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ITPOAOT'OX

H mopodoo dSmiopotikn epyacio mpaypoatomomdnke ommv EAAnvikny  Agpomopikn
Buounyavia (EAB) kot 610 gpyactipio Metadhoyvoaoiog tov Tunpnatog MetaAlelodywy
MetaAlovpymv Mrnyavikadv tov EOvikod MetooBiov ITorvteyveiov.

H pelétm g ovykOAAnong pécmv Oeppokpaciav HE ETAYOYIKO TNVIO TPOCQOEPEL
evolpépov medio épevvag, 00Tl 1 ovykekpluévn néEBodog ypnoylomoleitar TAEOV OE
TAN00G EQOPLOYDV.

H aepomopikn Bropunyavia kot waitepa n fropunyovio aepomopik®V KIVNTHPOV OVATTOGGEL
véa VAIKE Ko d1od1Kacieg Ta omoio emtpEmovy PEATIOTES EMOOGELS KOl YAUNAOTEPO KOOT).
210 mAaiol avtd £xovv eEedyBel péBodol GuYKOAANGNS OIS Ol GLYKOAANGELS HECAiMV
OeproKpaCIOV [LE GKOTO TNV KATOOKELT OAAY KOl ETIGKELT] TOADTAOK®V eEapTNUATOV.

Ol GVYKOAMGELS peEGOI®MV BEpUOKPACIOV EMITPENMOVY TNV GLYKOAANGT] TOV KPOUATOV
yopic v &N tov Pactkod VAKOD Tpdya To0 omoio 0dnyel 6€ TOALATAOVS GLVOVAGHOVG

VAMKAOV KOl OVTILETOTION TEYVIKOV TPOPANUATOV.



EYXAPIXTIEX

Mo v oAokANpmon TG SMAGUOTIKNG VTG epyaciag VINpEe €KTOG omd TPOCMOMIKY|
npoonmdfelo kol 1witepn ovuPoAn opwopévev avBpodmwv mov Ba NBeda va tovg
guyoplotom. Apyikd, Oa fBela va evyapiotiow tov emiPAénovro Kabnynt) pov Zmdpo
[TomaegvBopiov o omoiog pe v eumelpion Kot TIG EEEOIKEVUEVEC YVAOOEIS TOL L€
kaBodnynoe. Emiong, 6o MBeha va avapepbd otov Ap. Baociieio Ztepyiov kot va tov
EVYOPLOTACM Y10 TO ¥POVO, TNV LTOUOVI Kol TNV VITOSTNPLEN Tov pov £0e1&e 6e OAn
oapkeln g ovvepyaoiag poag. Ot tedevtaieg evyaplotieg avikovv otov Kabnynm
['empyro ©ovphapn kot v epyastnplakd Pondo pov Avactoacio AleEavopdtov yia v
GLUPOAN GTN SEKTEPALOOT TOV TEWPOUUATOV LOL 6TO £pYacTNPlo Metalloyvaciog.

Téhog, Ba NBeda va eKPPACH TNV ELYVOUOGUVI] OV GTA UEATN TNG OLKOYEVELLG OV KOl
GTOVG PIAOVG LLOL Y10 TN GTHPIEN OV OV TPOGOEPAVE K™ OAN TN SBPKELN TOV GTOVIDV

pov.



ITEPIAHYH

Xmv 7mopodoo  SmA®UOTIKY epyoacio peAeTnOnkav ovo  OeiypaTo  GUYKOAANGE®V
WOTEVITIKOD 0voEeidwTOov YbAvPa pe v pébodo emaymykon mnviov (induction brazing).
O yéAvBag pe Vv popen cwAnvev civar tomov AISI 321, Zta mepdpoto mwov
ekteléotniov otnv EAB éywvav d0o cvykoAAnoelg, n kaOe pio pe SopopeTikd Kpapo
oLYKOAANoNG. TO TPAOTO KPAUE GLYKOAANGNG OV YpMolponomdnke sivar to AMS 4770
(AWS BAG-1A) ka1 to dedtepo o AMS 4772 (AWS BAG-13).

Ot gl vBeg avtoi PBpiokovtar oe agpokvnipa M53-P2 agpookdpovg Mirage 2000 kou
GLYKEKPLUEVA GTOV TTEPBAALOVTO ¥DPO TOV KOADUUOTOS TOV BOAGIOL KAOONG. KOOGS TG
peAETNG avtig efvan va yiverl pia ekTiunom g TodTTog TOV GLYKOAANGE®MY Kol GUYKPLON
NG GLUTEPIPOPES TOV KPAUATOV GUYKOAANONG GE OVTH.

Ot epyaotplokeés avaAdoES Tov  mpaypotomodnkoy  mepAdufovay  MAEKTPOVIKN
pikpookomnio (SEM), apov ta tepdyio mpdto KOTNKOV Kot TPOETOASTNKAY Yo e€€Taon
GTO MAEKTPOVIKO HIKPOOKOTMO Omov Bo @ovodv TuyOv aTEAEIES OVOALTIKG, Ko
otolyelopeTpikéc avaivoelg (EDS) dote va PBpebovv mepiektikdTnTeS oTOEI®V KO
dpopiopol HEG 6T GLYKOAANGT).

Ta arotehéopotTo TOV HETPNOE®V JElYVOUV TG T OEtyHaTo £XOVV GOGTY, OLOIOLOPON
KOTOVOUT TOV KPAUATOS GUYKOAANGNG, OAAG O1 aTéAeleg Oev Agimovy. e d10popa. onueia
gUEOVIoTNKAY  HIKPOSIapoplopol, kevd kot eykAeiopata. Ilapdio oavtd, @aivetar m
cuykOAMon e 1o kpdpo AMS 4770 va epgaviCer KOADTEPO YOPAKTINPIOTIKE Kol UE
TPOCEKTIKOTEPO KAOBUPIOUO TV dOKILimV TPV TN cLVOES umopet vo teletomomBel. Amo
™V OGAAN peptd M ovykdAAnon pe AMS 4772 oeaiveton va avtipetonilel opkeTd
mpofAuata Ady®m vynAdv Beprokpoaci®V Kot advvapio Tov KpAPATog Yo TAP®CT TV

KEVOV (LUKPOTEPT ELYVTOTNTA).



ABSTRACT

This study deals with the induction brazing of austenite stainless steel AISI 321 tubes. The
brazing experiments were carried out with two brazements each one with different brazing
alloy. The first filler metal was AMS 4770 (AWS BAG-1A) and the second one AMS
4772 (AWS BAG-13).

These stainless steels are found on the Mirage 2000 engine (M53-P2) and especially on the
outer space of combustion chamber case. The aim of this study is the estimation of the
quality of these two different filler metals in brazing process.

A total of four representative samples were examined by SEM analysis for more detailed
observation of the morphology and texture of selected shards. Before SEM examination
the brazements were cut and suitably prepared for this procedure. Also, the chemical
composition of brazed joints were examined by using an energy dispersive X-ray
spectrometry (EDS).

The results of EDS proved suitable and homogeneous wetting of filler metals but there are
also some defects. The few discontinuities in braze joints were lack of fill and voids of
filler metal, base metal erosion and flux entrapments. Nevertheless, the brazement of AMS
4770 filler metal seems to present better quality and with better cleaning of surfaces before
brazing, it can become satisfactory. On the other side, the brazement with AMS 4772
exhibits a lot of problems due to high brazing temperatures and lack of fill (lower

viscosity).
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KE®AAAIO 1 - OEQPHTIKO MEPOX

1.1 AvoEeidmtor Xdrvpeg

1.1.1 I'evika wwepi avoleidmtov yorvpov
O avo&eidmtor yaivPeg eivor pio moAd onuovtikny Katnyopia yoivBov pe 600 Poactkd
yvopicpoto:
a) Etvar avBextioi otn 01dPpmon cuykpitikd pe aGAAovg ydAvPeg
B) Iepiéyovv ypodo o avaroyia dvo tov 10% evod pio omovdaio Katnyopia amd owtovg
TEPLEYEL VIKEALO GE LEYAAO TOGOGTA.
2oppava pe 11g Evponaikéc mpodiaypapéc EN 10088, ot xdAvBeg katnyoptomolovviol mg
avo&eidmtor dtav £xovv ynuikn ovvleon pe eAdylotn meplektikdmTa oe ypodpo 10,5%.
[Tapdia avtd, 6Aol ot TOTOL AVOEEIdWTWV YOADP®Y TOV KVKAOPOPOVV GTNV ayopd £XovV
HEYOAVTEPO TOGOCTO o€ Ypdo pe Tipég 13-18%. Avtd ogeidetonr 610 Yeyovog OTL
TpokTiKd yperdletar TovAdyotov 12% Cr, dcte Vo amOKTNGEL EXAPKT OVTIGTACN OTN
daPpwon og voatikd dtudduata. (Casaroli, 2014)
Ta yvopiocpota tov ovoteidntov yoAdOPwv mov Tovg Kabiotohv cmovdaiovg eivar ot
aVTIOPPOTIKEG KOt OVTIOEEIOMTIKES TOVG 1010TNTEG G€ YOUNAEG Kot VYNAES Beppokpacies.
Av1o éxel o¢ amotédecua TV vpeia ypnNom Tovg o€ TANO0C PLOUNYOVIK®OV KOl EUTOPIKOV
EQUPLOYDV.
Ot ydAvPeg avtov T0L TOMOL TaPoLSLALovy avticTacon oty vypn ofeldwon 1N oV
NAekTpoYNUIKY| SdPpwon, péca o daPpwtikd mepiaiiovta, Pounyavikés TepLoyEg K.o.
‘Eva eEapetikd opaotikd oafpotikd mepifdilov eival avtd mov onpiovpyeitor pe v
oLVEPYELDL VYNADV Beplokpacidv Omwg cupPaivel ota eaptiHate TOV Kopiveov 1 o
eCapmuota Kivntipwv. 'Etot, éva GAAO oMUavTIKO YOpaKTNPIoTIKO VTG THG KOTNyopiog
yoAOPov elvarl n avtictaon oe 0&eidmwon oe vyNAEg Beprokpaciec 1 o€ ynukn dfpwon,
ov cVVNO®G cuvavtaue o e€aymyEg Bepudv aepiv, dOmmg og Eva, AEPOTOPIKO KIVITHPO.

Ocov apopd ) cvvBeon TV avoleldnTmv YaAdbPov mepiéyovy anapaitnta 6ionpo, og To
KLPLOTEPO GLOTATIKO KOl XPOUO ©G Pacikd kpopatikd ototyeio katd g ddfpwong. To
YPOUO OVTIOPOVTOS YNUIKAE pe To 0Euydvo Tov aépa dnUovpyel £va oTpduo TadNTIKOD
ofewiov empaveiakd Cr,03z, to omoio TPOCTOTEVEL TO VLWOKEIPUEVO UETOAAO OO TNV
ofeldwon o6tav ovtd ektebel oe ocvvOnkeg dwPpwtikov mepPdAiovtog. e OplGUEVES
katnyopieg yohOPov ocvppetéyelt ko 10 vikéMo (Ni) o¢ Pacwkd otoyeio Katd ™G
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duPpwons. Ot avo&eldmtor ydAvPec umopohv vo TEPLEYOLV, GE WIKPEG TEPIEKTIKOTNTES
dudpopa otoryeion OT®MG poAvPdaivio, Pavadio, alovpivio, VioPlo Kot TITAvio, To Omoia
BeAtidvouv optopéveg 1010tNTEG TV YoALPoV avtdv. Ta otoyeion poyydvio Kot Topitio
npootifevtal 6 YOUNAEG avaloyieg dOTE Vo PEATIOGOVV TIG HNYOVIKES 1O10TNTES TOL
x0APBa.O dvBpaxag kot To alwto Tailovv aviloyo pOAO OTMG Kol GTOVS KOWOLG XAALPES,
o¢ otoyeion mopeuPorng. Xtovg omovdatdTEPOVS avoEeldmTOVg YAALPEG O AvOpaKOC
aroteAdel avemBoun akabapoio. Ot o cuvnbiouévec TeplekTikdTNTES G€ AvOpaka givat
Kkdto tov 0,1% M ko 0,05%.01 kpapotikés mpooiEelg Ppickovral 6e VYNAES avaroyieg
MOTE VO TOVG YopakTPilovy MG 1oYLPE KPOUATOUEVOLG YEAVBEG.
Ot téooepig kupleg "owkoyéveleg" avoleidmtmv xaAPwv, BAGEL TG LWKPOSOUNG TOVS GTNV
neppdArovca Beppokpacio stval:

