPIWG OTTO TO AOYO TWV TAXUTATWY
OUYKOAANONG Kal TTEPIOTPOPAG Tou epyaAciou. OTTwg @aivetal oto oxnua 26,
€va €UPOG ATTOOEKTWY TIMWYV TOU AOYOU WPTTOPEI VA TTPOKUWYEI EITE TTEIPAUATIKA
€iTe apIBuUNTIKA, WOTE va atrokTnOei ammodexTr) TToIOTNTA CUYKOAANONG UTTO
O0edouéveg KABe @opd ouvlnkeg (TUTTOG UAIKOU, TTAXOG UAIKOU, HOop®n
epyaAeiou) (Dubourg et al. 2006, p.6).
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i {rotatienal speed)
2

/ V {welding speed)

ZyxAua 26 Weld quality as function of feed ratio n/f
lnyn: (Dubourg et al. 2006, P.6)

2TV TTPWTN TIEQITITWON N UWNnAR TTEPIOTPOYIKA TaXUTNTO O00nyei oOTnVv
gloaywyn  UTTEPPBOAIKAG BepudTNTOG KOl TTBava o€ peydAn updala uAikou
TTpoecoxngs (flash), eviw n XapnAdGTEPN TTEPIOTPOPIKA KAl UWnASGTEPN TaXUTNTA
OUYKOAANONG OTNV TPITN TIEPITITWON 00Nyouv O€ QVETTAPKN €loaywyn
BepudTNTAC KaI dnuIoUPYia KOIAOTATWY OTTWG ATTOKAAUTITEI N PIKPOJOMN TWV
OUYKOAANUEVWY TUNPATWY. lMNa TNV €TTITEUEN KOAAG TTOIOTATAS PaPWYV, 0 Adyog
TWV TAXUTATWV TTPETTEl va BpiokeTal PETAEU Twv OUO AKPAiwV TIMWYV TTOU
avagEpdnkav TTapatmavw. Ooov agopd oTnv por UAIKOU, gival oa@Eg OTI oTav
N TIUA Tou Adyou gival uwnAr, UTTapXel EAAEIYN TPOPODOTIAG TWV KATWTEPWYV
onueiwv TNG ouykOAANong pe UAIKO 1Dlaitepa av Oev €xel TTpoAdBel va
onuIoupynBei TO EAGXIOTO ATTAITOUMEVO ETTIPAVEIAKS “OPI0 CUMTTAYOUS UAIKOU™.
Etiong oTig TepITTWOoEIG TTOU N TIUA Tou AOyou €ival XapnAR PTTOpEi TO UAIKO
va éxel avapelxBei utrepBoAika (overstirred situation). AuTtég o1 TTapaTnproElg
gival 1I01aiTEPA XPNOIUES YIa TNV agloAdynon Tng TroldTNTag oUYKOAANONG PETA
atrd TNV OAOKAAPWON TWV TTEIPAPATWV.

Mpétrel va avagepOei oe autd To onueEio OTI oI AWTEPW OONYIEG OXETIKA PE TNV
KAataAANAN ekAoynl TTapapéTpwy Oev akoAouBrnbnkav auotnpd OTO TTPWTO
TTEIPAPATIKO PHEPOG DedOPEVOU OTI OTOXOG O€ auTS NTAV N KAAUTEPN KaTavonon
TNG dladikaoiag kal OxI n mapaywyn “apioTwyv”’ cuykoANNoewv. EmimmAéov, n
TTAEIOVOTNTA TwV 0OdNYIWV TIPOEPXETAlI ATTO TTponyouueva TTEIPANATA  OE
eTTiITTEda QUAAQ aAoupiIviou Kal ETTOPEVWG OV Ba PTTOpoUcaV va uloBeTnOouv
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oTnNV TEPITITWONR MAG TIPOTOU TIPWTA VA  €CETAOTOUV. TEAOG, OAEC ol
avaQepOeioeg TINEC ATTOTEAOUV YEVIKEG 0Onyieg Kal Oev aTToKAgiouv Tnv
OTTapén TTapalAaywy.

4.1.2 EmiAoyn PETASU TWV J100ECIHWYV EpYaAEiwv

Ta TTpWTA CUPTTEPACUATA YIa TNV €QApUOyr TG MEBOGdoU oTa OTOoIXEId
OCWAAVWY ME MIKPA aKTiva Ba TTpoKUWOoUV ME XPAON TWV CUPBATIKWV
dlaB€oipwy epyaleiwy. O Trivakag 7 mrepIAapBavel kal Ta 32 epyalgia TTou RTav
Ol0B€oIua OTO €pyaoTipIo Tou iwb KaTd Tn SIAPKEIA TNG TTAPOUCAS EPYATiaC.
Ta epyaleia €xouv TagivounBei cUp@wva Pe To oxedIOOUO TOUG O€E ETTITA
ouddes. OAa Ta epyaAeia €ival KATAOKEUAOHEVA OTTO TOv idlo TUTTO XAAUBa
(ap1BOuOG UAIKoU: 1.2344, DIN 17350, E=210-10° MPa, R,=1130-2060 MPa).

Shoulder diameter [mm] Pin diameter [mm] Tool design
8-16 3-6 ‘groovings’
16 6
12 4 | |
L
| |
11-18 4-8 Q
13 5
[ L
| |
| |
| |
16 5 2
| |
| |
| |
| |
12 6 Zé
| |
| |
| |
| |
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13 5

11-17 4-5 “spirals”

15 5 \

Mivakag 7 List of all 32 customary tools

O1 diaoTtdoeic epyaleiwv TTOU gival éviova TUTTWHEVEG OTOV TTivaka 7 €ival
autéc TTou Ba xpnolyotroinBouv oTta TrelpdpaTta. ‘Exouv eTTIAexOei eTTTd
epyaAeia atrd OAeC TIC OIAOECIUEG KATNYOPIEC TTPOKEIMEVOU VA ECETAOTEI N
ETTIPPON TOU KABE TUTTOU £pyaAciou oTn diadikaaia.

4.1.3 EKAoyn TwV TTApAUETPWY OCUYKOAANONG

Otmrwg €xoupe AON avagépel, o OAA Ta TTEIPAPATA PE TA OUVNON epyaAEia EXEl
xpnoipoTtroinBei éAeyxog B€ong. To Babog Bubiong Tou epyaAeiou Tav otaBepd
ora 0.2 mm. O1 mTapduetpol TTou HeTABAAAovTav  KaTd Tn OIApKEId TwV
TTEIPAPATWY €ival N TaXUTNTA TTEPIOTPOPNS N, N TaXUTNTA OUYKOAAnong f , n
ywvia KAiong a Tou epyaAgiou Kal QUOIKA O TUTTOG Tou gpyaAciou. Ol
TTAOPAUETPOI EXOUV €KAEYEl OUNQWVA PE TN Bewpia Tou Ke@aAaiou 4.1.1 kal
TTPONYOUMEVA TTEIPANATA TTOU £XOUV EKTEAECOEI PE TO iDIO 1] TTAPOUOIO UAIKS. 2€
aQutd TO MEPOG, TIPOOTIABNCAME VA OAOKANPWOOUME Ta  TrEIpAuaTa
XPNOIKMOTTOIWVTOG £VA OXETIKO EUPU QACHA TTAPAUETPWY TTPOKEIMEVOU VA YiVEl
KartavonTtog o TPOTToG Asitoupyiag TG peBOdoU kal o BaBudg €TPPong Twv
TTOPAPETPWY OTNV TTOIOTNTA OUYKOAANONG.
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4.2 ASIoAGynon tng cuykOAAnong

Yotepa atmmd 1N OAOKANPWON TwV TTEIPANATWY PE Ta OlaBéoiua oupBaTikG
epyaAeia, Ba akoAouBrjoel n agioAdynon TnG TTOIOTNTAG OUYKOAAnong. H
dladikaaoia auTr) 8a AABElI UTTOWN KUPIWGS Ta akOAOUBA XapaKTNPIOTIKA:

e AvoixTi  KAeIoTH ouvdeon (open or closed joint)

e Anpioupyia Trpoegoxng (flash formation)

o Opoidpopen emeavela ouykOAAnong (uniform onion rings formation)
e Pwypéc oTn pikpodopr (cracks in the microstructure)

e ‘Ymrapén mépwyv (existence of pores)

Ymdapxouv Olagopes dlaBéoiueg péBodOI yia va e€EeTaoTei n ToIdTNTA TNG
OUYKOAANONG. ZTnVv gpyacia Tou W. Bowyer (2000, P.10) avag@épovTal ol TTAéoV
ouvnBIouéveg:

e OTITIKA €g€TO0N

e padioypagia f xpnong utreprixwv (radiographic or ultrasonic)
e QOKIUN dIEICOUTIKWYV uypwvV (penetrant test)

o eCétaon pakpodoung (macro-examination)

e eCétaon PIKPoOdOWNG (micro examination)

e QOKIUN epeAkUoOU (transverse tensile tests)

e QoKIuN Kapwng (bend tests) kai

o £Aeyxog oKANPEOTNTAG KATA WAKOG TNG OUYKOAANnong (hardness profile
across the weld)

Aedopévou OTI Ba ATAvV €CQIPETIKA XPOVOPBOPO va €KTEAECOOUV OAeg Ol
TTpoavaPepOeioeg dOKIYES, N dladikaoia agloAdynong oTnv TTEPITITWON pag Ba
atrAotroinBei w¢ €€nG. To TTPWTO PEPOG aALIOAOYNONG TTEPIAAUPBAVEI TNV OTITIKNA
emBewpnon Twv evwoewv FSW. O1 ouykoAANoE€IG KAARG TroidTnTag Ba
€CETAOTOUV TTEPAITEPW KAl Ol dlaToOPEG Toug Ba uttoBAnBouv oe avaAuon Tng
MOKPOOOMNG TOUG XPENOIMOTTOIWVTOG OTITIKO HIKPOOKOTTIO HE EVOWMOTWHEVO
AoyIopIKG avaAuong TnG TTpocAapBdavoucag €IKOVaG.
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2€ autOd TO onueEio TTPETTEI va ava@epBbouv  Ta Tpia Bacikd eAATTWUATA TTOU
ouvavtwvTtal oTtn dladikacia FSW. O Trivakag 8 Ttrepihaupavel ta TTAEoV
ouCIWdN EAATTWHOTA KAl TO CUOXETIONO TOUG ME TIGC OUVOAKES KATW ATTO TIG
OTTOIEG eKTEAEITAI N dladIKATIQ.