¢ Maoaptevottikoi ovo&eidmTot yaAvpeg

o Ogpprrikoi avo&eidwtot yoAvPec

e Qotevitikol avo&eidmTot xdAvPeg

o Qotevitikoi-gepprrikoi, duplex avo&eidwrot ybAvPeg

Mio mépmntn xotmyopion pmopel vo mpootebel, ovt) TV avoteldwtov  yoAvPov
oKANPOGEMG d10. KOTOKPNUVIcE®S. At 1 opdda yoAvPov dev mpocdlopiletar Pdoet
LETOALOVPYIKNG KPOJOUNG, ALL TePIocdTEPO amd TG Depkég KOTEPYAGIES KOl TOVG

LUNYOVICHLOVG GKANPMOGE®MG Y10 TV Tapoywyn Tovg. (Casaroli, 2014)

1.1.2 To owbypoppa woopponiog pacswv Fe-Cr

O mepiocdtepot avoleidmtol ydAvPeg meptypdeovior omd To SoypAUUOTE 1GOPPOTIOG
odoewv tov ovomubdtov Fe-C, Fe-Cr-C xor Fe-Cr-Ni. Ta Odwypdppate  ovtd
poceyyilovy TNV TPAYUOATIKY] UIKPOJOUT] TOV OVOTTOGGETAL GTIG GUYKOAANGELS, 1 Omoia
umopel va etvar Ayo dropopetikn). Avtd ogeileton gite 610 TANOOG KPAUOTIKOV GTOLXEI®V
oV MEPLEYOVV Ol avoeidmTtot YdAvPeg Kot T0 HETOALO GLYKOAANGNG, €lte GTNV pHEYEAN
TayvTNTO TOV GvuPaivouy ol peTacyNUATIcHol Pdcemv e mpaypotkés cvuvonkes. To
YPOMO amoTeErel PaCIKO KPALATIKO GTOLXEID TV avVOEEIdWTWV YOAVPOV KO TO SUOYPOLLLLLOL
@AcE®V CONPOL-YPOUIOL TEPLYPAPEL TIC PACELS oppomiag TV YoAOBwv avtdv. To
YPOULO Kot 0 GidNpog £xovv apotPaio ameploplotn SoAvTdTTA TOGO GTNV VYPN, OGO Kot
01N 6TEPEQ KATAGTAGN. AVTO givorl AmOTEAEG O TNG OLOL0G KPVGTOAMKNG OOUNGS, TOV 1010V

60£voug Kat Tov TAPATAGLOV ATOUIKOD aplOpov.
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Eixova 1:Aicypoya 1copporiog pacewv Fe-Cr

210 obypoppa e Ewdvoc 1 mapatnpovpe o€ yoapunAég TePIEKTIKOTNTEG YPOUIOV Kol GE
Oepurokpociakd evpog petacd 910 kot 1400 °C, vrapyet Evag Ppéyog matevitny. Avtdg o
Bpoyoc mapovcidlel cav péyiotn meplektikotta o Cr 12-13%, dnloadn n ©CTEVITIKN
@aon oev vmapyel oe kopio Beppokpacio v kpapato pe Cr dveo g oplokng avtig
TEPLEKTIKOTNTOS. To Ypdo dev ep@avifel e5poKEVIPOUEVT AALOTPOTIKY| LOPYPT, OTMG O
cidnpog, kot meplopilel TV TEPLOYN Y TOL OAYPAULATOS GE PpoY0, 0 omoiog mepIPAALeTOL
amd TN SWPACIKN TEPLOYN OFy. ZTNV LIOAOUTN £KTOGCT TOV OlOYPALUATOS EMIKPATEL M
YOPOKEVIPOUEVT) KLPIKT) doun L.

To ddypappo epeaviCel  ~"@bon ¢ yOpw amd TNV 1CATOUIKT OVOAOYioL GLONPOL Ko
ypouiov, mov avtictoyyel oe 45% «.p. Cr. H @don ovt) mapammpeitor og youniég
Beppokpaocieg katm tov 820°C evd oe vymAdtepeg Beppoxpacieg daivetar. Emiong, amod
10 O1dypapplo gtvat ELEAVIG 1 TOPOVGia SIPAGIKNG TEPLOYNG OFC, OEEIE Kot aptoTepd amod
™ povoeaocikn meployn. Etot, elval duvaty n epuepdavion g @edong ¢ oKOUn Kol o
kpapota pe 20% Cr, ktow and opiopéves cvvinkes. H mapovsio g @aonc avtg oTig
ovykoAMoelg Tov avoleldmtwv yoAOPwv sivar telelwg amayopevpévn kabdg elvan

eEarpetikd VOpavGTN Ko Tpokarel paydaio TTdoN TG SuoHpavoTdTNTAS.
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1.2 QoteviTikoi avoeiomTol yoAvfeg

O1 wotevitikoi avo&eidwtot yaAvPec avikovy oto tetpapepéc ovotnua Fe-Cr-Ni-C kot yio
TNV TEPLYPAPT] TOVG YPNOLULOTOOLVTAL Yevdodiuepn dwaypdupota. Exkmtpocomovv
peyolvtepn Katnyopio avoEeldwtov YoAOPwV Kot Tapdyovtol 6 PHEYOADTEPEG TOCOTNTEG
o€ oLYKplON UE TIC vwoAowec kotnyopies. ‘Exovv oavtoyn mapopola pe ekeivn tov
podokdv yorOpov. Exouv emiong wkavomomtikéc 1010t1ec o€ younAéc Beprokpacieg Kot
YU oUTd YPNOUYOTOOVVIOL GE KPLOYEVIKEC epapuroyés. [Tapovosialovv pio HLovoQoGiKN
dopun, TOV KPLGTOAAMVETAL GTO EPOKEVIPMUEVO KUPIKO GUOTNUO KOl dtoTnpeitan og Eva
peyaio gvopog Bepuokpactdv. Avti n dourn ivor amotéAecpo amd TNV 1GOPPOTIN TOV
KPOUOTIKOV OTOXEIOV oL oTaOEPOTOIOVY TNV MGTEVITIKN (@dor. Emedn, Ouwmg, ta
Kpapoto ovtd eivor Kuplowg HovoQAciKd UmTopovv vo gevduvapmBodv povo pe oteped
SwAvpato 1| 1e yoyxpn katepyosio, pe eE0IPESN TOVG CKANP®UEVOLS S0l KOTOKPNUVICE®MC
MOTEVITIKOVG YAALPES. XPNOUOTOIOUVTOL GUYVE GE EPAPUOYES OTOL OTOLTOVVTOL KOAEC
avTOWPPOTIKEG 1WO0TNTEG TNV oTHOCcEOpa 1 o€ vyniég Oeppokpacies. Nevikd ot
wotevitikol xdAvPeg elvar GuyKkoAMGLoL, £V akoAovONBovV o1 KaTtdAANAES TpoepyaTies.
Ta otoyeia mTov TPOo®HOHV TO GYNUATIGUO TOL OGTEVITN, HE MO aEOGNUEIMTO TO XPDOULO,
npootifevtal otovg ydAvPec oe peydreg mooodtTeG (Yevikd mhveo amd 8% KkB). AAla
ototyeia mov gvioyvouvv tov wotevitn givarl ta C,N kot Cu. O dvBpaxog mpootiBetan yia ™)
Bektioon g avtoyng oe vymAég Beppokpaciec, evd to N mpootifetarl o pLeptkd kpapota
Yy TNV ovénom g avtoyng Kupimg o€ yaunAég Beppokpaciec. Ta kpdpata mov avéavovv
mv avtoyn tovg pe mpoohnkn N yapoaktnpilovror pe to mpoddepo N mov akorovBel v
ovopaoio g ogpdg AISI 300. H xatnyopion AIST 200, eivon emiong evovvapmpévn pe
TpocOnKkn al®OTov Kol avoQEPETOL UE OAPOPES ovouacies, Om®G Yo TopAdeLyLLo
Nitronic®. (Lippold, 2005)

Or wotevitikol avo&eidmTotl ydAvPeg yevikd £xovv KA OAKILOTNTO Kot GKANPOTNTA, EVED
TPOCPEPOLY KON dapopematpudta o eopticels. Eivar mo axpiPoi and poprevortikd 1
YOPNMANG  TEPLEKTIKOTNTOG  Ypouiov  @eppltikd  kpapata, e&outiog g VYNANG
MEPLEKTIKOTNTAG OE KpopoTikés mpoodnkes. Ilapd 10 KOGTOC, TPOGPEPOLV  SKPLTA
UNYOVIKE — TAEOVEKTNUATO, E€WOWKA OGOV a@opd TNV  OHOPOOGIUOTNTO KOl
GLYKOAANGUOTNTA TOVG,.

Ot wotevitikol avoeidmtot xdAvPeg ypnoomolovvtol o€ £vo peydlo TAN00g epaproymv
OT®OG OOUIKT EVIOYLON, OPYLTEKTOVIKY] XpNom, e€omhopdg kovlivag kot ttpikd epyoieia.

H ypnon tovg dev dikatoloyeitor povo yioo TV aviictoot tovg ot ddfpmon, aAld Kot
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EMEON EVOL LOPPOTOMGIHOL, KOTACKEVAGIHOL Kot avOekTucol. [Tpémetl va onueiwbei g ot
Kool motevitikol avo&eidmtol yaAvPeg dev gival KOTAAANAN emloyn o€ mepPaiiovta
omm¢ 10 Bohacovd vepd, YAmplovya Kot KovoTikd mepipdiiovia. Avtd opeideton otnv
gvaucnoio Tovg otV £pyodldPpmaon, £vo pavOUEVO OV TPOGPRAALEL TO UETOAAO BAonc,
v Oepukd emnpeoacpévn (OVN Kot T0 HETOAAO GLYKOAANONG GE OLTH TNV KaTnyopio
yoAvPwv. (Lippold, 2005)

Ot wotevitikol avo&eidwtol yaAvPec mepriapPdvouvv 1 oepég kpaudtov 200 ko 300,
onw¢ mpoPAémetar amd 10 Apepwkdviko Ivotitovto Xidnpov kot XdivPa (AISI). Ta
Kpapato g oepdg 200 mepéyovv vymid emineda dvOpaka, poyyoaviov kot aldTov Kot
ypnowonoobvtar o eWkég  gpapuoyéc. To  kpdpato ovtd  €xovv  yapnAdTEPN
neplektikomTa 6€ Ni amd ta kpdpata g oepds 300. Ta kpaparta g oepdg 300 givor Ta
TEPICCOTEPO YPNOLUOTOOVUEVO. GE ddpopes epappoyés. Ztov Ilivaxa 1 ¢@aiveton o
Alota pe Ta TEPLecdTEPO KOva Kpapota tg oepdg 300.