Cause

Defect type

Origin

Example photo

Large mass of
flash

Excess heat
input

Higher rotational
speed and lower
welding speed

Lower rotational

Cavity or groove | Insufficient heat speed and
like defects input higher welding
speed
Higher rotational
. Abnormal speed and
Cavity o ) ,
stirring higher welding
speed

Mivakag 8 Major defect types and their origins

lnyn: Kim et al. 2005, P.3

To ZxAua 27 arreikovilel €vav oo@ry OUOXETIONO METAEU TWV TTAPAUETPWV
OladIkaoiag Kal Twv onuUavTIKOTEPWV ateAgiwv otn diadikaoia FSW. To Zxnua
TTpoépxeTal atrd TIG epapuoyéc FSW oto kpdpa (aluminum die casting alloy)
LM 2, AISi10Cu (MPA Rm= 150-300, Rpo, 2= 90-130 MPa, avtoxr K6TTwaong
71 MPA, emunikuvon 1-3%) (Brock Metal Company Limited 2008). Av kai ol
MNXAVIKEG KAl QUOIKES 1010TNTEC TOU OIAPEPOUV TTOAU OTTO €KEIVEC TOU UAIKOU
Baong, To oxnua Odivel cagn €IKOVA TNG TTEPIOXNG TWV TTAPAUETPWY, OTTOU
avauévovTal va TTpokUyouv Ta coBapd TTpopARuaTa.
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FSW, ADC12, 4mm thickness, Stir-in-plate
[ | [ [

Boundary of sound joint

2000

t

inpu

1750

Abnormal | c-e---ee- 6.9kN
\ —-=. 93kN

=== 11.8kN
14 2kMN| —|

1500

Excess heat

- I P i.-"_l:-:““-h."

1250

=

1000

750 —

Rotation speed (rpm)

Insufficient heat input
500

250

| | I | |
0 250 500 750 1000 1250 1500

Welding speed (mm/min)

ZxAua 27 Connection of parameter values and effects development

lnyn: Kim et al. 2005, P.2

4.3 MposcToligacia uNXOavOAOyIKOU £COTTAICHOU KOl TEJAXiOU

MeTd TNV €mAoyr] TwV €PYAAEiwV KAl TWV TTAPAPETPWY, E€iHAOTE £TOINN va
TTPOXWPNOOUKE OTNV TTEIPAMATIKA @don. INa va eEac@alicoupe KaAf TToioTnTA
OUYKOAANONG, UTTAPXOUV OPICHEVA BACIKA BAPATA TTOU TTPETTEI va TTponynBouv
TNG eKTEAEONG TWV TrEIpapdaTwy. O1 €pyaciec TTou €ival atTapaiTTES yIia TNV
TTPOETOINACIA TWV TTEIPAPATWY €ival Ol aKOAOUBEC:

1.

KOTTI) TWV KUAIVOPIKWYV OTOIXEIWV pE prkog 30 cm atrd 1o UAIKO Bdong o€
aTTAG NAEKTPIKO TTPIOVI

. KOOAPIONOG TwV OTOIXEIWV PE KATTOIO UAIKO, WOTE VA ATTOPOKPUVOOUV ol

akabapaoieg

. XpAon AadioU PETAU TWV ETTIPAVEIWV TWV TEMAXIWV KAl T CUOKEUNG

OUYKPATNOTG TOUG, UE OKOTTO va BIEUKOAUVOEI N atToudKpuvar] Toug UETA
TO TTEPAG TNG d1adIKATiag

. TOTTO0£TNON TWV KUAIVOPIKWYV OTOIXEIWV OTN CUOKEUN OUYKPATNONG

QKPIBNG METPNON TOU MAKOUG TOU pin TwWV €PYOAEiwv HPE OKOTTO va
METAPEPBOUV OAEC oI TTAPAPETPOI OTO AoyIOHIKG TNG pNnxavhc CNC.
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6. @OPTWON TWV EPYOAEIWV OTNV epyaAciopnyxavi
7. €KTEAEON TTEIPAUATOG

8. ammoudkpuvon TwV OUYKOANPEVWY  OTOIXEIWV atmmd TN OUOKEUN
ouyKpATNONG
OAa 1a mpoavapepBévia BApaTta emravalaupavovtal Tpiv amd KdBe véo

Treipapa kTG atrd 10 50 BAua TTou ekTeAEiTal HOVvo KABe popd TTou aAAACEl TO
EpYaAcgio.

4.4 ZUuOKEUN CUYKPATNONG TENAXiWV

4.4.1 ATTQITAOEIG ATTO T CUOKEUN OCUYKPATNONG TEMAXiWV

H avaykn yia pia OUOKEUR OUYKPATNONG TWV TEPAXIWV QVAKEI OTIG APXES
AeiToupyiag TG ueBddou FSW. H Utrapgn MIag TETOIOG KATOOKEUAG Eival
aTTaPQITNTN TTPOKEINEVOU va MEVOuv Ot emTa@r) KaB OAn tn dIdpkeIa NG
dladikaciag Ta Tepdxia Tou Ba evwBouv. H Kataokeur diag MTTAPAG
OUyKPATNONG TwV TEPaxiwv, n oTtroia eutrodiel TNV KATACTPOPN TwV
OUYKOANOUUEVWY  TEPaXiwV AOyw uwnAwv Ouvdapewyv, e€ivalr auty TTou
ouvavtaue Otav TTPOKEITAI YIa €@apuoyn TN HeBddou ot euBUYPAUMES
YPAMUEG OUYKOAANONG. OPWG OTNV TTEPITITWON KAWTTUAWY TUNUATWY, YiveTal
IO TTOAUTTAOKN KOBWG N KATOOKEUN TTPETTEl EKTOG TWV GAAWV va dlacpalilel
KAl TNV OPOKEVTPIKOTNTA TWV TIPOG OUYKOAANON KUAIVOPIKWYV Tepaxiwv. H
KATAOKEU TNG OUOKEUNG OUYKPATNONG, N oTroia TTANPEi OAa Ta TTapatTavw
ava@epBEVTa XApaKTNPIOTIKA, EKTEAEOBNKE oTa TTAQiocIO Eaunviaiag epyaaciog
OTO £PYQOTNPIOU TOU iwb.

4.4.2 KaTaOKEUNR TNG OUCKEURG CUYKPATNONG TEPAXiWV

H akoAouBbn eikOva aTTelkovifel Tr OUOCKEUN OUYKPATNONG TEPAXiwv TTOU
XPNOIMOTTOINONKE yia TN OUYKOAANON TwV KUAIVOPIKWY TEPAXIWV PE ECWTEPIKN
OlGueTpo 60mm. To KATW MPEPOG TNG CUCKEUNG MTTOPEI va XPNOIYOTToINBEi
€TTIONG yI1a OUYKOAANON Tepayxiwy diapETpou 80mm.
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TxAua 28 Full clamping construction with the jaws and its base plates for FSW tubes with outer

diameter 60 and 80 mm

To TIPOBANUA TTOU TTPOEKUWE HE TNV AVWTEPW KATAOKEUR ATAV OTI N
TTAPANOPPWON OTNV TTIOW TTAEUPA TOU TWV TEPAYXiWYV, TTOU ATAV CE ETTAPN ME
TN OUOKEUR OTAPIENG, ATV TETOIA TIOU KOTEOTNOE TNV A@Aipecn Twv
OUYKOAANUEVWY Tepaxiwv avéQIKTn. AuTO TO TTPOBANUA POG AvAyKOOE va
Xpnoligotroifooupe @péCa kOPBovtag KABeTa  TTpog TNV KATeEUBuvon
OUYKOAANONG. EmITTAé0v, N ouokeun dev TAV OUOKEVTPN WE TN BAoN TNG Kal
yia 70 Adyo autd 10 BABOG €10XWPENONG TOU EPYAAEIOU OTO UAIKO KaBWG €TTiONG
KAl TO QOKOUMEVO QOPTIO PETAaBAANovTav KaTd Tn didpKela TNG HEBOdou, OTToU
TO EPYAAEIOU KIVOUVTAV TTEPIPEPEIAKA TWV TEUAXIWV.

AuTa Ta dUO Bacikd TTPORARUATA PAG AVAYKOOQAV YIA VO KOTOOKEUAOOUME €K
VEOU TN OUOKEUN oTeEPEWONG, AAAG Adyw TwV XPOVIKWY TTEPIOPICUWY TA TTPWTA
TEIPAMATA PE TA OUVNON epyaAcia €eKTEAEOOBNKAV OTNV TTPWTN €KKEVTPN
ouokeun. To yeyovog OTI XpNOIUOTTOINBNKE GPECA TTPOKEIMEVOU va a@alpeBouv
Ta oToIXEia, Ogv eTTnpeddel Tnv TToIdTNTa OTn (WvnNGg OUYKOAANONG ouTe TNV
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agloAdéynon TG cuykOAANonG. ATrd TV GAAN TTAEUPA OPWGS N EKKEVTPOTATA TNG
OUOKEUNG €XEl ETITITWOEIC OTA OTTOTEAEOHUATA KAl ETTOMEVWG OTn  @AON
agloAdéynong tpétel va AneBei uttdywn 1O yeyovog OTI UTIPEE METAROAAR TNG
BuBIoNg Tou epyalgiou oTo UAIKO aAAG Kal TOU QOKOUUEVOU aTTO auTd QOPTiou
o€ OAn TN dIAPKEIQ TG CUYKOAANONG.
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10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

5 1° weIpAPATIKO MEPOG-XPNON TWV SIABECINWY
EPYOAEiWV

5.1 OAOKARPWON TWV TTEIPANATWYV

2T0 TTPWTO TTEIPAPATIKO MEPOG N Oladikaoia €EETAOTNKE OTTOKAEIOTIKA O€
KUAIVOPIKA TEPAXIa hE eEWTEPIKE BIAUETPO Do, =60 mm. Ta cuptTEpAoPATA TTOU
TTPOEKUYAV PTTOPOUV va QapuocBoulv kal ota uttéAoimma KUAIVOpPIKG Tepdxia,
Kabwg n diadikaoia eival TTapdpola. e autd TO HEPOG eKTEAEoBNnKav 17
Treipdpara. O Tivakag 9 mepiAapBdvel 6Aa Ta TTeIpAuaTa TToUu eKTEAECONKAV.
Me €évrova ypduparta eu@avidovral ekeiva 1A TTEIPAPATA ATTO TA  OTToIA
TIPOEKUWE KAAUTEPN TTOIOTNTA CUYKOAANONG.