Ta mo moAd ypnoomotodpueve Kpapota, O0rtwg ot tomor 304,316,321 wor 347 wot ot
mapoAdayés toug, glvar tomov "18-8". Ot tHmor L aviumrpocommehovuv kpapoTo yopUnAng
meplekTIKOTNTOg GvBpaka, pikpotepns amd 0,03% wotd Papog ot €xovv PeAtimpévn
avtoyn o€ mepikpvotarhky Sidfpwon o dafpoticd mepipdirovia. Ot Tomor H €yovv
neptektikonta o C mepimov 0,1% watd Pdpoc kot ypnNOYOTOOVVIOL GE LYNAESG
Beppokpaocies, kabmg Exovv peyaldtepn avtoyr o€ VYNAég Beppokpacies and to VOO
wotevitikd kpdpata. Or Tomor N €yovv mpocsOnkn aldtov 0,2% xatd Papog otn cepd
kpapdtov 300 (304N, 316N) kot akdun pHeyahdtepn TEPIEKTIKOTNTA GE KPALATO LE VYNAL
mocootd Mn (to Mn av&dver ) dwwAvtotTo Tov al®TOL GTNV MOTEVITIKY edon). To
avénpévo N Bedtidvel v ovToyn Kot v avtiotaon o€ ddfpwon pe PEAOVIGLOVG GTOVG

woTeviTikovg avoeidmtovg yaivPec (Lippold, 2005).
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IHivakag 1:X00t00n KOIVOV GQUPHLATOV WOTEVITIKDV AVOLEIOOTMV YalDfwv

f Composition (wt%)®
Type  UNS No. C Mn P 8 8i Cr Ni Mo N Other

Part 1: Covered Electrodes from AWS A5.4
219 W32310 0.06 8.0-10.0  0.04 003 100 19.0-21.5 5570 075 0.10-0.30 —
308 W30810 0.08 0.5-2.5 0.04 003 1.0 18.0-21.0 9.0-11.0 075 — —
308H W30810 0.04-008 0.5-2.5 0.04 003 10 18.0-21.0 9.0-11.0 075 — —
308L  'W30813 0.04 0.5-2.5 0.04 003 10 18.0-21.0 2.0-11.0 035 - —
300 W30910 0.15 0.5-2.5 0.04 003 L0 220-250 120-140 075 —_ -
300L  W30917 0.04 0.5-2.5 0.04 003 L0 220-25.0  12.0-140 075 - —_
310 W31010 0.08-0.20 1.0-25 0.03 003 075 250-28.0  20.0-225 075 —_ -
316 W3ls10 0.08 0.5-2.5 0.04 003 1.0 17.0-200  11.0-140 2.0-3.0 — —
316H  W31610 0.04-0.08 0.5-2.5 0.04 003 10 17.0-200  11.0-140 2.0-3.0 - —
316L W31613 0.04 0.5-2.5 0.04 003 1O 17.0-200  11.0-140 20-3.0 - —_
317 W31710 0.08 0.5-2.5 0.04 003 10 18.0-21.0  120-140 3040 — -
31TL W31713 0.04 0.5-2.5 0.04 003 1.0 18.0-21.0  12.0-140 3.04.0 - —
330 WB88331 0.18-0.25 1.0-25 0.04 003 090 140-17.0  33.0-37.0 075 — —
347 W34710 008 0.5-25 0.04 003 1.0 18.0-21.0 9.0-11.0 075 — Nb: 8 % C-1.00

Kpdpata mov mepiéyovv titdvio kot vidpro, 6mtmg ot oot 321 kan 347, givatl yvootd og
otabepomomrikoi TOMOL, Kabdg N TpocHKn TV dV0 avT®V oTolKElwV cTabepomotel To
Kpapo €vovtt Tov oynuaticpotd kapPdiov tov ypopiov M23Ce. Emeldn to vidpio kou 1o
Titdvio  oynuoatiCoov ko ta dvo koapPidie tomov MC oce vyniég Oepuoxpaciec, o
oynuatiopdsg kapPdiov mhovciov oe ypopo mepopiletar. H mpocshnkm twv ovo avtodv
otoeiwv o€ T0c0oTd £m¢ 1% Kotd Pépog petdvel o mocootd C g UnTpos Kot Kobiotd
NV KoTokpiuvion kapPdiov tov ypopiov dvokordtepn. To yeyovdg avtd odnyel ot
peiwon g mBovoTnTag Y10 TEPIKPVGTAAMKY SLAPPOGCT GTOVE MGTEVITIKOVS 0VOEEIDMTOVG

xOAvPec.

1.3 M£00dot1 6vykorlAnoG necaiov Osppokpacidv (Brazing)

1.3.1 I'evika mepi brazing

H ovykoéiinon brazing, Pacet g American Welding Society, eivat to cvvolo TtV
pefddV cuykOAANONG, Ol omoieg TMAPAyovV €VEoT LVAIK®OV HEG® OEPUAVONG TOLG OF
KatdAANAN Beppoxpacio yopic v ™éN T0L Pactkod petdAlov. Xpnoyonoteitol pLétairo
npocOnkng (filler metal) pue Beppoxpacio ™éewe nave amd tovg 450°C Kot KGT® omd ™
Beppokpacia otepeonoinong twv petdAiov PBdong. To kpdupo Tov LAIKOD GLYKOAANGTG
npénet va. yOel o Bepuokpacio mave and tovg 450°C dote va cuvdésel To. HETOAAD
Baonc, ta omoio eivar tereiwg oteped ot OBepuokpacio cuykoOAAnons. To mpdcheto
UETOAAO péel LETAED TOV GTEVOD TEPACUATOC AVANESH GTO OV0 UETOAAN, LEGM TNG dPAomNg

TOV TP1LYOE0VE atvouévon. Ot dlapopetikég dradikacisc brazing dioywpilovrar cdupwva
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pe ™ péBodo mov epapuoletor  0Epuavon. Ot o evpEmg S1OESOUEVES TEYVIKES elvar pe
nmopcd (torch brazing, TB), oe @ovpvo (furnace brazing, FB), pe emaymyn (induction
brazing, IB), ue avtiotoon (resistance brazing, RB), ue sufdntion (dip brazing, DB), pe
vrépuBpec (infared, IRB) ko pe didyvon (diffusion brazing, DFB).

Mo v emitevén piog KOANG oOLVOEONG GE OMOONTOTE TOPUAAAYY] TNG OLOIKAGIOG
brazing to uépn mov Aaupdvovv uépog mpémel va eivar Kat@AAnAia kabapiopévo kot
npootatevuévo amnd ektetopuévn ofeidwon péow ypnone ocvAlmacuatog (flux) M
TPOCTATEVTIKNG atuocpupas. EmmAéov, ta petadlikd uépn mpénel vo oyedtalovrol €161
wote 0tav evBuypappiCovior KatdAinia vo pumopel vo dloappedoel TO VAMKO GUYKOAANGNG
AVAUESH TOVG LECH TV TPLYOEWMV PAIVOUEVDV. AKOpo Ttpémel va emdeyDel Bepuavtikn

puéBodog 1 omoia va Tapdyet TNV KatdAAnin Beppokpacio cuykOAANOTMG Kot Stovopr| Tg.

1.3.2 Apyés ko Tpoimodéoerg
Yto brazing n Bepuokpocio Tov cLGTIUATOG AVEAVETOL UEYPL TO GNUEID TOV TO UETAALO
TpocONKNg TKeTaL Kot yepilel To kevd ToL GUVIESHOV HETAED TOV HETAAA®Y. AVTN 1| poT)

TOV HETAALOL GLYKOAANONG PaiveTan otnv Ewkova 2.

avele PN orceor
JOIN.iGAP ’////////////////////////// un FILLER METAL

~¢———— DIRECTION OF FLOW

BASE MATERIAL

Eixova 2: Zynuotixy avaropdotacn tov evvdoéouov brazing

2T MEPIOCOTEPEG MEPWMTMGES 1 OAANAEmidpacn petalhd TOL AOUEVOL UETAAAOV
TPocOnKNg Kol Tov petdAlov Pdong omodidel petaAlovpykd déocwuo otav to filler
OTEPEOTOLEITOL. XTO YMOPO TNG EVOONG KOU TAVE OTIS EMQPAVEIES TOV UETAAA®V
oLYKOAMoNG AauPdvouy ydpo Pactkég Kol TEPIMAOKES UETOAAOLPYIKES KoL YNUIKES
avtidpaoels. ‘Etot, mpv to brazing yiveton ektipnon tng moAvmAokdTTag TG Slodtkaciog
YOl TO GYESIOOUO KOl TOPOYMYT TOV CUYKOAANCEWDV UE EAEYYO TOV QUOIKAOV KOl YNUKOV

wothtov. To eawvopevo g dafpoyng Tov uetdAiov Baong and to filler anattei otevn
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emoen Hetalld Tovug Yo TNV avAanTLEY TOL OEGHOV TOV TPOPAETETOL. APOV EEACPUAGTOVY
ot 6LVONKEG AVTEC, O TPLoEldElG duvapelg Tpombovv ) por tov vypov filler kot dpovv
MOTE VO YEUIOEL TO KEVO TOL GLUVOESUOL amtd TO VYPO pétarro. H dafpoyn kot n pon tov
filler exnpedlovtan évtova, amd TIg YNUIKES OVTIOPAGEIC TTOV GLUPBOIVOVY OTIC SIETIPAVELES

Kot H€oa 6To PHETOAAO TPOSHNKNG, OAAL KOl OO T YEMUETPIO TG CLVOEONG.

1.3.3 H ovykoAiinon brazing

‘Eva Bacikd mheovéktnuo tov brazing esivar 611 ot Beppokpacieg ocvykOAinong eivau
YounAotepes ¢ Oeppokpaciog ™MENG TV peETOAAV PBdong. ‘Etotl, ot dwdtnteg tov
petdAlov Baong emmpedlovrol Aydtepo amd T SodKaGio KOl TIG VTOAEWTOUEVEG TAGELS
pe ovvémea T younidtepn dwbonaon. [Hopdra avtd, dipopa petovektiuata oyxetiCovio
ue to brazing, 6nmg n dvokoAio EPAPUOYNAGC UM KATAGTPOPIKOD EAEYYOV GTO GUVOEGHO TNG
ovyKOAANone. Eniong, avaloya pe v mOALTAOKOTNTO TOV TERAYIOV UTOPEl Vo ypEloTEL
KATOAANAY GUYKPATNOT TOVG HEGH GE GTEVA Opla, MOTE Vo dleKTEPIwOel 1 GVYKOAANGN.
O petarrovpyikec mpodmobéaelg mov ennpedlovy avTég Tig dradtkacieg TotKiAovy amnd Tig
WWOTNTEG KOl TN OTEPEOTMOINGCN TOL TNYUEVOL HETAAAOL UEYPL TIG OVTIOPAGELS TNG
dlemdvelog Tov HETAAAOL Bdong, KoM Kat ot LGIKEG Kot TEPPAlovses cuVONKeg VIO
TIG OTOLEC YiveTal 1] GLYKOAANON.

>1o brazing 1o npdcbeto pétodro dravépetor HeETa D TOV EXPAVEIDOV TNG GVVIESTG HEC
TOV TPLYOEWOVS patvopévov. H por tov vypod petdAiov 6t cuykOAAnon e&optdtol amd
NV EMPOVEIONKT] TOL TAGCT, TO YOPOKINPIOTIKA VYPOTOINoNG KOl TS QPUOIKEG Kot
UETOAALOVPYIKEG TOV OVTIOPACELS e To HETOAAN Bdong kot Tor o&eldia mov TeEPLEYOVIOL GE
avtd. Emmiéov, 1 tpryoetdng pon emmpedletarl Kot and tnv ELPEVICT] VOPOSTATIKNG TEGNC
aVAESO GTI GLYKOAANOT).

2mv Ewova 3 mapovsialetar amhomompévo oy g oPpoyng g cuykOAANonG, mg
@OVOUEVO GTO 0010 TO VYPO TPHGOHETO PLETAALD dlappEel Eva AEMTO GTPOLO TOV GTEPEOD
petdiiov PBaonc. Edv n yovia emoaeng avapeco o1o otePed Kol TO VYPO UEPOG TNG
oLykOAMoNG eivarl pukpdtepn tov 90°, avtd VIOdEKVVEL KAAN dafpoyn, eved av gival

peyolvtepn tv 90° dev €xet yivel koA GLYKOAANON.
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VAPOR

VAPOR
LIQUID
)

LIQUID
v/, SOLID ///]

(A) Contact Angle Greater  (B) Contact Angle Less
than 90°—No Wetting than 90°—Wetting

Eixova 3:I'wvia diafpoyns tov mpocbetov ustdiiov brazing

Opwopévec ovykolnoelg brazing yivovtor o€ € eyyOpevn oTHOCQAPE OOTE VO
dlc@aricovy KoAn OwPpoyn kot Olddocn, HE YPNON VOPOYOVOL KOl GUOGTNUAT®V
avappoOPNoNG. Xe OovT TNV Koatnyopio, onuovtikd poro otnv modtnta moiler M
aAAnAenidopaocn HeTOED TOL VYPOD HETOAAOL Kol TOL METOAAOL Pdaomg. Xe GAAeg
nepumtdoelg brazing, m ovykdAinon vmoPonbeitar and cvAdimacpo (flux), to omoio
SLHOPPOVEL GUVONKES TAPOUOLES LE TNG EAEYYOUEVIC OTLOCOUPOS KOOIGTOVTOG OEKTIKT
v emeavelo o€ daPpoyn. Emiong, 1o cuAATAGHO amopakpiveL Ta TEPLEGOTEPQ 0EEIdLN,
evo ta o&eida tov Cr, Al, Ti kot Mn propei va ¥pelactodv E101KN AVTILETOTION.

O «oxhog tov brazing amoteleiton amd Oépuavon péypt pio avotepn Oeppokpocia,
dwpnon ¢ Beprokpociog Yo cuykekpluévn oldpkelo kot omdyulrn. v avaTotn
Oeppokpaocia, Tov 10 VYPO HETOALO BPICKETOL GTO GUVIEGHO, AUPAVOLY YDPO SIAPOPES
UETOAALOVPYIKEG AVTIOPAGELS LE TO UETOALO PAomg. AVTEG Ol VTIOPAGELS OVOPEPOVTOL MG
duyvon N OPpwon kot o pvBudg ddyvong Tov peTdAiov Paong e€aptdtor amd To
apoBaio Opra daALTOTNTOC, TNV TOcOTNTO TOL JBECIOV HETAAAOL TPOGOHN KNG TN
oLYKOAAN G, TOV KOKAO TOL brazing kot tn duvatoTtnTo GYNUOTICUOD EVTNKTIKOV YOUNADV
Oeppokpacidv. e OpIGUEVO CNUAVTIKO LETOAALOVPYIKE GUGTILOTO OVAUEGOH GTO UETAALO
TPOcONKNG Kot 10 LETOAAO Paong oynuotileTor pio evOLAUeST oTPOGT ond JIOUETAAMKES
EVAOCELG, Katd TN cvykOAAnomn. O Babuoc g SIUUETOAAKNG avATTVENG Kol O TOTOG TV
edoeov mov oynuotiovior pmwopovv vo OAAGEOLV  OLCIACTIKG TIG 1OOTNTEG TING
GLYKOAANONG KOl O GYNUOATICUOS TOVS TPOPAETETOL OTO TAL S1OYPALLLOTO PACEDV.

AxoBapoieg kol pumor Aapfavovior coPapd VTOYY KATA TN GLYKOAANGN, APOV UTOPOVV
Vo EMNPEACOVYV TO GYNUOTIGUO TNG cLVOEONG Kat TiG W0TTEC TS o mapddetypa, to
vroiewmopevo Beglo umopel va mpokaAécer mrwyn pon 1M Oepun poyudtowon ot
ovykOMnon. Ot 1d0tnteg tov ocvvdéopov brazing e€aptdvioar omd TO  EMITVLYES
UETOAAOVPYIKO OGO OTIS OLEMPAVEIEG KO TNV TEAIKT] oOvOeon Tov  PETOAAOL

ocvykOAMonG. Otov 10 TEUAYIO GLYKOAANGNG OVOUEVETOL VO ETMLYEPNOEL GE VLYNAEC
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Beppokpaocieg 1 va ektebel oe dSauPpmtikd mepifdiiovta, TOTE ival oNUAVTIKOG 0 EAEYYOC
TOV HETOAAOVPYIKOV 1010THT®V. [0 avtd 10 AdYO, Yyivovtal GKANPOUETPNGELS GTOLG
GUVOEOUOVG GE OLATUNGT, OMMC KOl HETPNOELS OLVOK®V 1WOOTATOV VIO GLVONKEG
gpmuouol, KOmwong Kot epyodtdfpwonsg. EmumAéov, olveton peydAn mpocoyn o1
dteiodvon Tov VYPoD peTAAAOL TPocHNKNG HeTaD TV KOKK®OV TOL peTdAlov Bdong, S0t
odnyel og yabvpotnta. Ta duvapikd yopaktnplotikd tov brazing mpémetl vo eAéyyovtat Kot

va dlveton PeYdAn Tpocoyn 6T SLAyLoT Kot TIG LETAALOVPYIKEG OAAAYEG.

1.3.4 Ta xOpra otoyeia g dwwdikaciog brazing
O unyavikog cuykoAcewv mpémetl va AopuBdavel vToyy Tov TV a&lomoTio Kot T0 KOGTOG
Kot t0 oyedacud g ovvdeong pe brazing. H avtoyn tng ovvdeong, n avrtictaon oe
kOmwon, N evoicOncio oe daPpwon Kot n otabepotnta oe VYNAEG Beprokpaocieg sivor
mapdyovteg mov Kabopifovv TV Moy Tov GYESIOV TNG CLYKOAANONG, TO HETOAAQ
TPOCONKNG Kot TG TapAUETpoVs NG ddkaciog. o v mopaymynq KAVOTOMTIK®V
ovvdéoemv brazing amatteiton TpoceKTIKY Kot EEVTVT EKTIUNGT TOV TAPAKATO GTOLXEIDV.

e Pon petdAiov mpocHnkng

o  Xoapoaktnprotikd petdAiov Bdong

o XopaKkTnpioTikd HETAALOL TPOGONKNG

e [Ipoctopacio empoveimv

o  Xyedl0oUOC GUVIEST|G KOl ATOCTAGELG

e  Oeppokpacio Kot xpoOvog

e PuOuog kot mnyn Beppodttog

e I[Ipoctatevtikn aTpHOGEAIPA 1) CLAMTOG LN

1.3.4.1 Pon} petairov mpocOnKng

H dwppoyn eivor évog onpoavtikdg mapdyovtog g dadikaciag brazing. H pikpn yovia
EMOPNG TOV GLVETAYETOL KOAN Oafpoyn elvarl emiong amapaitntn, oAAd Oyl apKeT) omd
povn g v oot pon. To 1€ddeg elvar emiong onpoavtikod, agod pétailo TposOnKng pe
YOUNAG onpeia THEEMG Kot KOVTA 6€ EVTNKTIKEG GVVOESELS YEVIKA £XOVV YaUNAG 1EDOES OE
oxéon pe avtiotoryo pe vynAd onueio MEemc. AKOUA, 1| VYNAN EMOAVEINKT TACT TOV
vypov filler, n uwpf yovia emoenc kot 1o yapnio 1Eddeg sivar dha embountd. H
pevotdtTo £lvor 1 1010TNTA TOL PETAAAOL TPosHNKNg mov kabopilel TV andoTaon TOV

avtd Bo Stavioel pakpld and v apykn tov Béon Adym g dpdong Tov TPLYoEB0vS
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QovoréVoL. TO TPLyoeldég atvopevo gtvat 1 duvaun 1 omoia Tpowdel To VYPO PETAALO VoL
épOel o€ EmMOQN LE TO OTEVA TOWYMMOTO TOV cLvdEouov brazing. Avti 1 KavOTNTO TOV
filler, va droppéet petal&d twv dVo petdAlmv Baong, enttpénet Tig cuvdéaelg brazing. Xtnv
Ewova 4 divetar oynuatika n pon tov filler kotd t didpkeia tg cvykdiinong (oerlikon,
2014).

Capillary force enhanced brazing Filler material in place

Before brazing

Duwirineg brazing

S
HE e

Eixova 4:Apdon tpryosidovs dvvoung oto brazing

o cwot pon, To filler dev mpénet va avénoet  Bepuokpacio THENG TOL AKOMO KOL OV 1)
ovvBeon| Tov aALGEEL amd TV TPoGHNKN LETOAMK®V oToLyEiwV Ady® Sidyvong. Avto gival
onuovtikd 610tL Kotd to brazing n Oeppoxpacio cuykOAANoNGg givol Alyo avdTePN NG
Bepuokpaciag ™éng tov filler. H ynuukr odvBeon kot 1 EMQavelKn EVEPYELD TOV VYPDV
Kol otepedv ovapévovior va mapopeivouv otobepd. Iapoia ovtd, oe mpoyuoTiKEg
cuvOnkeg cupPaivovy o1 TaPAKATO AVTIOPAGELS.

o Tymuotiopdg KPAUATOg HETAED VYPOL Kol LeTAALOL Bdong

e Awdyvon tov petdArov Péong oto HETOALO TPOGONKNG

e Audyvon petdAAov TpocHNKNG HEGH GTOVS KOKKOLG TOL HETAALOV PAong

e Atgiodvon Tov petdAhov TPocHNKNG GTa OPLe TOV KOKK®V

o ZyMUaTIoUOG OULUETAAMK®DV EVOGEDV

[Mpaxtikd ot mopamdve oAANAETOPAcES GUVHOWOE EAAYIOTOTOOVVTIOL EMAEYOVTOS TO
KatdAAnAo pétaddlo mpooOnkng. Me ovtdév tov Tpodmo, M Oeppoxpacio cuykOAANoNg
datnpeitar 660 yoaunAd yivetal, oAAG apkeTd YA yia v mopaywyn ponc. Emiong, n
dapkela g BEépuavong eivor pikpn kot 1 amdOYvén g GLYKOAANONS YPNYoPN, dixmg vo
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npokaAeital poyudtoon 1 mapapdpewon. Otav oamorteiton  brazing pe dudyvon,

epappolovpe vynAdtepeg Beppokpacieg Kot pe peyardtepn ddpkela BEppavonc.

1.3.4.2 XopokTnploTika petairov faong

To pérorrho Baong £xel mpotapykd poro otV avtoyn g cvykoAnong. 'Eva peyding
avToynG WETOAAO Pdomng mapdyel GLVOEGHOVE LYMAOTEPNS aVIOYNG Omd €va avTioTOL O
HOAOKOTEPO. XE TEPMMTMOOELS TOV OLPOPETIKG UETOAAQ OTOTEAOVV TI GLYKOAANGM Ko
umopel va oynuatictobv 1 va koAveBodv kevd kabdg m OBepudtmra Soyéetor otV
KOAANGY, O GLVTEAEOTNG NG Oepukng OloTOANG Yivetoan (oTiKNG onpaciog. Apketd
HETOALOVPYIKG QaIVOpEVO ETNPEALOVY TN GLUTEPIPOPE TOL GLVOEGHOL brazing kot og
OPIOUEVEG TEPITTAGELG glval avaykaieg 101kéES dtadikaciec. H kpapdtwon and to pétairo
TPOGONKNG TOL UETAAAOV BACTG CUUUETEYEL GTO POIVOLEVO TG KATUKPIUVIONG KapPidiwv,
™G POYHATOONG Kot TG yabvpomoinong vopoydvov, Beiov kot poopopov. H éxtaon g
aAMAETIOpaON G VTG TTOKIAEL avdAOYd LE TIG YNUIKESG CLUVOEGEIS TV HETAAA®V KOl TO
Beppikd koKho mov cvpuPaivel. Zxeddv o OLeg TG GLYKOAMNGELG brazing cvppaivel avth n
aAANAETIOpaoN EKTOG 0 TV TEPINTOOT TNG Kowvng adtaivtdtrog. 'Etot, apov n avioym
ToV petdAlov Pdong emnpedlel Kaipto T dVVAUN TNG CLYKOAANONG TPEMEL VO, EMAEYETOL
TPOCEKTIKA KOTA TO OYedlooUd MOTE O TEMKOG GUVOECUOG VO EYEL GLYKEKPLUEVOL

YOPOKTNPLOTIKA.