# rotational welding tiltin .
experiment speed speed an Ieg[’°] Tool design
P [rpm] [mm/min] g
1 1500 300 0 ) _ ]
roovings
2 1000 200 0 g g
3 1000 200 6,5 \
4 1000 100 20 | |
| |
5 750 200 6,5 RN
6 750 200 10 «— —
“groovings”
7 750 200 5 \
| |
| |
|
8 750 200 6 «
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9 1000 200 5
10 1000 200 5
11 1500 300 3 : :
12 750 150 5 e >
13 1000 200 5 <« —
“spirals”
14 1000 200 5 \
| |
| |
« )
15 1000 200 5
<“— e
) )
16 1000 200 5 [ : :
| |
€« >l
«— —>
) I
| |
17 750 200 3 : :
e >
«— —>

Mivakag 9 Experiments accomplished with the customary tools

MeTd atrd oTTTIKA TTapaTAPNON TWV CUYKOAANUEVWY OTOIXEIWV Ta dEiyuaTA TTOU
TTpoékuyav dlaipEBNkav o€ TEOOEPIG OPAdEG avAAoya ME TNV TTOIOTATA
OUYKOAANONG TOougG (TTOAU KOAr, KOAA, péon, kakn). ATd tnv TTaparipnon,
OIaTTIOTWONKE OTI O OXNMATIOHMOG EVWOEWV XWPIG EAATTWHATA Eival PO TWV
TTOPAPETPWY dladIkaoiag Kal epyaleiou. ATTd Ta deiyyata TToU EPQAvicav Tnv
KAAUTEPN TTOIOTNTA, TTPOEKUWAV OIATOPEG TTOU OTAABNKAV YIa TTEPAITEPW
METAAAOYPAQIKN €EETaON TNG WvNG CUYKOAANOCNG TOUG.
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10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

O1 ouykoAANOEIC TTOU TTPOEKUWAV avaAuovTal TTeEpaITEPW ME Tn Porbeia
OTITIKOU MIKPOOKOTTiOU yia va a&lohoynBei n 1moidtntd Toug. [llpémrel va
ava@Eépoupe o€ autd TO oOnueio  Om kapia  €10Ikr)  dladikacia  dgv
TTPAYMATOTTOINONKE OUTE TTPO OUYKOAANONG ouTeE TTPO OIECaywyns Twv TEOT
agloAdynong, eKTOC atrd XpAon atmmAwV YUOASXAPTWV yia TNV atmmoBoAfl Twv
akaBapoiwv atd Ta TePaxia. O tivakag 10 TepIAauBavel Ta atroTeEAEoaATA
UOTEPA ATTO OTITIKN €CETAON KAl Twv 17 OUVOECEWV TTOU TTPOEKUWYAV Kal O
Tivakag 11 atreikovidel TN JAKPOOKOTTIKY) OOUNA TWV ETTIAEYPEVWY dlaTopwy. Me
TN BonBeia AoyiodikoU, N pnxav UTTopoucEe va uag Oivel TIC DUVAUEIC TTOU
epappolovray amd TO €PYOAEio OTO TEUAXIO Kal OTIC TPEIS dleubuvong
UTTOAOYICOVTAG AUTEG HECW TWV AVATITUCCOOPEVWY PEUNATWY. H duvaun karta
MAKOG Tou dAagova Tou epyoAeiou oupPoAiletal wg F,, kard PAKOG TG
d1euBuvong ouykOAAnong wg Fy kai n kaBetn oe autr) duvaun wg Fy. O1 TIpEg
TwWV OUVAPEWY Hag OiVOUV ONUAVTIKEG TTANPOPOPIEG YIA TOV TPOTTO AEITOUpPYiQ
NG pMeEBOGOoU. O akdAouBog Trivakag TrepIAapBavel poévo tn duvaun F, (Wéon
TIUA Kata T1n dIApKeEIa TNG dIadIKACIag KAl PEYIOTN YIQ TR XPOVIKN OTIYUN
EI0QYWYNG TOU €PYAAEIOU OTO TEPAXIO) KABWCG gival N TTAEOV ONUAVTIKE YIa TN
MEBODO..
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10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

RESULTS
Expet” Fomax | Fz[kN] | Visual | Section
men
€ [KN] quality | cut
1 =5.2 <2 Average No
2 =7.5 <2 Average No
3 ~5.5 ~2 Good Yes
4 ~3.2 <2 Bad No
5 =7.6 >2 Good Yes
6 =6.2 =2 Good Yes
7 No data available Good No
8 =4.5 =2 Average No
9 =4.0 >2 Average No
10 ~7.0 >2 Good Yes
11 ~5.6 ~2 Good Yes
12 ~8.0 ~3 Bad No
13 ~4.7 <2 Bad No
14 ~5.6 <2 Bad No
15 ~7.7 >2 Bad No
16 =~6.7 =3 Average No
17 No data available | Average No

Mivakag 10 Evaluation of the experiments
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10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

Expe- Rota- Welding Macrostructure Size of Name of the Probable
riment tional speed weld defect and reasons *
speed location
RS AS W/H
i W=12001,59pm
.;-__.
' Big cavity in Insufficient
5 750 200 H=451543um 1‘ exislence of pores 12.0/4.5 the weld heat input due
i nugget tolowr
=k 2000 pm
Crack
12.1/5.1 on the Flash
3 1000 200 RS of generation
the due to high
TMAZ
Big cavity in Insufficient
6 750 200 12.0/4.9 the weld heat input due
nugget to low
w=1819172m | pgck
on the
10 750 150 ‘ H=5358,77um RS of See note
the
2000 l""l TMAZ
_ W=14030,15um
Abnormal
Cavity in firring d
istence of stirring due
11 1000 200 Ak PO the weld
H=5145,73um to likely short
nugget
pin length
14.0/5.1

Mivakag 11 Macrostructure of joints welded in the 1% experimental part
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10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

+ 2nueiwon: OAeg o1 diatopéc amokdAuwav Mo pwyun otn  dwvn
OUYKOAANONG, yeyovog TO OTToi0 UTTopEi va atmodobei ae TToAAoUG Adyoug
Ol ONUAVTIKOTEPOG ATTO TOUG OTTOIOUG Eival:

+ °* NN Xpnon e€Aaiou ToUu peETaU TNG OUOCKEUNG OUYKPATNONG Kal TNG
ETTIPAVEIAG TWV TEPAXIWV

* AETITO QIAY OEEWV OTNV ETTIPAVEIQ TOU UAIKOU

* MIKPO PAKOG pin
* MEYAAO KeVO PETALU TwV OUO TTPOG CUYKOAANGCH OTOIXEiWV OUNPWVA E
KATA UAKOG TNG YPAMUNAG GUYKOAANONG

Kapia a1mdé 11 Jakpodouég TTou gugavifovral otov Trivaka 11 dev givail
ammaAayuéva atrdé eAattwuata. Mmropouue Ouwg va odnynbouue o€ éva
ONMAvTIKG CUPTTEPOCHA VIO TO PEYEDOG Kal TNV TTOIOTATA TNG OUYKOAANONG. 2T
TTEIPAPATA S Kal 6, OTTOU TO UWOG TNG Cwvng OUYKOAANONG €ival OXETIKA
XAMNAOG, TO epyaAcio Oev €xel €lI0XWPNOEI TTANPWGS OTO UAIKO Kal yid aQuTd TO
KATw PEPOC dev €Xel OUYKOAANOBEi KaTdAANAa. MNa 1o Adyo autd TTpoékuyav
TTOPOI OTO KATW PEPOG TNG DIATOUNAG KAl N TTOIOTATA CUYKOAANONG ATAV KOKH.

ATTé Tnv GAAn, ota Teipdpara 3 kai 10 o6mmou n Cwvn OUYKOAANONG
avaTmTuxonke TTANPWG, N TToI0TATA ATAV TTOAU KOAUTEPN. Z€ QuTd Ta OUO
TTEIPAPATA UTTOPOUNE VA OOUHE TIG PWYHES OTN Cwvn OAAG deV PUTTOPOUE VA TA
ammodwooupe Pe BePaidTnTa o€ KAKA €TTIAOYN TTOPAPETPWY, OedOUEVOU OTI
MTTOpOUV €TTioNg va ammodoBoulv oTn XprHion Tou eAaiou. TeAikd, Ta KaAuTepa
atmmoteAéopata gp@aviovral ato 10° Treipapa Kal autd o@eileTal €TTIONG OTIC
OI00TACEIG TWV EPYAAEiWY. ZTA UTTOAOITTA TTEIPAUATA TA EPYAAEIQ NTAV OXETIKA
MIKPd (d1aueTpog “shoulder” 12-13mm.) yia cuykOAANon UAIKOU TTdxoug Smm.
To gpyaheio TTou xpnoipotroieital oto 10° Treipapa (S16, P5) @aivetal va £xel
TIG BEATIOTEG DIOOTACEIC TTOU ATTAITOUVTAI OTNV €QAPUOY MAG. AUuTA n uttéBeon
Ba eCeTaoTel TTEPAITEPW OTO OEUTEPO TTEIPAUATIKO MEPOG.

5.2 ASIoAOYNoN TwWV gpyaAgiwv

Mpokeigévou va  dlauopPwbolv  Ta TIPWTA  CUMUTTEPACHATA  yIia  TO
xpnoigotroinBévta epyaleia, TTPETTEI va AdBoupe uttdywn TNV €KKEVTPOTNTA TNG
oTtepéwong. EvrouTolg, utropouue va dIANOPPWOOUNE TO CUMTTEPACHA OTI Ol
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TUTTOI  TwWV NON  UTTAPXOVTWV €PYOAEiWY, Ol OTIoiol  gival  TTPWTIOTWG
KATOOKEUAOPEVOL yia  eTTITTEdEC €MMIQPAveEIEC OUyKOAANong, Ba uTTopoucav
ETTiONG va XPNOIYOTTOINBOUV Of TTEPITITWOEIS KAUTTUASGYPANUWY TEPAXiWV.
EmmAéov, o Adyog diauétpou “shoulder” (S) tmpog diduetpo “pin” (P) TTpéTrel
vVa KUpaivetal YeTagl 2.5 kal 3.2 OTTWG TTPOKUTITEI OTTO TA ATTOTEAECHATA TWV
TrelpapdTwy. O ouyKOAANACEIC TTou TTapnxOnoav atrd epyalcia pe ETTITTEdN KAl
oTreIpoEIdn emm@aveia shoulder eu@Avioav OXETIKA KAAR TToI0TNTA AV KAl OgV
MTTOPOUNE Va gipaoTe BERBAIOI €AV TA EAATTWUATA OTN MIKPOOOUNA o@EilovTal O€
KOKr €KAoy TTapapéTpwy 1 oTo TTPOPANUO ekKeVTPOTNTAG. ETTOopévwe, Ta
TTEIPAUATA TOU TTPWTOU TTEIPAUATIKOU PEPOUG, OTA OTTOI0 TTPOEKUWE OXETIKA
KOAr} TToI0TNTA OUYKOAANONG, TIPETTEl va €TavaAng@Bouv Kal hE Tn VEQ
OMOKEVTPN OUOKEUN OUYKPATNONG. ETTITTAEOV, T KOIAQ KAl OTTEIPOEION EPYAAEia
TTPETTEl va €¢eTaoTOUV Cavd dedopévou OTI TO TTPWTO TTEIPAUATIKO PEPOG OEV
MTTOpPEl va odnynoel o€ KATAAANAN agloAdéynon Ttoug (BA. OnUEIWOEIC TNG
TTapaypdeou 5.1).