1.3.4.3 Xopoktnprotika petdariov tposOijkng (filler metal)
To 6gbtepo VAIKO TOV GLUUETEYEL 6T GLYKOAANoN brazing sivat o pétalio mpocOnKne.
[Toporo avtd, dev EMALYETOL MGTE VO, TPOGOMOCEL GLYKEKPLUEVT] OVTOYN GTO GUVOEGLO,
apob oxedov Ola ta gumopikd mototikd filler pmopovv va anoddoovy dvvary cuykOAAnon
€dv ypnopomromBovv ot cmotég HEBodOL Ko VITEPEEL KOTAAANAOG GYEIAGUOG GUVOEGLOV.
Ta amopaitnta yapaktmpiotikd tov brazing fillers eivor to akdérovba:
o  KoatdAAnAn pevotdtta otn Oepprokpacio GLYKOAANGTG Yo TN OCPAAICT) TNG
POTG LE TPLYOELDT| OPAOT] KOl Y10l VOL TOPEYEL TANPT) KOTOVOLT TOV KPAUOTOG
e YtafepdtTo doTE Vo omoPevyETOL M TPO®PN AMEAELOEPMOOT TV EVTNKTWOV
otoyelov péca 610 PETAALO TPOGOHNKNG

e [xoavotnta dtopoyns TG ETPAVELNS ETAPNS TOL LETAALOL PAoNC
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o Xoauniog eaeplopodg TV KPAUATIKMOV GTOLYEI®MV TOV LETAAAOL TPOGHNKNG OTIG
Bepuokpoaoieg brazing

e [kovoTnTa TOL KPAUATOC 1] G€ GLVOVACUO LE TO HETOAAO BACNC Y10 GYNUATIGHO
KPAUATOG e VYNAOTEPO onpueio TENS

e 'Eleyyog dudfpwong peta&d tov HeTdALOL TpocHnkng Kot Tov HETAALOL Pdong,

péoa ota Oplo. Tov mTpoPAémet | dadikacio brazing

A&ilel vo onuelwbel mog n avtoyn Tov cuvdEsov brazing dev cuvaEsTol AUESH LLE TN
uébodo ™éng tov petdAiov mpocsOnknc. Iopdia avtd, eEaptdton omd 10 oYedAGUO
NG GLYKOAANGNG, TN Beppokpacio TG, TV TOGOTNTA TOL HETAALOL TPOGONKNG OV
epappoletar, to pépoc kot ™ pEBodo tng Swdkaciag, To pvOud BEppavong ko
ToAL0VG GAAOVG TapdyovTES TOL GLVATOTELOVY TN péBodo brazing.

O BaBpdg mov 10 pétadho TPocHNKNG AAANAETOPA Kot O1ElGOVEL 6TO HETOALO Pdong
Katd T cvykOAANon €apTtdtal amd TNV £VIOoT TOV apotPoimv Sadikacidv didyvong
mov ovuPaivovv petald TV 000 PETOAAWV. X €QPUPUOYEC OV OTTOLTEITOL LYNMAN
avtoyn CLVOEGUOL Ge peydleg Beppokpacie Kot cuvOnkeg Acttovpylag pe LYNAEg
TAOELC, OTMG GE GLYKPOTNUA POTOPO TOVPUTIVAG Kol o€ pEPN jet kivnnpa, eivar opOn
n emhoyn filler pe o0 kakéc 1016tTEC didyvong Kot dtdAvong pe to pétodro Paonc.
Otav 1o pétaddo ovyKoAloOVTOL pe eEoupetikd Aemtd pétoddio Paong, Onwg o€
KATOOKEVEG oLVOETOV  OTPOUATOEW®OV VAIK®V ("odvtourts™) 1M o€ eVOAMAKTES
Beppomrag, n Swdikacio omoutel PHETOAAO TPOGONKNG TOL TEPLEYEL OTOVKElD e
YOPOAKTNPIOTIKG YOUNANG OlayLoIdTTOS aviAoyo Kol PE TO HETOAAO Pdong mov
ypnowonoleitoar. H d1dyvon amotedel puoikd PEPOC TG HETOALOVPYIKNG SLOOKOGIOG
Ko umopel va. ovpPdilel oe kaAovg cvvdéouovg brazing, omwg oty mepintmon
GLYKOAMONG UETOAA®V LYNA®V OepUOKPAGIOV HE YPNOT VIKEAIOVY®V UETOAA®V
TPOcHNKNG.

1.3.4.4 Ogppokpacia brazing
Mo v emloyn] KaTdAANAOL UETAAAOL TPOGOHNKNG TO TPAOTO KPITNPLO amoTEAEL M
Oeppokpocic  ocvykOAinong. Opiopéveg  Oeppokpacieg  cvykoAlnoemv  brazing

napovctdlovrtal otov [ivaka 2.
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Iivaxag 2:Ospuokpooics ovykolinons uetaliov tpoobnkne oc brazing

BRAZING FILLER-METAL GROUPS JOINING TEMPERATURE
°C °F
NI, CO, AND PD ALLOYS [GES]1100 [GES]2012
CU, NI, AND AU ALLOYS [GES]L100 [GES]2012
CU-ZN, CU-SN, NI-P, NI-CR-P, PD-AG-CU | [GES]900 [GES]1652
CU-P, CU-AG-P 600-800 1112-1472
AG-CU-ZN, AG-CU-ZN-CD 600-800 1112-1472
AT-SI 580-600 1076-1112
MG-AL-ZN 585-615 1085-1139

Onwg gaivetor moAd Atyo pétaila TpooOnkmg KatéYovv otevd Opla THEEMG. ZTal LéETAALD
TPocOnkng mov ot Bepuokpaciec otepeomoinong kot T™ENG eivol Kovid, cuvndmg dev
TapoLCIAlovy TAGN GLVUTOPENS MG HelypoTa LYPNG Kol oTEPEAS Aong 1 UOVO VYP1G.
2V TEPINTMOOT OU®G oL ot Beppokpacieg avtég amokiivovv, n tdon yio vypomoinon
QLEAVETOL, OMOLTOVTOG UEYUAVTEPEG TPOPLAAEELS TOv peTdAlov mpoosOnkng. H pign
oteEPEOy Kot LYpoO pETOAAOL upmopel va Ponbncer ot cvykGAvYM  KEVOV NG
GLYKOAANONC.

H avayxn oote 1o filler va Mdoet kéto and ) Oeppoxpacio otepeomoinong (solidus) tov
petéAiov Bdhong eivar povo évag amd tovg MOAAOVG mapdyovieg mov Kabopilovv tnv
emloyn tov. Ymapyer mepimtoon to filler va amotteiton va mybel kdto omd ™
Oeppokpacio otV omoia To LETAAAL TOV GLYKOAALOVVTOL XAVOLV TNV OVTOYN TOLG 1) TAV®
amd 1 Oeppokpacic oty omoia T oeida pewdvovror M dwommvtal. Emiong, 1
oLYKOAANON pumopel va amorteiton va yivel méveo ond T Beppokpacio ovoOTINoNg TOL
pet@hiov Pdonc M kdto omd T Ogppokpacio emavatnéng tov filler mov £€yet

ypnooromBel vopitepa og cuykOAAN oM.

1.3.4.5 IIpogTopacio EMPAVELOV

Mia kaBapn amairoypévn and o&eldia EMPAVELD VoL EMTAKTIKY] OVAYKT] VO O1CQAAOEL
OLOLOHOPEN TOLOTNTO KOl VYIElG ovvdéopovg brazing. Tpwv v évapén e cuykOAANoNG
pémel OO TaL YPAGA, TO AGO Kot TO OEEIOI0 TPOGEKTIKA VO OTOpaKpLVOOLV amd To
pétarda faong Kot To HETOALO TPOGHNKNG, apoV HOVO TOTE Bol ATOKTGOVLE OLOLOLOPON
ENEN amd TPLYOEIBEG POUVOLEVO. APESMG PETG TTpETEL VO TparypotortoinOei to brazing 610t

VILAPYEL GUYKEKPIUEVT] SLAPKELD YPOVOL YlOL TOV OTOI0 1 TPOETOLUACIO TOV ETPAVEUDY
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napopével arotedeopatikn. Ot mapdyovieg ot omoiol emnpedlovv to ¥pdvo avToV gival ot
ATHOGPAIPIKEG CLVONKEG, TO UETOAAD 7OV TOipvOLV HEPOG OTN CLYKOAANGT KOl Ot
TPOKTIKEG  omobnkevong kot Olayelptong  tovg. Ot teyvikée  KaBaplopov
KOTYOPLOTTOLOVVTOL GE YNUIKES KOl UNYOVIKEC.

O yukog kaBaptopog ival 0 TO ATOTEAEGHATIKOG GE O,TL APOPA TNV OTOUAKPVVOT] OA®V
Tov okobopoidv, elaiov ko yphowv. Ta mo kowd kobopiotikd eivor  TO
TPYA®POAOVAEVIO KO TO pmoEopIKd Tpvatpro. H emloyn towv ynuikdv kabopiotik®dv
e€aptdTon amd ™ eVon TV oKabapPSIdV, T0 HETAALO PAoNg, TNV EMPAVELNKT KOTAGTOON
KOl TO GYEJOOUO TOV GLUVOEGHOL. AveEdpTnTa amd TN GUOT TOV KAOUPIGTIKOV 1 TOV
puefddwv mov ypnoiponoovvTal gival oNUAVTIKO OAC TO LTOAEIHUHOTA VO, EKTAVOOLV
KOVOTTOMTIKG AGTE VO amo@eLy el 1 avamtuén véwv avemBountov Brapepdv oTpopdTmv
OV GTIC ETLPAVELEC.

Ot un amodekTég EMPAVEIONKEG GLVONKEG WITOPOLV VO aopakpLVOOHV e unyavikd péca,
onmg eivor 10 Tplypo, 10 Povptoicpa pe GOppa M GAAOL pnyovikoli TpOmOl Tov dgv
emnpealovy TG avoyég g cvykoAinone. Kabag tpifovior ot emedveleg tov petdAlov
GLYKOAANONG, diveTal dE0VGA TPOGOYN TNV SGPAAICT] OCTE TO YUKTIKO HEGO va givol
kaBoapd kot erevBepo and akabapoicg, ol omoieg mMOAVOV Vo EIGYOPNGOVY GTNV TEAIKT
EMPAVELD.

2V mepintmon mov ot emedveleg mov Bo cuYKOAANBovV gTondloviar pe eKPNKTIKES
teyvikég Oa amopokpuvBohv OAa Ta empavelokd o&eidia. Avty M TEYVIKY €miong
OKANPOIVEL TIC EMUPAVELEG LE OTOTEAEGUA VO QLEAVEL TN TPLYOEWN OPACT TOL UETAAAOL
npocnine. To ekpnrtikd VAIKO mpémetl vo givarl kaBapd kot vo unv agnvel amodEpota
VAIKOV Thve oTig empdveleg mov Oa cuykoAinBovv aeov Oa PAdyer to brazing M Ba
pewwoet ) pon tov filler. To copatidia Tov ekpnKTIKOD VAIKOD TPETEL VO Eival YOVIDIN
Kot Oyl cOUPIKA, £TCL OOTE TO PETOAAON TOV TPOGKPOVOLY Vo GKANPHVOLV Kol Oyl Vo
o&vvovuy ta dxpa Toug. H dradkasio autr| 0ev TPEMEL VoL TAPALOPPDCEL 1) VO, TANYDGCEL TA.
AETTA PEPTM TS GLYKOAANONG.

Mio GAAN TeyviKN &ival 1 xpfion OTEPEDV Kol vYp®V cvAmacudtov brazing. Xt
Beppokpacio péyxpt kot toug 1000°C to cvAAitacpo cuvnBmg mapéyel TNV EVKOAITEPT
pébodo odatnpnong N mopaymyns Kabopdv EMPAVEIDV. X& OLTEG TIG TEPITTMOGEL O
OYEOIGHOC TG GLYKOAANONG dev mPémel HUOVO Vo emTpENEL TNV €OKOAN €(6000 TOL
CLAMTTAGHOTOG, OAAG Kot TN SaPpoyn Tov GLVOEGHOL amtd To HETOAAO TTpocHnKNe. Xe
Beppokpacieg mdveo oand tovg 1000°C, to vVEOAEiUHOTO TOV GUAMTACUOTOS OVGKOAM

amopokpHvovTal Kot 0 Koboplopog e empdavelag cuvodedetal and brazing oe @ovpvo pe
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TPOCTUTEVTIKT atuodS@atpa. [Tapora avtd, 0 oxedIGUOC TPEMEL VO EMTPENEL GTO AEPLO VO
EI0YWPNOEL GTN GLYKOAANOT).

EmnmAéov, ekt6c amd v koboaptomta kou v amoiloyn omd ofeidia Evag AANOG
ONUOVTIKOC Tapdyoviog oty €0koAn kot opoin porp tov filler sivon 1 tpoydmra
empaveiog. ['evikd éva vypo mov daPpéyet pio oparn emeavela Bo TV KaAdYEL KaADLTEPO
amd pio tpoyd. H tpoyid emopdveln 0o petatpéyel m pon tov filler amd otpmt) oe
TUPPDON TapatEivOVTOg TN OIIPKELD PONG Kol avEavovtag TV TOavOTTO KPOUATOONG
emmAéov meploy®mv. Ot mePlocdTEPEC EMPAVEIEC OEV €lvOl EMIMEDES KOl GE OPICUEVEG
TEPMTOGELS 1] TPAYVTNTA PEATIOVEL TNV OLOOHOPPI TNG GVYKOAANGNG,.