5.3 ASIOAOYNON TWV TTAPAUETPWYV

MtropoUpe va KOTAAALOUUE OTO CUPTTEPOCHA OTI TTPOKEINEVOU VA ETTITEUXOET
MIO IKQVOTTOINTIKA TToI0TATA OUYKOAANONG, n TaxUTNTA TIEPIOTPOYPNAG TOU
epyaAegiou mrpétrel va eivar trepitrou 1000 rpm kai n TaxutNTa OUYKOAANONG
yUpw ota 200 mm/min. Otrwg €d€igav Ta atroteAéouara, n ywvia KAiong Tou
gpyaheiou Tpémrel va gival 0#0° akOua Ki av XPnOIMOTIOIOUME OTTEIPOEIDEG
EpPyaAcio, To oTmroio BewpnTiKG eivalr o€ BEon va emTUXEl KAAR TTOIOTATA
ETTIPAVEIAG OTAV EQAPUOLETAI OTIC ETTITTEOES ETTIPAVEIEG £XOVTAC MNOEVIKH Ywvia
KAioONG. ZTNV TTEPITITWON TWV KAUTTUAWYV ETTIQAVEIWY OgV I0XUEI TO D10, KOBWG
o€ OAQ TA TTEIPAPATA TTOU TTPOEKUYE OXETIKA KOAN TTOIOTNTA CUYKOAANONG, N
ywvia kAiong utmpxe Kai Atav amd 5° éwg 10°. IXeTKA pe TO aovikd
QOKOUMEVO POPTIO TOU £pyaAEiou, UTTOPOUNE VO 0dNyNBoUUE OTO CUNTTEPACHA
OTI TTPOKEINEVOU VO TTapaxBei pia ouyKOAANON KAARG TToIdTNTAC, N MEON TIUA
TOU KaT& TN d1dpkKela TNG diadikaciag TTPETTEN va gival TTepitrou ota 2.5kN  kail
o€ Kapia TrepimTwon xaunAotepn atmd 10 2kN. Metd atrd emetepyacia Twv
OIaYPAPUATWY TwV OUVANEWY TTOU TTPOEKUWAV OTTO Ta Treipduarta 3, 5, 6, 10
Kal 11, Ta oTroia €ixav TTApPoUCIACEl TO KOAUTEPO ATTOTEAEOUATA, UTTOPOUUE Va
OIOUOPPUICOUNE TO CUPTTEPACHA OTI N JEON TIUA TOU agovikoU popTiou KaTd Tn
didpkela g diadikaciag TPETel va KupaiveTal HeTau 2kN kai 3kN, kaBwg o€

52



10 TTEIPAPATIKO PEPOG-XPOTN TWV SIAOECINWY EPYAAEiWV

OIOPOPETIKN TTEPITITWON TA POPTIA TTOU AVATITUCCOVTAI €ival €iTE TTAPA TTOAU
XauNAd €ite TTGpa TTOAU uywnAd kal autd odnyei o€ UTTEPPOAIKA Kal €AAITTH
TTPO0d0CN BepUOTNTAC KAl avTioToIXa o€ Jn odaAn diadikacia avadeuong Kai
OUVETTWG KOKN TTOI0TNTA GUYKOAANONG Kal OTIG dUO TTEPITITWOEIS. 1o ToO Adyo
auTo, eival TTOAU onuavTiké va agloAoynBouv 1a diaypduuata QopTiwv PETA
atroé TNV OAoKAfpwaon KABE TTEIPAPATOC KOBWGS OTTWG UTTOPOUV va 0dnyrnoouv
o€ TTOAUTIMEG TTANPOYOPIES yIa TN BeATiwon TNG dladiKkaciag.
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6 2° TEIPANATIKO MEPOG-XPNON TWV SIABECINWY
EPYOAEiWV

6.1 OAOKARPWON TWV TTEIPANATWYV

O kUpIo¢ OTOXOGC TOU O€EUTEPOU TTEIPAMATIKOU MEPOUG eival va  eCaxOei
OUUTTEPOOHA VIO TIG BEATIOTEC TIMEC TTAPAUETPWY KAl TOUG TTAEOV KATAAANAOUG
TUTTOUG Kal dIa0TACEIS TwV dIaBECINwY epyaAgiwy. MNpokeiuévou va eTTITEUXBEI
auTo, dIECAXONoav €vreka TTEIPAUOTA OTA OTToia XpnoiyoTtroinenkav OAol ol
dla@opeTikoi TUTTOI dlaBEoiIpwy epyaAeiwv. OAa Tta TTelpdpaTa ekTeEAEOOBNKav
OTNV OPOKEVTPN BEATIWPEVN OUOKEUR OTEPEWONG TWV TEPAXiwWV. To TTPORANUa
TNG APAIPEONS TWV OUYKOAANUEVWY TEPAXIWV TTOU KATEOTNOE TN XPNon Tng
PPECAC OTO TTPWTO TTEIPAPATIKO PEPOG avaykaia AUBNKe 0To deUTEPO PEPOG UE
TNV XPAoN €vOG XaAURBdIVOUu SOKTUAIOU TOTTOOETHONKE PETAEU TWV CWARVWY KAl
NG oTepéwaong. O lMivakag 12 cuvowilel Ta TreipduaTa TTou ekTeEAE0BNKav. OAa
TO TTEIPAPATA TTOU TTEPIEXOVTAI O QUTOV eKTEAEOBNKAV pE ywvia KAiong 5° oTo
epyaAeio. O1 duo TeAeuTaieg OoTAEC oTa O€CIA TOU TTivaKa aTTeElkovi(ouv Tnv
EM@Aveia ouykOAANnong kai tnv “exit hole” 1Tou TTapdyovtal YETA aATTO TNV
oAoKANpwaon KABE TTEIPANATOC.

#expe |Rotational Welding Welded surface
-riment speed speed Tool Exit hole
[rpm] [mm/min] A/R

1 1000 200

——-
V-
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“groovings”

~

1000 200 4
“
-
“groovings”
1000 120 \
«
-
1000 200 : :
o
€ >
«— —
1000 200
| |
| |
=
«— —>
750 150
750 150
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b
8 1000 200
“spirals*
9 1000 200 T
“ > "4
— — -

Mivakag 12 Experiments accomplished with the customary tools on the concentric clamping

device

6.2 TeAIk agloAdynon Twv TTapapETPWY TNG d1adIKATIOG
KOl TWV J100£0 1MWV EpYAAEiwWV

O mivakag 12 arreikovilel Tnv “exit hole” mou TTapdyetal yetd TNV €€000 TOU
‘pin” oe¢ K&Be Treipapa. H ommkA €€étaon TNG OTAC TTAPEXEI ONMAVTIKES
TTANPOPOPIEC OXETIKA ME TNV TTOIOTATA TNG OUYKOAANONG. Mg pia  KaAn
OUYKOAANGCN O TTOPAUOPPWHEVOS KUKAOG yUpw atrd Tnv OTTA €ival TTARPNG.
Otav autdg 0 KUKAOG gival dlapoppwuévog o€ TToo00TO AlyOTEPO TOU 75%, TOTE
N o16TNTa OUYKOAANoNG Ba eivail xapnAlj (W. Bowyer 2000, p.10). Eival cagég
ATTO TOV TTAPATTAVW TTiVAKA OTI 0€ OAEG TIG TTEPITITWOEIG N “exit hole” eivai
TTARPNG KUKAOG. ETTITTA0V, O OJOAGG oXNUATIONOG TWV “onion rings”, N xaunAn
TTapaywyn mpoegoxnc- “flash” ammrodeikviouyv OTI n TTOIGTNTA CUYKOAANCONG OTNV
TTAEI0VOTNTA TWV TTEIPAPATWY €ival OXETIKA UWNAR.

Eival emTiong ca@ég atmd TIC QWTOYPAPIEC TWV CUYKOAANUEVWY dIAaTONWY OTI
UTTdpxel BeAtiwon TNG TTOIGTNTAC OUYKOAANONG OUYKPITIKA pe TO  1°
TTEIPAUATIKO PEPOG. Ta BeTIKA atroTeAéopaTa PTTopoUv va atrodobouv TTépa
ammd TNV KATAAANAN €AoYy TTAPANETPWY KAl OTN vEA OMOKEVTPN OUOKEUN
otepéwong. O Tivakag 13 trapoucidlel Ta diaypduuata @opTiwv atd Tpia
TTEIPAPATA TTOU EKTEAECBNKAV KATW aTTd TIG id1EC TTapauéTpoug dladikaaiag, YE
Ta 010 EPYOAEIa OTO TTPWTO KOl OTO QEUTEPO TTEIPAMATIKO HEPOG. H etTidpaon
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TNG MN-OMOKEVIPNG OUOKEUNG OTEPEWONG E€ival oagprng kKal oTig  duo
TTEPITITWOEIG.
Rota- | Weld-
Tool design | tional ing 1% experimental part 2 experimental part
speed | speed
old clamping
new clamping
8000
7000 8000
6000 7000
5 S0 Fx 6000
g 4000 Fz 5 5000 Fx
1000 200 300 Fy 3 400 Fz
2000 - 000 f ) B
1000 2000
0 b 1 1000 1 1 SeTrr————
; ¥ .
Time !
| |
Lo
€7 _ .
old clamping new clamping
«— —>
8000 8000
7000 7000
6000 6000
5000 5000
= —Fx = —F
750 150 g 4000 1 —Fz < 4000 .
~ 3000 \f il 3 3000 A il
2000 2000
1000 Nmf M‘WV/ 1000 w J/
o i‘ li“ulll..h J ] o st RTE (1L 1
Time Time
old clamping new clamping
8000 8000
7000 7000
6000 I 6000
: : =z 5000 ‘l Fx = 5000 Fx
L | oo |20 g . T .
3000 Fy 3 000 Fy
2000 1 e,
1000 ( W “‘l 00 / MM
[ 1 1000
0 1 ||' " 1
0
Time
Time