Avtifeta, umopel va vrdp&er avaykn to filler va unv kvinoet o€ opiopéveg empavetes. e
VT TV TEPITTO®ON, LILAPYOLV €01KAE VAKE mov BonBodv, dArd 0 GyedOcUOg TPEMEL VAL

ap€xel EDKOAT EQAPLOYN TOVG OGS VO LOADVOLV TN GLYKOAANGT).

1.3.4.6 Xyed100616G 6UVOECHOV Kol OLIKEV

"Evog oOvdeopog brazing dev givat évo, opotoyevég oo, oALG pio ETEPOYEVIG TEPLOYT| TTOV
AmOTEAEITOL OO OLUPOPETIKES PACELS LE OLUPOPETIKEG PVGIKES KO YNLUKES 1O10TNTES. ZTNV
amlovotepn mepintwon to brazing amoteAsiton amd To pETOAAN BAOTG TOV EVAOVOVTOL KO
TO UETOAAO TPOGOHNKNG. ZuyvA YPNOCLULOTOOLVTOL UIKPA dtdkeva AOY® peyoidTtepng
gvkoAiag tov filler, péow tpryoeddv duvapewv, va daveunbel péoa otn cLYKOAANGN Kot
Bo oynuatioTovV AydtEpO KEVA KOl TOPMON Katd TN otepeomoinon tov. Ot BEATioTES
GLYKOAANGELG €lvol 0VTEC TOL OAOKAN P 1 TTEPLOY] GVVOESN G dropEyeTon ko Yepilet pe TO
pétairo mpocbnkng. Tumikd, To didkeva oto brazing kxopaivovtot amd 0,03 péypt 0,08 mm
MOOTE VO KATOANEOLUE GE OLVOTEC GLYKOAANGES kol PEATIOTN dpdom TPLyoEdovg
eowopévov. Emedn to brazing ompileton ot dpdon avth, 0 oyedlacudc TPETEL Vo
TapEXEL AVEUTOOIOTN POT| AGTE Vo amoTponel T0 GVAATaGUa va eloywpricet oto filler. Xe
neputtooelc mov to filler mpootifetan yepwvaktikd, pe ™ Pondeia pafdov 1 cOpuatog, M
€10000G TNG CLYKOAAN GG TTPEMEL VO Elvoil oparty| Kot TpooPaoiun.

Opiopévol amd Tovg CNUAVTIKOTEPOVS TOPAYOVTEG TOL EMNPEALOVY TO GYESGUO TOV
GLUVOEGHOL €ivol 1 OTOUTOVUEVT] QVTOYN KOl OVTIGTOOT OTn OPpwon, 1 amontoOpeEVT
NAEKTPIKN Ko OEPLIKT Ay YOTNTA, TO VAIKE OV GLUVEVMVOVTOL, O TPOTOG EPOPLLOYNG TOL
pdceOeTov PETAALOL Ko Ol PETEMELTO OvayKeG embedpnong. EmumAéov, tpocoyn npémet va
dtvetan oty ghatdtTnTa TOL pETAAAOL Pdomg, TN Slovopr| TACEMY HEGH OTN GLYKOAAN O
KOl TIG OXETIKEG KIWNOELS TV 0V0 EMPAVELDV KOTA TNV £VOOT, TO OTOoio. UTOpPovV Vo

TOPALOPPDCOVV TIG OLUGTACELS TNG CLYKOAANOTG.
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To pérodho mpocHnkng dev kobopiletor povo amd 10 1EMOEG TOL, GAAG KOl Omd TNV
EMUPOAVELOKT TOV TAGM Kot TNV €101KN TOL BapunTa, OGOV aeopd TV KavOTnTa KAAvyng
KeEVOV ot ovykOAAnon. Oco peidvetal 1 amdGTOoN TG CLVOECNG GTO EAAYLOTO, TOGO
avéavetar n avioyn ovvoéspov. Xtov Ilivaka 3 divoviarl ot avoyég TV amocTdcemy Yo

OLaPOPO GLGTNUATO LETAAL®Y TPOGONKNG.

IHivaxag 3: Evieiktikd keva. yio emAEYUEVO, UETOALO. TPOTONKNG

BRAZING FILLER-METAL SYSTEM | JOINT CLEARANCE
min in.
AL-STALLOYSH 0.15-0.61 | 0.006-0.024
MG ALLOYS 0.10-0.25 | 0.004-0.010
cu 0.00-0.05 | 0.000-0.002
CU-P 0.03-0.13 | 0.001-0.005
CU-ZN 0.05-0.13 | 0.002-0.005
AGAILLOYS 0.05-0.13 | 0.002-0.005
ATTALLOYS 0.03-0.13 | 0.001-0.005
NI-P ALLOYS 0.00-0.03 | 0.000-0.001
NI-CR. ALLOYS™ 0.03-0.61 | 0.001-0.024
PD ALLOYS 0.03-0.10 | 0.001-0.004

Eivar onpavtcd va yvopilovpe Tog 10 cOGTHUA SAGTEAAETOL KATd TN Bépuavon Kot To
KeVO 6T GLYKOAANGN Umopel ite v peyahmagl, gite vo KAgioel pe to ypovo, 6co to filler
Mover kot petaxkwveitor. EmBountd eivoar vo oyedtdletor €161 0 oOVOEGHOG, DOTE Vo
extifetan 10 otepeomompévo filler oe Olmtikéc Tdoelg kKot Oyt o€ EPEAKVOTIKES. AVTO glvan
TOAD onpavTikd oto brazing 810t o1 Oeppokpacies cuykOANoNG eivat VYNAEG avEdvovtag
1 GUVOAMKT BEPLKT) OOLGTOAN).

Ot amootdoelg ot GLYKOAANON €xovV 1d0iTEPN onpacia 0tav 1 cuvdeon oyedldleTon o€
Oeppokpacio dwpatiov. XNV TPAYHATIKOTNTO 1) OTOGTACT) GLUVOEGHOV OEV TAPOUEVEL
otafepn o€ OAEG TIG PACELS TNG GLYKOAANONG. XNV apyr], Tpv v Evapén tov brazing, Ha
éyel pio apykn Ty, katd tn Ogppokpocio brazing pioc GAAn ko oto TéAog Tov pin
SlPOopeTIKY, €101KA €dv vrapEel onuavtikny oAAnAeniopaon peta&y tov filler kol tov
HETAAM®V Baonc.

‘Eva mopdoetypa g e£EMENG TW®OV 6TV amdGTOGT GLUVOEGHOV OIVETOL GTNV TOPOKAT®
peAén Katd v omoia €ywve brazing peta&d evog avoleidmtov yaivPo 304 (AISI) pe
eomtepikn owpueTpo Reg g emtepikdg cowivag kot gvog 1020 (AISI) ydAvPa pe
eEmtepikn ddpetpo Rip w¢ eomtepikdc coivos. (D.G.STROPPA, 2010) ‘Etot 1

andotacn tovg Ppioketar ota 35um ce Oeppokpacio dwpatiov, eved oe Bepurokpacio
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brazing avt) avédvetor. v mapokdto Ewdvo 5 @aivetoar oynpoatikd 1 amdctaon

ovvdéopov brazing amd dvo OyeELC.

...... - b - ——— -

1 &

Eixova 5:Anooraon oovoéouov omo mhaiviy oyn kou katoyn

O mpotevopeveg Tipég anootaoemv tov Ilivaka 3 Bacilovtar e cuvdicels v onoiwv Ta
péAN etvor mopopolo pétodda pe ioeg pdleg. v mepintwon avOpolwv UETAAA®V 1
UETAAM @OV pe dlapopeTikés palec mov ovvdéovtar pe brazing speoviovtal Sidpopo
mpofAnpata. H avIuetdmion toug anattel TPOGEKTIKN EMAOYN UETAALOL TPOGHNKNG Kot
ATOGTACEWMY GLUVOEGLOV.

Av kat vdpyovv moAAoi Tpomol chvdeong oto brazing, n emhoyn tov tHmov otnpileTan
naveo oe 000 Pacikég kotnyopieg, TN ovykOAAnon ovpPoinc (butt joint) xoi ™
ovykOAMnon emkdAvyng (lap joint), 6nwc eaivetar oty Ewova 6. H emhoyf cuvdéopov
emnpealetar amd TV KATOCKELT] TOV LEPOV OAAL KOL TNV OVTOYN TOV GUVOECOV KOt OAAES
QMOLTNOELS, OTMG NAEKTPIKY AYOYUOTNTO, OTEYAVOTNTO O TIEOT Kot EUEAVIOT. AAAOL
Tapdyovteg mov moilovy poOLo €ival ol TEYVIKES KOTAGKEVNG, 1| TOCOTNTO TOPAY®OYNG Kot Ol
uébodot tpogodoaiag filler. H cuykdAinon pe emkdivyn mpotidtol oto brazing sidwkad
otav tifeton Oépa avroyne. o péylom avioyn 10 UNKOG TG EMKAALYNG TPEMEL VO

1600TOL LE TPELS N TEGGEPLS POPEG TO TAYOG TOV AENTOTEPOV PETUAAOV.
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Jaint type Flat parts Tubular parts (cutaway)

Butt jaint

L7 (e

) |

Eixova 6:Xyéoia ovvoéoumv brazing

Lap joint

1.3.4.7 O¢ppokpacio kar Xpovog

H Oepuokpacio g ovykoAnong brazing éyet peydhn emppor otn dofpoyn kol thv
Kpapdtmon, to onoia avEdvovion pe avtiotoyn avénon me. Ta 0pla ota omoia Tpémet va
Kopaiveton givorl wve omd to onueio ™éng tov filler kot kétw amd 0 onueio ™ENG Tov
unTpkov  petddlov. Tuvibog mpotipwmvior yauniés Oeppokpocieg brazing dote vo
eEowovounfel n amortovpevn Bepuikn evépyela, va ghayiotomonbel 1 emidpaocn g
Oepuomrag Tave oto pétaAlo BAong Kot ot AAANAETIOPAGELS LETAALOL Bdong pe HETAALO
TPocONKNG Kot TEL0G va avEndel n dudpketa (oNg TV eEAPTUATOV KoL TOV EPYOAEI®V.

Ot vymAég Beppokpacieg brazing mpotipudvior 6e GAAEG TEPUTTMOELS MOTE VO YiveTal
yxpnon filler pe vymiodtepo onueio ™ENg oAld o owovopko. Emiong, cvvévalovtol n
avomtnon kot 1 Oepuikn Katepyasio. Tov peT@AAoL Pdaong katd to brazing, aAld kot
EMTPEMEL TN UETAYEVESTEPN Kotepyosio o€ vynAég Oepupokpaocieg. Xe  peydlec
Bepuokpacieg brazing ntpowbeitar n odinienidpaon tov petdArov Baong pe to filler dote
va aAlGEel  ovvBeon Tov teAevTaiov Kot var avEnbel n edatdTNTO Ko M Bgprokpacia
emavatnéng. Térog, amopaxpvvovtol amotelecpotikd akabapoieg empaveiog Ko o&gidia
O0tav to brazing yivet péco ©€ TPOCTOTELTIKY OTUOCQEOLPO KOL OTOPEVYETAL M
gpyodtdfpwon.

H Oeppoxpacia brazing emnpedalet eniong ko ™ dwfpe&uomra tov filler. H kpapotikn
dpaon peta&d petdAiov Baong ko filler eivan cvvépmmon g Beppokpacioc, Tov ypodHvVoL

KOl TNG TOCOTNTAG TOV TEAELTAIOVL.
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1.4 EmOeopnon cuvoéopmv brazing

1.4.1 T'evika

H emBedpnon tov olokinpopévon e£opTtaTog N LIO-eEAPTALATOG Eival TO TEAELTAIO
prua ot dwdikacio Tov brazing. [MapdAinio pe dAleg embewpnoelg o€ GAA GTASIOL TG
GLYKOANONG, €lval amopaitntn €VEPYEIL MOOTE VO KATOANEOVUE GE TKOVOTOUNTIKY Kot
opodpHopen moldtTNTA TEMKOV TTPoidvtoc. H telikn embedpnon amokaidntel eniong m6Go
OMOTA EKTEAECTNKAV Ol TPOTYOVUEVEC EVEPYEIEG OE GYEON UE TNV OMKN AKEPALOTNTO TOV
ocuvoécumv. H embBempnon amotelel onpavtikd mopdyovto omd Ty apyn e olodkaciog,
oV 1 GVYKOAANGT oyedwdletar. Idwitepn mpocoy mpémer va diveton Oyl HOVO oTNV
TO10TNTO TG KATOOKEVNC GAAG Ko TNV TNPNOT OA®V TOV TOL0TIKMOV TPOTOTMV TOL E1val
amopoitnTa.

H pébodog embedpnong mov emhéyetor va a&loloynost 1o teMkd dokipo e&aptator omd
TIG EMYEPNOLOKEG OMOLTAOEL,. 1€ TOAAEG mepuTmoelg N uébodog kabopiletar and Tov
tehMkd xpnom M and puOUcTIKOVG Kavoves. Otav epappolovial ovtol ot KOVOVES Yol TIG
GLYKOAMOELS, TOTE TPEmMEL va. TNPovVTIOL 0 mPOTLITAL KOl OTIS GAAEG QACES NG
kataokevng. H dwadikacio tov brazing mpémet va emkvpmbel pe KataoTpentikd EAeyyo

MOTE VO OIOCPAAIGTEL 1] TKAVOTNTO TOPAYWOYNS GUYKOAANGE®Y GTO ATOLTOVUEVO TPOTVLTOL.

1.4.2 Emupenta 6pra

Ortav opilovton ta enttpentd Opla yio. Kabe TOm0 6QAANNTOC 6T GLYKOAANGON brazing
TPEMEL VO AAUPAVOVTOL VTTOYLV TO GYTLO, O TPOCOVOTOAMGOUOG, N B€on o1 GLYKOAANGN
(emopdveln N VEOGTPpOUA) KOl M oxéon He TA VOO oedApata. Ta Oplo mavTo
kabopiloviar mg eldyiota amartovpeva Yoo amodoyn. H kpion yio amodoyn tov opiov
avt®v otpileTol oe avOpmOTOVG IKAVODC 6TO KOUUATL TOV cLYKOANoemY brazing kot ota
TO10TIKA TPHTLTTO.

O1 ovvdéoelg pe ovykOAnon brazing kotnyoptomotovvior Pacer npotdzmmv tov AWS,
ocoppwva pe dvo kpumpo. To mpdTO KPTNplo givol o1 AmOITNGELS GYESOGHOD Kol TO
OeVTEPO Ol GLVETELEG EVOEYOUEVNG aoToYiog. AVt M Katnyoplomoinon kobopilel moteg
péBod01 emBemdPNONG KOt TOL OPLOL ATALTOVVTOL GE KAOE mepinTwon.

Ot ecotepikéc acvvéyeleg €xovv caen Opto mov Kabopilovior amd v AUEpPIKAVIKT
‘Evoon ZvykoAldcewv. Me T1g nefddovg embBempnong mov d1afETovpe TPEMEL TO GLVOAKE
VTOAOYIGHEVO KEVO GUYKOAANGNG 1 U1 CLYKOAANUEVT Tteploy Vo unv Eemepvd 10 15% g

GUVOMKYG meployng ovvdeonc. Emiong, to péyebog tov peyolvtepov kevolh peTpMUéEVO
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TAPOAANAD pe TO TAATOG NG GLYKOAANoNMG, dev mpémer va Eemepvder 10 60% TOL
GLVOAMKOV TAATOVG TG GLYKOAANoNC. EmmAéov, omoladnmote meployn peyolvtepn omd 10
40% tov mAGTOVG GLUYKOAANGNG, OEV TMPEMEL VO EKTEIVETOL KOVTUTEPO TMV OKP®V TNG
ouvoeons and 10 20% 1oV TAATOVG GLYKOAANONG.

Ocov apopa TG eEMTEPIKEG AGVVEYELEC, Ol UTEAEIEG OTN GLYKOAANoT brazing pe péyebog
pikpotepo tv 0.38mm Oeswpovdvion avektéc. To péyioto péyebog eivor ta 2.3mm pe
GLUVOMKG VTOAOYIGUEVO UNKOG HiKpOTEPO amd to 10% tov pnkovg tov avtitvmov. Ot
poOYUEG Oev emutpémovtol kKaBOlov ot GLYKOAANON 0T Ko 1 amoTtvyion THENG TOv
KpApatog ovykOAAnons. H d1dfpwon tov Kpapatog cuyKOAANoNG 6TV EMPAVELD TOV
petdAiov Paong etvor un emrpenty €bv Eemepvdel 1o 5% TOL WAYXOLS TOV AEMTOTEPOL
onueiov g ocvykdAAnong. Emmiéov, n dmapén cuAMmAcLaTog 1| VTOAEUUATOV TOV gival
LN amodeKTY], KoOMG Kol To KEVEL TANP®ONG KPAUATOG 6TA GKPA TNG CLYKOAANGNG OTOV

glval cuveXOUEVE KT KOS TV AKP®V TNG GUVOEST|G.

1.5. Ehattopato brazing

Ou aovvéyeleg mov epeavilovtar oTig GLYKOAANGCES brazing oamodsucviovy TG 1
dwdkacio oev eiye emapkn €heyyo N ypnoomomdnKay akatdAinieg teyvikés. Ta dpla
GOAALOTOG TNG GLYKOAANOMG Tpémet var dtevkpvilovtar, Otav yYIveTal EAEYYO0S AGLVEXELDOV
amd eEeOIKELIEVO TTPOCOMIKO 7OV KOTAVOEL TN AELTOVPYIKOTNTO TOL OVTIKEWEVOL. Ot

OCLVEYEIEG TOV BPIGKOVTOL GTIC GUYKOAANGELS QVTEG KOTAYPAPOVTOL GTT GUVEYELA.

"EAletwn mApoonc

H é\dewyn mAnpoong e ™ Hopen TOV KEVOV KOl TOV TOPDOOOVS HEIMVEL TNV OVTOYN TNG
GUVOEONC HEUDVOVTOS TNV KOV TePLoyn Y @optio. Avti 1 acvvEyeld pmopel va
TPOKOAESEL OOPPOT] GE GLYKOAANGCELS OV GyeOAlovTOL Yoo EQOPUOYEG e Tieom M Ue
vypd. H attia Tov govopévov mpoépyetor amd atedéc Kabdpiopa tov PHETIAA®V Bdong,
vrepPOAIKO KEVO avApESH GTO UETOAAD, AVETOPKES WETAAAO TPOsONKNG, eykAmPBiopéva
aéplo N amd Kivnomn Tov TeEpayiov TPV T 6TEPEOTOINCT TOV UETAAAOL cLYKOAANONS. 'Eva
peydlo kevo oe ocvykOAAnom brazing pe lap joint @aivetonr oty Ewdva 7, 6mov ot
acvvéxeleg ogeilovtar eite oe ateh] Oépupovom, elte oe pn opbn TomoBEétnom
ocvAnacpatos. H cwot) dievbétnon avtdv tov mapaydviov odnyel 6e TANpY por Tov

VYPOV HETAAAOV LECO GTN) GLYKOAANO).
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Eixova 7:Padioypapio c0yKOIANoHS TOD DTOIEIKVOEL KEVA

EvkioBiondc cuimaonatoc

To eykhofiopévo cvAMmoacpo pmopet va Ppebel oe ovvdéoelg otig omoiec 10 1010
YPNOILEVEL Y10 TPOGTACIN KOl ATOUAKPLUVOT 0EEWMGE®V Katd To Oepuikd kvkro. Otav
avtd eykhoPiotel eumodilel T pon TOV VYPOV UETAAAOL GTNV TEPLOYN GLTY], LEIDVOVTOGC
€161 TNV TEPLOYY] GVVOESNG. LTNV MEPIMTMOOT oL £ival SPPOTIKO UTOpel Vo LELDGEL TO
xpoévo CoMg TG ovykOAANonG. YmO KOVOVIKEG GLVONKES OUMC TPOCTOTEVEL OO

aKOVOVIGTI POT| TOV HETAALOV GLYKOAANGNC HECA GTN GUVOEST).

Aappoon perariiov faonc

H 616ppwon tov petddrov Bdong pmopet vo mpokarécel vokonn 1 Kol eEAPAVIOT TV
EMUPOAVELDV TNG GVVIESTG. AAAOLOVEL EMIGNG TNV AVTOYN TOL GLVOEGHOL aAAALOVTAG T
oVvheon Tov PETAALOL TTPOGHNKNG KAl LEIDVEL TN SOTOUN TOL peTdAAov Pdong. Avth N
OCLVEYELD OPEIAETOL GTN) KPOUATOGN TOL UETAAAOV TPOGOKNG pe TO péTaAlo Paong Katd
™ didpketo Tov brazing. Xmv Ewova 8 Tapovoialeton mepintmon cofapng didpfpwong tov
petddlov Paong Aoym vmepbéppavong g ovykOAANon kotd to brazing. Av kot
oappwon umopel va unv givor coPapn oe yovipd tepdyla, 0ev pumopel va ivor avekt o€

avTioTol o AETTA.
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Eixova 8:Ai6fpawon puetallov faons oe ovykoiinon brazing

Poypdromon

Ol pOYUEC HEUDVOLV TNV OVTOYXN TNG CLYKOAANONG OMMC Kot TNV Oldpkela (NG g,
Axopa, emOPoHV MG EVIGYLTEG TOV TAGEMV KOl LTOPOVV VO TPOKAAEGOLY PO 0CTOY 0L
KAT® omd KUKAMKN KaTomdvnon, Koafdg Kol Vo HEWGOLV TN OTOTIKN OoVTOYXN TNG
ovykOAMnone. To aitie TtV poypotdcewv civor mn AovBacpévn Oéppaven g

GLYKOAAN oG, €lTE YoUNAOTEPT E1TE LYNAOTEPN OO TNV TPOPAETOUEVT).

1.6 Zvykéiinon pecaiov Ocppokpociodv pe erayoykn pédodo (induction
brazing)

1.6.1 I'evika mepi induction brazing

H ovykoAAnon péong Oeppokpociog pe emaymyn eivon pio dadikocioc mov evover To
UETOAMKG HEPT MOTE VO OYNUOTIOTEL pio cvuVOEGHOAOYiD. AVTO EMTUYYAVETOL UE
EMAEKTIKN BEpUHavon NG mePoyNg ovVOeoNS o€ Beplokpacios GLYKOAANGONG, KE YXPNom
NAEKTPIKNG EVEPYELNG TTOV LETAPEPETAL OO EMAYWYO, O OTO10G EVEPYOTOLEiTAL OO BEPLUK
yevntple. To €idog ovtd avikel oTic oLYKOAANoelg brazing dwott ot ohvdecpol
kataokevdlovtor oe vyniég Bepuokpaciec tov 540°C 1 mopamdvm, ¥PNCULOTOIOVTOS
KPALOTO YOAKOD OV GLYVA TEPLEYOLV APYVPO.

H 0éppavon mpoépyetar and avtictacn otn pon €mayduevov pedUOTOS GTOL UEPN TNG
ouvoeGHoAOYinG. Avtd cvpPaivel 0Tov T NAEKTPIKE oydyyo HETAAAN TOTOBETOVVTOL
péoa e NAeKTpopayvnTiKd medio, TOV OMpIovPYEITOL OO Ta)ElD EVOAAACTOUEVO PEVUOL
otov emoywyd. H dwdwacio mapovoidletar oynuotikd otnv Ewova 9. Me ypron
KatdAAnAov mmviov, 1 Béppaveon copPaivel ypryopa 6T GLYKOAANOT TAPEXOVTOS TOTKEG
Beppokpaciceg brazing. H avtamdkpion e cuVOEGHOAOYING 6TO NAEKTPOUAYVNTIKO TEdI0
e€aptdTon amd TN GLVYVOTNTO TOV EVOALAGGOUEVOL PEVUATOS KOL T PUOT] TOV DAIK®OV TOL
Oeppaivovror, Omm¢ Kol amd TO OYNUA TOV TEQOi®V Kol to ox€do mnviov. Ta un
LOyVNTIKA VAIKG e YOUNAY] MAEKTPIKN OVTIGTOOT), OTMG O YOAKOG Kol O OPElYOAKOG
ypealovtarl TePocdHTEPO YPOVO Yia va, Beppaviodv amd o poyvnTikd oidnpovyo LAKA,

Omm¢ 0 YdAvPog.
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Eixova 9:H oyéon tov pedpatog mnviov IC ue to emoyduevo pevua doxyiov i

Kobng éva duvatd niektpopoyvntikd medio Kot 1 VYnAn TukvoTnTa PEOLOTOC LTopohV Vo
dnovpynoovy peydieg tomikd Beppokpacieg, ol meploodTEPEG €QapupoyEG brazing
YPNOOTOOVV GYETIKA YopUNAEG TukvOTNTESG pedaToc. 'Etot, dtacparilovv g 1 meployn
ovykOAANonG Ba BeppavOet opodpopea. Avtd emnpedletar BEPata amd Tov enaymyd Ko
0 0%£010 Tov Tnviov. H Ewodva 10 mapovotdler €61 SopopeTikovg TpOTOVG UE TOVG
omoiovg pmopet Eva enaym®yo mnvio vo Kataokevaotel Kot vo tonofetn0el, avéloya pe ta

TEUAYLOL TTOL TPOKELTAL VO, GUYKOAANGEL.