Mivakag 13 Comparison of thrust load diagrams of the 1% and 2" experimental part (in all

cases the tilting angle is 5°)
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270 TTPWTA dUO OlaYPAUMATA UTTOPOUME CAPWG VA EVTOTTIOOUME TNV £TTIPPON
TNG MN-OMOKEVTPNG OTEPEWONG OTNV TIKM TWV AVATITUCOONEVWY QOPTIWV. MeTa
ammoé 1 PUBIoN Tou gpyaAgiou OTO UAIKO, TO QOpPTio peloUTal Kal oTa duo
dlaypdaupata. H kupia diagopd woTtdoo gival n UTTEPPOAIKN TITWON TNG TIMAG
OTO TTPWTO TTEIPAUATIKO HEPOG. EVw TO opTio 0TO OEUTEPO PEPOG Eival OXETIKA
oTa0ePO PE MIa PIKPR TAoN va auénBei, To QopTio OTO BEUTEPO PEPOC TTEPTEI
KATw a1ro 1a 2kN atn péon 1S d1adIKaoiag, VW OUuyXPOVwG Ol QUVANEIG OTNV
KateuBuvon ouykOAAnong (TTpdoivn ypauun) augdvovtal Kal ¢Bdavouv oxedodv
TN OUvaun TTOU €QApPMUOleTal OTnV z-kateuBuvon. Autd To XOpPaKTNPIOTIKO
odnyei OTO va ETMKPATEI TO @QAIVOUEVO OUMTTiIEONG TTapd To €mMOUPNTO
PaIVOUEVO TNG avadeuong Kata Tn dIApKela TG dIadIKACIAg Kal €101 TTPOKUTITEI
MIa KAk TTo10TNTa OUYKOAANONG. H TITwoon Tou agovikou @opTiou gival akoua
Mo €vrovn oTa eméueva duo Treipduarta 6tmou n cuviotwoa Fy utrepPaivel 10
agoVvIKO QopTio TToU eQapuoleTal atrd TO EPYAAEio Evw ETTIONG KAl N CUVIOTWOA
TOU @opTiou OTn  X-kKatelBuvon  €ival  €mmionNg  oONPAVTIKA  UWNAR.
2UNTTEQPOOUATIKA , MTTOPEI va eImTwBei 611 o1 duvAauelig Katd Tn dIAPKEIA TNG
dladikaaoiag €ival TTo oTaBePEC OTO  OEUTEPO TTEIPAPATIKO WEPOG Kal TO idIO
IOXUEl KAl yIa TNV TTapayopevn TToI0TNTA OUYKOAANONG. Aegdopévou OTI TO
OOKOUMEVO @OPTIO TTaPOUEVEI OXETIKA oOTaBepd KaATd Tn OIGPKEIA TNG
dladikaaoiag, To B&Bo¢ PUBIONG Tou gpyaAciou TTapauével €TTiong oTaBepd Kal TO
ATTOTEAECHA Eival IO OXETIKA «OUAAR» ETTIPAVEIQ CUYKOAANONG XWPIG MEYAAES
ATTOKAIOEIG QTTO  TTEPIOXN) O€ TIEPIOXN. 2ZTO TIPWTO TTEIPAUATIKO MEPOG,
OedopEVOU OTI TO POPTIO TTOU EQAPPOOTNKE ATTO TO EPYOAEIO OEV TTAPEUEVE
oTafePOd AOYW TNG EKKEVTPOTNTAG TNG OUOCKEUNRG OTEPEWONG, TO €EPYAAEIO
BuBICoTaV TTEPICOOTEPO OE PEPIKEG BETEIC TWV TEPAXIWV KAl TO QAIVOPEVO AUTO
odNynoe€ o€ PEYAAEG QTTOKAICEIG OTNV TTOIOTNTA OUYKOAANONG.

EmmrAéov, atmé Ta dlaypAPuATa TWV QOPTIWV TOU OEUTEPOU TTEIPANATIKOU
MEPOUG, UTTOPEI va dIaTTIoTWOEI CUOXETION PETAEU TTOIOTNTAG OUYKOAANONG Kal
agovikou @optiou (BA. kepdhaio 5.3). Ze OAa Ta TrEIPAPOTA, OTA OTTOIA
TIPOEKUWE KAAN TTOI0TNTA, N MEON TIUA TOU @OPTiIOU KAtd Tn OIAPKEID TNG
dladikaoiag kupaivoTav heTagu 2 KN kar 3 kN.

Av kal amé Ta nNon OietaxBévia Priparta  PITopouvV  va  dlaTuTTwBoUV
OUUTTEQAOUATA OXETIKA HE TOV TPOTIO TTAPAYWYNG OUYKOAAAOEWV KOAAAG
TTOIOTNTAG, Ol KOATEPYAOMEVEG TOUEC TTPETTEI VA €CETAOBOUV TTEPAITEPW ME TN
BoriBcia TOu NAEKTPOVIKOU WMIKPOOKOTTIOU Kal va Ole€axOei UAKPOOKOTTIK
avaAuon, woTe va emPBeBaiwBolv o1 apxIKoi I0XUPIOUOoi. 2Tov Trivaka 14
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20 TEIPAPATIKO HEPOG-XPHON TWV BINBECIHWY EpyaAEiwV

TTAPOUCIAZETAl N HOKPOOOUNA TWV JIATOUWY TWV CUYKOAANUEVWY TEPAXiWV TOU
2% TreipapaTikoU HEPOUG.

Rotatio-
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20 TEIPAPATIKO HEPOG-XPHON TWV BINBECIHWY EpyaAEiwV
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MNivakag 14 Macrostructure of joints welded in the 2" experimental part
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20 TEIPAPATIKO HEPOG-XPHON TWV BINBECIHWY EpyaAEiwV

O1 JaKPOBOMN TwV ETTIAEYHEVWY OUYKOAANUEVWY BIATOMWY ATTOKOAUTITOUV HICO
TTOAU KOAR TTO10TNTA KAl ETTIBERAIWVOUV TIG UTTOBECEIC TTOU EiXAUE KAVEI 10N
META aTTO TNV OTITIK £CETAON TWV OUYKOAANUEVWYV OToIxXEiwV. MTTOpOUNE TWpa
va JIAUOPPWOOUNE TO CUNTTEPACHA OTI OI «BEATIOTEC» TTAPAMETPOI yia FSW
OUYKOAANON KUAIVOpIKWY Tepaxiwv EN AW-6060T6 pe €gwTepik OIAPETPO
60mm. eivai:

e TayUTNTO TTEPIOTPOPNS 1000rpm

YPOMMIKA TaxuTnTa OUYKOAANONS 200mm/min

KAion epyaAeiou 5°

BuBIoua epyaheiou 0,2mm.

O1 TigéG TTOU avagépovTal TTAPATTAVW OTTOTEAOUV EVOEIKTIKEG TIMEG Kal OEV
uTToOEIKVUOUV OTI Ogv MTTOPEI va €mTEUXBEl KAA TTOIOTATA CUYKOAANONG
atrokAivovtag atrd autég. EmmiTAéoy, gival onuavTikd va onueiwBei 6Ti o1 TINEG
QUTEG TTPOEKUWAV aTTO  TTEIPAPATA  PE  OIAPOPETIKOUG TUTTOUG EPYAAELiWY,
XOPOKTNEIOTIKO TO OToio  utrooTnpifel TNV 1oxU Toug. O1 "BéATioTeC"
TTEIPAMATIKEG  TIMEG  €pxovTal ETTIONG O€ OUMQWVIa ME TIC BewpnTiKA
uttoAoyiopéveg oTnv epyacia Tou V.Balasubramanian (2007, p.3-5). Z0uowva
ME auTh, n oxéon METagU TnG avtoxng (base metal yield strength) Tou Bacikou
UAIKOU Kal TNG TTEPIOTPOYPIKAS TaxuTnTag (rotational speed) €ivai:

Rotational speed (n) =204-(Yield strength)’>’|

xnua 29 Correlation between rotational speed and yield strength of the base metal

H Bewpnmikd BEATIOTN TaXUTNTA TTEPIOTPOPNAC €ival 964 rpm, Tiu n oTroia
BpiokeTal apkeTd KOVT& oTnV TTEIpANaTIKA Twv 1000 rpm, Z0P@wva Pe TRy idia
gEpyaoia, n ypapuikg Taxutnta ouykOAAnong (welding speed) ptropei v a
uttoAoyIoB€i atd Tn oxéon:

Welding speed (f) =19363-(Yield strength)"*]

ZxnAua 30 Correlation between welding speed and yield strength of the base metal

ATTO Tnv TTapOTTAvw OXECN TIPOKUTITEL OTI N BewpnTik PEATIOTN TIMA TNG
TaxutnTag OouykOAAnong eivar 117 mm/min, Tyl n oTmoia €ival apKETA
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20 TEIPAPATIKO HEPOG-XPHON TWV BINBECIHWY EpyaAEiwV

XAPNAOGTEPN ATTIO TNV TIEIPAPATIKA UTTOAOYIONEVN OTO OEUTEPO TTEIPANATIKO
MEPOG. H atrokAion auTr) uTTopei va atrodoBei oTn yewMETpia Twv gpyaAgiwyv. H
dlGdueTpog Twv "shoulder" kai "pin" o€ TOAAG aTTd Ta diaBéoiya epyaleia nrav
QPKETA XaunAn (deite kepdAaio 4.1) kal yia autd TO AGyo TO TrEipAuaTa
EKTEAEOONKAV O UWNAOTEPEG TAXUTNTEG VIO VA QvTIOTABUioOUV Ta MIKPA
QagoVIKA QopTia TTOU TTPOEPXOVTAI OTTO UIKPAGS DIaUETPOU EPYOAEiIa.

TéNog, Ba Trpémel va avagepBei kar 10 @aivopevo TnG "dldykwong " -
"augmentation" TTou TTAPATNPEITAI OTIC TTEPIOCOOTEPEG TUYKOAANPEVEG DIATOUEG
TToU atreikoviovTal oTov Trivaka 14. To eAdTTwpa autd Ba yivel TTpooTrdBbeia va
KAAUQOEi aTTd TO OXEDIAOUO VEWV TTIO KATAAANAWY €pyaAgiwv oTo KEQAAQIO 7.
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KaTtaokeun VEwv gpyaAgiwv

7 KataoKeun VEWV £pYaAEiwv

Metd amd Tnv oAoKAApwOon Twv TTEIPAUATWY PE OAa Ta diabéoiua epyaAcia,
givar ca@éc Oml Ta AdN UTTApXovTa €PYOAEia PTTOPOUV va £QAPUOCTOUV
ETITUXWG KAl O€ TEMAXIO KUAIVOPIKNG YEWMETPIAG, OTTWG QUTA  TTOU
OUYKOAARBnkav oTa TAaioclo TnG Trapouong epyaciag. EvrouTtoig, oO1Twg
ava@EPONKE Kal aTnV €l0aywyn, aTToTEAEI OTOXO TNG EpPyadiac n avdarrTu¢n Kai
KATOOKEUN VEWV €pyaAciwv , Ta oTroia Ba ptTopoUucav va odnyrioouv OTn
BeAtiwon TNG MEBOOOU Kal oTnVv avAaTTUEn akOua KoAUTEPNG TToIOTNTAG
OUYKOAANONG. YTTApXOUV TPEIC TIPOTACEIC VIO KOATAOKEUN KAIVOUPYIWV
epyaAeiwv. O1 dUO TTPOTACEIC avaPEPOVTAl OTNV AVATITUEN VEOU TUTTOU "pin" Kal
N TPITN TTPOTACN AVOPEPETAI OTNV KATAOKEUN €vOg véou Tutrou "shoulder”. H
OlaueTpog "shoulder" 1é€0nke ota 15mm. kai n diGueTpog "pin" ota 5 mm. o€
OAEG TIC TTEPITTTWOEIC. 'EyIveE 0a@EC Kal atTd Ta OUO TTEIPAPATIKA PEPN OTI QUTEG
o1 d100TACEIG ival KATAAANAEG yIa TNV TTApaywyr KAANG TToI0TNTAG.

7.1 Zxedlaopog véwy "pins”

H mpwtn mpdtacn ava@épetalr oTnv avatrtuén evog "pin" TETpaywvIKOU
TTPOQIA. ZUPQwva Pe €peuva Tou Balasubramanian (2008, P.163-175), autd 10
TTPOQIA  TTapdAyel OUYKOANACEIC HE  HNXAVIKA KAl PETAAAOUPYIKA  GpTia
OUUTTEPIPOPA. ATTOTEAEI OTOXO TNG EPYOOIAC VA EPEUVNOEl €AV AQUTO TO
OUUTTEPOAOUA KOl O€ TTEPITITWON TEPAXiWV KUKAIKAG YeEWETpiag. To oxnua 31
atreikoviCel €va  TpIodIAOTATO-OXEDI0O TOU "pin"  TETpaywvIKOU TTPo@iA. H
OlGueTpog "pin" eival Smm. kal TO PAKOG TNG TTAEUPAG TOU EYYPOUMEVOU
TETPAYWVOU gival 3.54mm. To TTAEOVEKTNUA auToU TOU oXEdiou gival TO YEYOVOG
OTI AOyWw TNG aTTAOTNTAG TOU €XEI TTOAU UIKPO KOOTOG KATAOKEUNG.
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KaTtaokeun VEwv gpyaAgiwv

ZxAua 31 Square profiled pin, @5 mm

H deutepn TpdTACN Qva@EPETAl OTNV AVATITUELN €VOC BNMUATIKG OTTEIPOEIOOUC
KWVIKOU " stepped spiral cone pin" e T0 KUKAIKR) attOAngn. ZUP@Wva JE TOUg
Mishra et al. (2007, P.15-16) éva oTpoyyuAd BOAwWTO AKPO pin HEIWVEI TN
@Oopd Twv epyaAegiwv KaTd TN BuBIoN Kal BeATIWvEl TRV TTOIGTNTA OTN PICOG
TNG OUYKOAANONG KATW atrd To KATWTATO onueio Tou "pin". H BEATIOTN akTiva
BoAou Bewpeital T0 75% TNG TIUAS TNG dlapéTpou Tou "pin". O TTPOTEIVOUEVOGS
TUTTOG "pin" €xel avTtioToixn akTiva 66Aou-"round bottom" 2.9mm., n otroia €ivai
oxedov 10 60% TnC dlauéTpou "pin". XPNOIMOTTOINCANE MIKPOTEPN QKTivVa
TTPOKEIJEVOU Va auénBei n dlagopd TaxUuTNTAG METAEU €TTITTEONG KAl BOOAWTAC-
round-bottom "pin". H emmi@aveiakni TaxutnTa eVvog TTEPIOTPEPONEVOU KUAIVOPOU,
OTTw¢ 10 "pin", METARAAAETAI ATTO UNOEVIKN TIM OTO KEVIPO O€ WEYIOTN OTNV
AdKkpn Tou KUAivdpou, anueio To otroio ovopdadletal "calibration point". H diagopd
TaXUTNTaG OTIC OUO dIaPOPETIKOUC TUTTOUC YEWWMETPIag "pin" BpiokeTal OTO
YEYovog OTI n Akpn Tou O€ TTEPITTTwon round-bottom "pin" €ival o KovTtd oTo
KEVTPO TOU KUAIVOPOU Kal ETTOMEVWG N YPOMUMIKA TAXUTNTA ETTIPAVEIOG OTO
aKpaio onueio TNG TTEPIPEPEIAG AAAG Kal OI EQAPUOLOUEVEG O AUTO DUVANEIC
gival TTOAU XapnAOTeEPES. To oxnNuUa 32 aTTeEIKOVICEl TIC YEWMETPIKEG OIAPOPES
OTO KATW PEPOG Twv dUo TUTTWY "pin". To ZxnAua 33 artreikoviCel 1o " stepped
spiral cone pin" gepyaA&io kal To oxAUa 34 aTTeIkoVvidel TN AETTTOUEPEIA OTO KATW
MEPOG TOU EPYAAEIOU EPXETAI OE ETTAPN HE TO KATEPYACOUEVO TEUAXIO.
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KaTtaokeun VEwv gpyaAgiwv

Calibration point Calibration point

ZyxAua 32 Calibration point of flat- and round-bottom pins

ZxAua 33 Stepped spiral cone pin with round bottom, @5

0,50
2,50

N4
130] ﬁg{

ZxAua 34 Detailed view of the pins down end with round bottom, @5 mm
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KaTtaokeun VEwv gpyaAgiwv

7.2 xedlaoudg véou "shoulder”

H 1piTn TTPpOTOON Qva@épeTal oTnV avaTmTuén vog Kuptou TUTToU "shoulder" pe
TNV YewpeTpia Tpatrediou - "convex shoulder with tapered geometries". O
TUTTOG autog atroteAeital ammd €va "shoulder" pe opdkevipoug KUKAOUG
XOPAYMEVOUG OTNV ETTIPAVEIA TOU, Ol OTTOIOI EKIVOUV aTtTd Tn BAcn Tou Kal
"Kivouvtal" Tpog Ta €Ew Kal oxnuatiCouv €101 Wia  KUPTA-TPOTTECOEION
YEWMETPIA, OTTWG aTTEIKOVICETAI KAl OTO oXrua 35.

ZyxAua 35 Tapered shoulder, 315 mm

Auté TO €pyoAgio Aeiroupyei uye Paon TV apxn OT eivar duvatd va
TTpaypartotroin®ei ouykOAAnon ue 10 "shoulder" pepikwg Kair Ox1 TTARPWCS
BuBiopévo oTO TEWAXIO, av TO TIPOQIA Tou eival TPATTECOEIDEC KOl EXEI
OMOKEVTPOUG KUKAOUC VIO VO OUYKPATOUV TO UAIKO 0Tn B€0n TNG OUYKOAANONG.

AuTA N yewueTpia odnyei otnv atropuyn NG dIdyKwong- "augmentation” 1ng
OUYKOAANUEVNG OIaTOUNG, N OTToia ATAV €va MEIOVEKTNUO OXEOOV O¢ OAa Ta
TTelpdpaTa TTou ekTeAéoONKav (Ke@dAaio 6.2). To akdAouBo oxfua aTreikovidel
TO XOPOKTNPIOTIKO QaIvOUEVO TNG OIOYKWONG Kal TTwW¢G autd Ba pTTopouce va
atroQeuxBei e xprion epyaleiou TpatreCoeIdOUC dIATOUNG.
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KaTtaokeun VEwv gpyaAgiwv

Zxnua 36 Use of shoulder with tapered profile in order to avoid joint augmentation

AUTO TO €pyaAeio PTTOPEi €TTIONG VA ETTITUXEI KAANG TTOIOTNTAG OUYKOAANACEIC ME
METABANTO BUBICHA gpyaAgiou OTO TEPAXIO, XAPAKTNPIOTIKO TO OTTOIO ETTITPETTEI
EQappoyn TNG PHEBOdOU o€ Tepayiou ueTaBAnTou Traxoug. lMNMdapauta, autdg o
TUTTOG ONUIOUPYEI UTTOKOTT OTnV TTpowBnuévn TTAcupd Tou "shoulder", n
OTToia OUWG €ival PIKPOTEPN OTTO AUTA TTOU E€P@AVICETal O€ TTEPITITWON
UTTEPPBOAIKAG PUBIONG eTTiTTedou 1] Koilou epyaAciou (Jata kai Aoitroi. 2005,
P.161-164).
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TeAik o1 - "Exit hole™

8 TeAiki otrA - "Exit hole”

8.1 To eAdrTwpa TnG "exit hole™

O oxnuaTiopog "exit hole" katd Tnv €¢odo Tou "pin" OTO TEAOG TNG
OUYKOAANONG e€ival €va XapakTnpIoTIKO yvWwpPIoPa TnG HeEBOGdou FSW kai
Bewpeital éva attd Ta ONUAVTIKOTEPA PEIOVEKTAMOTA TNG. H TTapouacia Tng oTTG
QOKEI apvnTIKA €TTIOPACN OTIG PNXAVIKES I010TNTEG TNG £VWONG Kal £XEl ETTIONG
ETITITWOEIG OTNV EUPAVION TOU OUYKOAANPEVOU TEUAXIOU , KATI TO OTTOIO PTTOPEI
MEPIKEG QOPEC va gival KPIOINO €Av N CUYKOAANPEVN ETTIQAVEIA EPXETAI OF
OTITIKN) €TTOPA ME TO TTEPIBAANOV. H "exit hole" ptropei va avixveubei eUKoAa
OTITIKA Kal gival pia avwpaAia Tou FSW tmou 1Tpétrel va d1opBwBei dedopévou
OTI N €mMpPPON TNG €ival TTAPOPOIA UE AUTH MIAG PWYMNAG KAl JTTOPEI va aTToBEi
Molpaia yia Tnv avrtoxn Tng ouykOAAnong. Ottwg €xel ndn avoeepbei n
OAOKANPwWON 1 Ol TNG TTEPIPEPEING TOU KUKAOU Oivel pia oa@r €ikova Tng
TT0I0TNTAG TNG OUYKOAANONG (BA. Ke@daAaio 6.2 kai TTivaka 12).

ATTO TNV avaTrTugn Tng peEBOdou 10 1991 €xouv avatrTuxBei didgopol TpdTTOI
TTPOKEIJEVOU VO ATTOPEUXOEI TO PEIOVEKTNUA TOU OXNUATIOPOU TnG "exit hole".
O1 diadikaoieg TTou €xouv ndn avarTuxBei ptTopouv va diaipebBouv o€ dUo
OMAdEG OUMQWVO PE TO €AV O OXNUATIONOG "exit hole" artrogeuyetal 1 av
akoAouBei ueTd 1o TEAOG TNG dladikaaciag Tou FSW trepaitépw diepyaaia yia Tnv
atmmopdkpuvor TNG. YTTApYXouv TPOTTOI ATTOPUYAG TOU OXNUATIONOU WE XPron
dladIKaoliwy Katd Tn dIdpKela TG OIadIKACIAg XWPIG va aTTAITEITAI TTEPAITEPW
diepyacia. Ta o diadedopéva TTapadeiyuata gival n xpron tou "retractable
pin tool" (BA. ke@dAaio 2.2) kal n Badulaia agaipeon Tou "pin" atrdé T0 UAIKG OTO
TEAOG TNG oUYKOAANONG, av Kal n TeAeuTaia pEBodog dev ouoTAveTal OEQONEVOU
ME AUTO TOV TPOTTO TTPOKUTITEI TTEPIOXN] TOU UAIKOU n oTToia dev €Xel TTARPWG
OUYKOAANOEI.

To "retractable pin tool" Tou oxfiuaTog 38 odnyei o€ atToPUyr OXNUATICUOU
"exit hole", kaBwg 10 "pin" agaipeital autépaTa oTo TEAOG TNG CUYKOAANONG. To
ONUAVTIKOTEPO MEIOVEKTNUA €ival €VTOUTOIC TO OXETIKA UWnAOG KOOTOG TOU
OUYKEKPIMEVOU EPYAAEIOU OUYKPITIKA PE auTO TWV CUPBATIKWY epyaAciwv FSW.
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TeAik oA - "Exit hole"

2xAua 37 Retractable Pin Tool
(Courtesy of NASA Marshall Space Flight Center)

H Oeutepn opdda Treplhaupavel atmd TIG PEBOOOUG TTOU  XPNOILOTTOIOUV
TTPO0BETO €COTTAIOUO. O1 onuavTikdTEPES PEBOdOI gival n xpron "run-off tabs"
KAl KEKAIJEVWV ETTITTEOWV €UBUYPANUWY TUNHATWY £6600U TOU gpyaAgiou aTrd
TO TEUAYIO (ramps).

O T1pOTTOG AgiTOUpYiag TNG TTPWTNG PEBOdOU atreikovideTal oto oxApa 39. To
EPYOAEIO €I0€pXETAl OTO OKOUPO TUAMO META Tn TTAAPN OUYKOAANGon TOU
TePayiou. To TuApa auto, kaAeitar "tab" kalr Bpioketal oto idlo 0pICOVTIO
eMTTEdO PE TN YPAPUA oUyKOAANoNG, €101 woTe N "exit hole" va oxnuarideTal
OUCIAOTIKA €VTOG QUTOU Kal va €ival €UKOAO OTN OUVEXEID VO aQaipedEi
A@AVWVTAG OUCIOOTIKA T OUYKOAANON xwpig "exit hole" .

-

ZxAua 38 Run-off tab- mechnaismus

AuTtr] N PEBODOG dev PTTOpPEl va €QapUOCBei 0€ KUKAIKA TuAPaTa Adyw Twv
TTEPIOPICUWYV YEWMETPIOG, KABWG To apXIKO Kal TO TEAIKO onuEio evOg CWARva
gival Tautéonua.
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TeAik o1 - "Exit hole™

TENOG, AOYW XPOVIKWV TIEPIOPICPWY OEV  UTTOPECE VA €QAPUOCOEi n
eATTIOOQPOPOC Kal evdlapépouca pEBOdOC yia atrouyn "exit hole" pe xprion
evO¢ €10IKOU TUTTOU epyal€giou TTou ovopdoTnke "self-breaking pin". Ze autd 10
EPYOAEiO PETA TO TTEPAG TNG OIAdIKACIAG PTTOPEI VA ATTOCTTIAOTEI TO THAMA "pin®,
KAAUTITOVTOG OUCIAOTIKA TNV OTI ME UAIKO. TO €TTOPEVO OXNUQ TTapouoiadel
TOV TPOTTO AgITOUpyiag TnG pebodou.

“_Ereaking_ . The: pin fills t
B = ositon ' hole:
wikh parent
material

ZxAua 39 Apparatus of self-breaking pin

OAol o1 TTeEpIoPIOUOI TTOU ava@EPBNKav eTTEBAAAV TNV AVATITUEN OTPATNYIKWYV
XOMNAOU KOOTOUG Kal atrAou TpoétTou  Asitoupyiag. Or  oTpatnyikég TToU
avaTtrTuxenkav TapoucidlovTal avaAuTIKA 0To akOAoUB0 KEQAAalo.

8.2 ZTpaTnyIKEG Yia TRV ATTOPUYN oxnUatiopou "exit hole"

1. AQaipeon ToU EPYAAEIOU £QATITOUEVIKA PETA a1Td 360° ouykOAANONC

2€ auTtriv Tnv HEBOGO TO epyaAeio aaipédnke PETA TNV OAOKAApwON TNG
OUYKOAANONG EQATITOPEVIKA OTN YPAUMPN ocuykOAANnong (oxnua 40). H pébodog
gV TTAPOUCIACE IKAVOTTOINTIKA QTTOTEAECMATA, OTTWG QaiveTal KaBapd OTO
oxnua 41. To "pin" oxiCel Tnv em@aveia Katd tn didpkeia TG diadIKaciag Kal
evw 0Ot Onuioupyeital BERaia "exit hole" , eu@avietal TTOAU PeyaAUuTeEPNS
oTToudaIdTNTAG EAGTTWHA.
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TeAik oA - "Exit hole"

xnua 41 Welded surface after tangential removal of the tool

2. 210010KN apaipeon ToU "pin" 010 TEAOC TNC CUYKOAANGNC

2€ aQuTAV Tn PEBOOGO TO epyaAeio agaipédnke BaBuiaia ammd 1o UAIKO pE TN
BonBeia eAéyxou B£ong. MeTd Tn ouykOAAnon Twv owARvwy yia 360°, To "pin"
aaipédnke TTARPWCS atd 1o Tepdyio evidg TéEou 90°. OTwe avapevaTay, auTh
n MEBODOG Oev TIPOCPEPE IKAVOTTOINTIKA atroTeAéouata Oedopévou OTI N
ENeIYn TTARpoug diciocduong Tou "pin" 0To UAIKO dnuioupynoe ooBapdTePa TOU
"exit hole" eAatTwuaTa 0T CUYKOAANUEVN etTipavela. Ta akoAouBa oxruata
QTTEIKOVICOUV TOV TPOTTO A€ITOUPYIaG Kal T atmoTeAéopara  XpAong mng
MEBOGOOU.
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TeAik oA - "Exit hole"

Zxnua 43 Welded surface after gradual removal of the probe

3. MAQpwon TNC OTTNC PE UAIKO

Mpokelgévou va epappooTei auth n PEBODOC XPNOIUOTTOINCAKE TUAPATA OTTO
OWAAVEG Tou idIoU UAIKO PE QUTO TWV OUYKOAAOUPEVWYV TEPaxiwv. Autd Ta
TUAMATA XPNOIMOTTOINONKAV WG METAAAO TTANPWOEWCS TTPOKEINEVOU VO KOAUQOEI
n omn. MeTd TN OUYKOAANGN Twv Tepayiwv, agaipédnke éva 16¢o 120° amo
TOUC OWANVEC Twv 80mm Kal TO TTPOCAPHOCTNKE PE TN BorBeia TwvV aoPAAEIWY
TTAVW aTTO TA AON CUYKOAANUEVA TEPAXIA.

H BUBion Tou UAIKOU TTANpWoewS evtog Tng "exit hole" oAokAnpwBnke oe U0
@doeic. Apxikd xpnolgotroiibnke éva epyaleio pe TN didueTpo "exit hole"
16mm ka1 dIapeTpo "pin" 6 mm. To uAkKog Tou "pin" ATav 4.5 mm. 21 deUTEPN
@don n dicioduaon Tou gpyaAegiou ATav Babutepn, 8mm., Kal TO €pyaAcio eixe
diaueTpo "shoulder" kai "pin" 5mm ka1 14mm avrioToixa. Kal oTig U0 QAoEIg
N TTEPIOTPOPIKA TaXUTNTA TOU epyaAgiou ATav 1500rpm kai n ywvia kKAiong Tou
0°. To oxnua 44 armeikoviel Tov TPOTTO AgiToupyiag TNG HEBGBoU Kal To OXAUA
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TeAik oA - "Exit hole"

45 tnv amopévouoa "exit hole" o1o UAIKO TTANpwoewg peTd ammd Tn PuBion
auTtou aTnVv apxIKn OTN.

Put spgment over the exit fiole

& push metariell intor the hiol v
360° FSW B ™ oot e 2" tool

1" tool: S14.P5, L= |
2 tool; 516, PG, L=4.5

.

Xxnua 44 The apparatus of the method in three steps

Zxnua 45 Exit hole on the filler metal after plugging it into the initial keyhole

To oxAua 46 atreikovifel AeTTTOPEPEIA TNG KATW TTEPIOXAG TOU UAIKOU PETA aTTd
TNV OAOKAApwon TNG diadikaoiag. H TTepIoxr), OTnNV OTToia €iXe OXNMATIOTEN N
"exit hole" gival TTAéov TTAAPNG PE UAIKO OAAG TTapatnpeital EAAEIYn TTARpoug
dlgioduong Tou "pin" Kal N oTToia 0dNYEi OTNV EUPAVION TOU EAQTTWHATOG TTOU
armreikovicetal oto oxApa 46. H pébodog Tng €CdAeipng Tng “"exit hole" e
XPAon UAIKOU TTpoG TTARPwaon TNG OTING idIou PE TO auTd TOU CUYKOAAOUUEVOU
TEPAXiOU, aTTOOEIKVUETAI EVOIAPEPOUCA KAl XPNEEl TTEPAITEPW ECETAONG.
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TeAik o1 - "Exit hole™

ZxAua 46 Detailed view at the bottom of the material-lack of penetration

4. Xpnon pAuttac KABETa oTNV KATEULOUVON TNC OUYKOAANONC

To Treipapa yia Tnv €¢€raon g peEBOdoOU OAoKANPpwONKe ot TEOOEPA BrPaATa.
270 TTPWTO, TO €PYAALIO KIVABNKE KATA PAKOG TNG YPAMUAG ouyKOAANoNG yia
300° éxovTag TIGC akdAouBeg TrapapéTpoud: n= 1000 rpm, f=200mm/min, a=5°,
t=0,2mm. Z1n deUTEPN QAON TO £PYOAAEIO KIVAONKE KATA PAKOG TNG YPAMMNAG
OUYKOAANONG yia T6Eo 60°, £€Ta1 WOTe N ywvia KAiong va undevioTei. MeTd amd
auTtOd TO €pYOAEio KIVABNKE KABETA TTPOG TN YPAMMA OUYKOAANONG €wg OTOU
ouvavTnoe TNV KEKAIMEVN PAUTTA. 2TO TEAEUTaio BrAua, TO €pyaAcio KIvrBnke
oTNV AQvw KaTEPYaouEVN TTAEUPA TNG KEKAINEVNG PAUTTAG, £TOI WOTE OTO TEAOG
NG Oladikaoiag (t4) Oev UTAPXE €TTA@R METAGU epyaAgiou kal pautrag. O
TPOTTOG AcIToupyiag TG NEBGOOU TTapioTatal ypa@ikd oto oxnua 47. To oxnua
48 artrelkoviel TO ATTOTEAECPA TOU TTEIPAUATOG META TNV OAOKARpwOn NG
MEBOOOU. H emipdvela Twy TEPAXiwV TTAPAPEVEI OXEOOV QVETTNPEACTN Kal Ogv
Tapatnpeital "exit hole" otnv em@dveld Toug. Mapoha autd, n PEBOdOG
TTPETTEl VA €CETAOTEI TTEPAITEPW. TO CNUAVTIKOTEPO MEIOVEKTNNA PPICKETAI OTO
YEYOVOG OTI OV PTTOPOUE VA KIVNOOUNPE OTNV KEKAIMEVN PAUTTA PE UN MNOEVIKN
ywvia kAiong (a# 0°) , KaBwg ol KIvouuevol GEoveg TNG UNXAVAS €ival TEGOEPEIC
Kal €101 Ogv ETMTPETTETAI MPETAKIVNON TTPOG Tn {nToupevn kateuBuvon (BA.
oxnua 49) MNa 10 Adyo €autd  XpPeIAlOPOOTE MIO PNXavh TTEVTE Baduwv
eAeuBepiag, TTPOKEINEVOU va XPNOIYOTTOINBEI ETITUXWG N PEBODOG.
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TeAik oA - "Exit hole"

TxAua 47 Apparatus of the method using ramp to avoid thee exit hole formation

ZxAua 48 Surface of the material after accomplishment of the method

Zyxnua 49 The 4-axis machine used in all experiments. Need for a rotating axis in +X-direction
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TeAik@ oupTtrEpAoHATA KOOI HEAAOVTIKA TTPOOTITIKA TNG HEBOSoU FSW

9 TeAIKG CUPTTEPACHATA KOI MEAAOVTIKA TTPOOTITIKN
NG nEBOdou FSW

2TOX0G TNG TTapoUCag epyaaiag ATav n e¢éraon NG neBGdou FSW otav autn
EQPAPPOLETAI O€ KUAIVOPIKA OTOIXEIO MIKPAG AKTIVAG Kal N avatTTugn oTpatnyiwyv
ME OKOTTO Tn PeATiwon TNG. 2ZUPTTEPOCHATIKA, MTTOPEI va  e¢axBei TO
ouuTrépacpa o1l n dladikaoia d€ dlIaPEPEI ONUAVTIKA atTd TV EQAPPOYN TNG
MEBODOU O€ TEPAXIA HE ETTITTEDN YEWMETPIA. EVTOUTOIG, UTTAPYXOUV OPICHEVEG
BaoIKES DIOPOPEGS, Ol BACIKOTEPES EK TWV OTTOIWY TTAPOUCIAZOVTAl TTAPOKATW:

e TTIO ATTAITATIKI KQI TTI0 CUVOETN KATAOKEUN OTNPIENG TEPAXiWV

e Tr0 OUOKOAN avatrTu¢n MeEBOdwV TTPOg atropuyr Tng “exit hole" Adyw
YEWMETPIKWYV TTEPIOPICHWV

e TO gpyaAeio TpETeEl va €xel kKAion otav n pEBodog epapudleTal o€
OWANVeg

ATIO TNV GAAN, ol 10aVIKEG TTAPAPETPOI OEV DIOPEPOUV ONUAVTIKA aTTd QUTEG
otav n HEBOdOG e@appoleTal o€ PETAAAIKG eTTiTTeda QUAAA. O1 TIHEG TTOU
OKOAOUBOUV aTTOTEAOUV OUVIOTWUEVEG TIMEG VIO TNV TTAPAYWYH OUYKOANACEWV
KaANG tmo1étnTag. Ouoikd, dev UTTopoUV va TTPOTAB0UV CUYKEKPIMEVES IDAVIKEG
TIMEG OAAG TTEPIOXN TIMWYV, OTNV OTIOI0 €ival TTo OAvA n TTapaywyn KAaAng
TTOIOTNTAG CUYKOAANCEWV.

TTEPIOTPOQIKN TaxuTnTa N=700-1200 rpm

YPOMMIKA TaxUTNTa OUYKOAANONG f=150-250 mm/min
e ywvia kAiong epyaheioul a = 5°

e [UBIoN gpyaAeiou 010 UAIKS t=0.15-0.25 mm

e JdiGueTpog Shoulder S=15-18 mm

e JdiGueTpog Pin P=5-6 mm

TENOG, utTopEi €1TioNG va €¢axOei To ocupuTTépacua 0TI N EMITUXAG EQApUOYN TNG
MEBOOOU FSW og KUAIVOPIKA TEPGXIa eV TTPOUTTOBETEI TNV KATAOKEUN EI0IKWV
epyaAciwv av Kal Bewpeital 6T UTTAPYXOUV TUTTOI TTI0 KATAAANAOI yIa €QAPUOYN
TNG MEBOOOU OTN OUYKEKPIYEVN YEWUETPIA. [ TO AOYO QuTO , €yIvav KATTOIEG
TTPOTACEIG YIA AVATITULN VEWV TUTTWV PE OTOXO TNV KAAUTEPN ATTOdO0N TNG
MEBODOU OTA CUYKEKPIPEVNG YEWUETPIAG TEPAXIA (BA. KEQAAaIO 8).
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TeAik@ oupTtrEpAoHATA KOOI HEAAOVTIKA TTPOOTITIKA TNG HEBOSoU FSW

AuTi n epyacia avaTTuXOnKe evTOC XPOVIKOU BIOOTAUATOC MIKPOTEPOU TWV £CI
MNVWV KAl CUVETTWG €ival TTpo@aveS OTI TTOANEC  TTTUXEC TNG MEBOdOU dev
eCetaoBnkav evdeAexws. MNa Tnv TARPn Odlgpelvnon NG AsIToupyiag NG
MEBODOU FSW o€ KUAIVOPIKG TEPAXIA, TTPETTEI VA Yivouv eTTITTAEOV 01 aKOAOUBEC
EVEPYEIQG:

e Algpelvnon av Ol CUVIOTWHEVEG TIMEG TTOU TTPOEKUYAV ATTO TNV TTAPOUCA
epyacia Tapdyouv KAAAG TToldTNTAG OUYKOAANOCEIG KAl O€ KUAIVOPIKA
TEMAXIA PE DIOPOPETIKH AKTIVA

o EKTéAEON TTEIPAUATWY PE TA VEQ €PYOAEia UTTO TIG iDIEC TTAPAUETPOUG KAl
OUYKPION TWV ATTOTEAECUATWYV

e AVATITUEN KOl KATOOKEUN TTEPIOCOOTEPWY  TUTTWV  EPYOAEIWV  ME
TTEPICCOTEPA XAPAKTNPIOTIKA KAl TTOIKIAIQ OIA0TACEWY

o Kartaokeurn dlaypaupdTwy dUVANEWY O€ TTOAIKEG CuvTETAYMEVES (polar
force plots) yia Ta diaBéaiua epyaleia

o EKTEAEON TTEPIOCOTEPWY  OOKIMWY agloAdynong (doKIuéG KAPWNS Kal
EPEAKUTOU)

EkTé¢ amd 1a BAPaTa TTOU TTPpOoava@EéPOnKav, UTTApyouv €tTiong didgopa
EUTTODIO TTOU TTPETTEI VA UTTEPVIKNBOUV £T01 WOoTE N diadikaoia FSW va kepdioel
aKOMa TTI0 eupUTEPN ATTOd0XN. APXIKA, UTTAPXOUV dIA@opa ETTIOTAMOVIKA KEVA
TTOU TTPETTEl va KOAU@OOUV TTPOKEIJEVOU Vva yivel KOAUTEPO KaTavonth n
dladikacia kal va BpeBouv TpoTTOI BEATIWONAS TNG. Ta duo TTAéov BgueAidn
Qaivépyeva Tou FSW, n mpdodoon Oepudtntag péow  TPIBAS KOl
TTAPAPOPPWONG Kal N POr UAIKOU Kal N OTEPEOTTOINGN, OEV €ival akOua TTARPWS
Karavontd wg TIPOG TO pnxaviopd Ttoug. Ta Ouo autd @aivoupeva eival
eCAIPETIKNG onMOCiag KaBWG Xwpic Tnv Karavonor Toug eivalr aduvarn n
TTPORBAEWN TNG emTakdAoudng MIKPOOOWNG TNG OUYKOAANUEVNG OIaTOPNAG Yia
0edopéva oUvolo TTapapéTpwy cUP@wva pe Toug Mishra et al (2007, P.351).
EmmAéov, n UtTOpEgn TTpOdiaypa@wy Kal TTPOTUTTWY €ival atrapaitnTn yia TNV
atrodoxn Kal Xprion tnG peBoédou otn Blounxavia. Mévo PEPIKES ETTIOTNUOVIKES
KOIVOTNTEG €ival ETTIPOPTIOUEVES UE TO €PYO TNG AVATITUENG TTPOdIAYPAPWY YIa
Tn dladikacia FSW kai autry n éNAeiyn eival éva onuavtikd eutmédio yia tnv
epappoyn TG o€ Blounxaviko etitredo. Euputepn atrodoxry Tou FSW Ba eivai
EQIKTA NOVO av oI TTPOdIaYPAPES TNG HEBOGDOU yvwoToTToINBoUV Kabwg autd Ba
wbOnaoel duvnTIKOUG VEOUG XPAOTEC va aoxXoAnBouv e Tn péBodo. EmmitTAéoy,
QauTr TN OTIYMA UTTApXEl €TTioNG EAAEIWN dlaBEaiuwy TTANpo@opIiwyv oTn d1EBVA
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TeAik@ oupTtrEpAoHATA KOOI HEAAOVTIKA TTPOOTITIKA TNG HEBOSoU FSW

BiBAIoypagia kal N TTPOcRacn TwV EVOIAPEPOPEVWY OTIC TTANPOPOPIES deV gival
€UKOAN. TéAog, yia o diadedouévn xprion 1ng FSW eivalr emTakTiké va
avaTITUXBoUV XauNAOGTEPOU KOOTOUG UNXAVEG.
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EuxapioTieg

10EuxapioTieg

O ouyypagéac Ba nNBeAe va euxapioOTACEl TO ETTIOTNUOVIKO Kal TEXVIKO
TTPOCWTTIKO TOU IVOTITOUTOU iwb yIa TNV UTTOOTAPIEN Kal yia TNV KaBodrynon
TOUG Kata Tn OIdpKEIa €KTEAEONG TNG Trapouoag epyaciag. 1d1aiTepeg
EUXOPIOTIEC eK@pPAlovTal TTPOG TOV E€TTOTITN TNG €pyaciac Mech. Eng. M.
Ruhstorfer, kaBw¢ kalr otov utreUBuvo kadBnyntry Tou EBvikou MetooBiou
MoAutexveiou K. A. MavwAdko.
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