(©)

(F)

Eiwxova 10:Zyéowa Tnviwv yra induction brazing
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1.6.2 Egappoyég induction brazing

H ovykoAinon pétplag Oeppokpociog e emoywyn YPNOWOTOLlEITaL OOV OmoTOVVTOL
VYNANG OVTOYNG GUVOECELS Kot e avtoyr o€ Bepuoxpacies. H avtoyn tg cvykdAinong
e€aptdtor omd 10 oYESOGUO TNG OGLVOESTG, TO KPAUO GLYKOAANGONG, TNV OVIOYN TOV
UETAAL®Y TTOV cuvdéovTal kol TNV amdctact peta&d tove. Mio andotaon towv 0,038 pe
0,050mm ocvvictotar. O TOTOG AVTOG CLYKOAANOMG £xEl ypnoyorondel gvpéwg otV
TOPOY®YN  KOTOVOAMTIKOV Kol PlOounyovikdv mpoioviov, OopKev eSaptnudtov,
NAEKTPOVIKOV TPOIOVTWV, EEOTAICUO YEDTPNONG, YEWPOVUKTIKA EPYOAElR Kol EEOPTHLOTAL
0LEPOVOLTTNYIKTG.

Ta mheovekTuoTo Tng cLYKOAANONG OLTNG gival 1 ypRyopn Bépuoven mov mopdyet
OUVOECELS OE  OguTEPOAETTA, 0QOL kOBe meployn NG olOvdeong extifetor og
niektpopayvntikd medio tov mmviov. Emiong, oynuotilovrol opotdpopees Kot a&lomoeTteg
GUVOECEIS TOL  UTOPOVV VO KOTOOKELOGTOUV Pripo-frpo  pe  poiokd pétalia,
nepropiCovtag avaykn yia TeAkn Katepyoasio. Meydiog aptBudg cuvdécewv umopodv va
KATOOKELAGTOVV G€ €vol Bepuikd KOKAO, apol To Tvio eivat tkavd vo dtadmacet Beppdtnta
TaVTOYPOVa, 6€ TOAAG onueia Tov cvotuatog tepayiov. H emaywyn pnébodog mapéyet
€leyyo ™¢ Beppotrog ko tayeio Oéppavon, ta omoia meplopiovv 1 Oeppukn Lovn g
OLYKOAANONG, HE OmOTEAECUO. TNV TPooTacio. amd oAAoimon TV WIOTHTOV TOV
TPONYOLUEVMG Bepkd eTeepYOSUEVOV 1] YLYPE KATEPYOUCUEVOV DAKDV.

To brazing pe emaywyn kavel ypnon TPOKaOOPIGUEVIG TOGOTNTOG KPAUATOS, LE HOPON
dayTLAL, Awpidag 1 kOvemc. 'Etot, n mbavotnta vo meptocéyel vAMKO eAy1GTOTOEITON
KOl TO KOGTOG TOL KPAPaTog cuykOAANong pewwvetal. H tayeio Oéppovon amotpémel v
o&eldmon Kol ToV amoYPOUATICUO OTIG TEPICCOTEPES MEPUTTMGELS, OKOUO Kot ympig T
YPNOT TPOGTATEVTIKNG ATULOGPOLPOG.

Ot meplopiopoi tov brazing pe emayoyf eivar apyikd 1 dvokoiio ™¢ OEppavong
nepimhokwv eEApTNUATOV, OTMOC KOl 1) OVAYKN Y0l OYETIKO OUOIOUOPPES OTMOGTAGELS
peta&y tov petdhdov. Emmiéov, 10 K66TOG TOVL 0pykod ££OTAMGHOL givon peydAo Kot
VILAPYEL AVAYKN Y10 EEEIOIKEVIEVT] YVAGCT] TTAVD GTO GYEOAGIO TOL GuoTHHaTos. TéAog, Yo
nepimioko e€optUoTo He TOAAG ormueion cLYKOAANONG Kol TEPIMAOKN yempetpio 1M
enaymYIKY] péBodog umopel va amoderytel 0vokoAn, evd M nEBOdOC TOL (POVPVOL TIO

OTOTEAECLLOTIKT).
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1.6.3 E€omthopog brazing pe emoyomyn

H emtoymc ovykodAAnon brazing pe eroyoyn amottei KatdAAnAn davoun Oeppoxkpaciog oe
Olo. o oTEAEYN TNG ovVoeonG. Avtd e&optdtal amd To 6YE610 Tov Tnviov, 10 PLOUS
Oéppavong, TNV NAEKTPIKN Kol OEpUikn ay@YIOTNTO TOV VAIKOV TOV GLYKOAADVTOL KOl
g paleg tovg. Akoua, éva emrvyég brazing egoptdtor amd TV EMAOYH KOUTAAANAOL

UETAALOL TPOGHNKNG KOl CLAMTAGHOTOC, 4V YpeldleTar.

Invio eraymyng

o v gpoppoyn KatdAAnAng Oepudtnrag ce cvykekpiuévo cvvdespo brazing amd to
enoywywkd mnvio, onuavtikd poio mailel m eumepio kot o mepopaTiopos. Ta mnvia
KOTOoKELALovTal omd yaAKva KOAVOPIKG Tepdyla, pe owdpetpo 3/16 péxpr 3/8 in og
SapETPO. Mmopohv emioNg Vo £XOVV TETPAY®VN SLOTOUY OVAAOYO KOL LE TN OLUHOPP®OT
TOV UETAAA®V OV GLYKOAAOVVTOL, TNV MAEKTPIKY] PON} GTO TNVIO KOL TIG OMOUTHOELS OE
yo&n pe vepd. Ta oyéd tov anviov mokilovv amd éva amoTeAecUaTIKO €EOTEPIKO
COANVOELDEG oyNUaL LEYPL £va ecmTePIKO mnvio. Ydapyovv BéPata ToOAAEG maporiayEs Ge
oynpoto, peyédn, meprypappoto, aplOpd omelpdv, AnOGTACT) CTEPOV KOl GE VTOAOUTO
yopaxtnpotikd. [paktikd ta tnvia oyedialovror yio KAOe d10popeTIKY| TEPiGTAON.

2€ OPICUEVEC TEPUTTMOELS YPNOWOTOOVVIOL €KTOG amd HovEG Paoelg otpiEng kot
TOALOTALG PAGELS ETay@YDV, OTT®G Gaivetal otnv Ewkova 11.

Ocov agopd ™ petapopd Bepuodomtag, €£aptdror omoKAEISTIKO Omd TNV €VINGT TOL
NAeKTpOUAYVNTIKOD Tediov, oL oyNUoTileTol 0md KLKAOPOPOVTO PEVUATO HEGO GTO
mmvio. O apBudg GTEPOV TOV TNVIOL OVA LOVAJO UNKOVS, 1) ATOGTOCT] LETOED TOVS KOL 1)
amoctoon mnviov kot petdAlov kabopilovv tn dHvaun tov nAekTpopoyvnTikoh mediov.
‘Etot, pikpég puBuicelg pmopotdv va aAhaEouvv to Beppikd iyvog, dmwg eivar ot aAlayég oTig

OTOGTAGELS LETOED TMV GTEPAV Kol 6TO EAPTNLLAL.
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i8] EMELE-TUMAN iNDUCTON 4B TWO-STATIIN INDLCTON

-
"/! FECTIDN A, [ FRCTION O-0

1} FOUR-ETATIM INDUOTOR B FOUS-BTATRON INDUCTOR W TUBING

SECTEN O

SECTION D-0

Eiwxova 11:Eroaywyoi oro yoixko:(A)Movig, (B)Ainlog, (C) Teooopwv Oéoewv ue eowrepixi

woin, (D) Teooapav Oéocwv e eSwtepikn wicn

Hiektpucn yevitpra

H Beppokpacio oy meproyn cuykoOAinong ennpedletot apkeTd omd to puoud Bépuavong.
O pvOuog eCapthron amd to péyeBog ™G YEVWNTPLOG Kol TNV 1KAVOTNTO EAEYXOL TOL
EVOAAAGOOUEVOL pedaTOg 6To TTNVvio. ['evikd, younin 1oyvg petwvel to puOud BEpuavong
Kot mopéyel xpovo pécw Bepukng aymyng va eElcoppomncovy ot Beppokpocieg g
TEPLOYNG GLYKOAANONC. O1 0 KOWEG TVKVOTNTEG PEVIATOC £tvar amd 0.5 péypt 1.5 KW/in?
Ot younioi pvBuoi Béppovong pmwopovv va xpnouonombodv 6e OPIGUEVEG TEPUTTOCELG
aAAG pe mepropiopévn mapoaymyr. To péyeBog g yevvntpuog e€aptdton amd to uéyebog
Kot T pala tov peTdAlov Tov Bo cuyKoAANBoUV.

Ymhpyovv TPES TUMOL YEVVNIPLOV, 1 YEVVATPLOL UE HOTEP, T OTEPEOD TOMOL KOU UE
tohavtoth. Ot otegpeod TOmov dovAgvovy oe cvyvotnteg péxpt 10kHz ko dwabétovy
eEotepikéc ovyvotreg péypt S0kHz. Ov yevwnipleg pe toAaviot) AELTovpyovdv oe
ovyvotnteg amd 150 péypt 450kHz kou eivon yproipeg o€ GLYKOAANGELG TEUAYI®V LE LIKPT
dwTopun.
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1.6.4 Métailo TpooOkng o€ induction brazing
To pétodro mpocbfkng otn cvykdAANon brazing thketol peta&d TV dVO EMPAVEIDOV TOV
evavovtol. Xty ayopd givar dabéoua moAld filler ue dvvatdtnto vo cuvéécovy Totkila
VAKA Kot VoL TpoGdDoovV €101KE YapakTnploTikd. Ot Bactkés amattoels Yo évo LETOALO
TPOocONKNg stvat:
e H woavomta va SwPpéyetor Kot vo KPOUOTOVETOL HE TIG EMPAVEIEG TOV
ouvoEeTaL
e No mkertat g Beppokpacio KATo amd T Oepuokpacio TENS TV HETAAA®Y
o No @épetl KATAAANAY PEVLGTOTNTA MOTE VO PEEL LEGH GTO CUVOEGLO LLE TPLYOEION
dpdon
o  KoatdAAnAn avtoyn, NAeKTPIK ay@yloTnNTO KOl 0VTioToon o€ ddfpwon péco
GTN GLYKOAANGT (OOTE VO IKOVOTOEL HNYOVIKES, MAEKTPIKEG KOl YMNUKES
WOLOTNTES TNG EPAPLOYNG

Me v egmayoyiky péfodo pmopodv va cuvdeBovv TOAAE SoPOPETIKA HETAAAN, OT®G
avOpakoydivfPeg, avoéeidwtor yaivPeg, yvtoyxdivPec ko moAAL GAAa. To apyvpovya
Kpapato TPosOKNG YPNOUOTOOVVTOL EKTETAUEVO YO TN GLYKOAANGY| HE EMOY®YT
o1OMPOLY®V Kol pun o1dnpovyev Kpapdtwv. To mo kowa filler oto brazing gaivovtot otov
[Tivaxa 4.

Iivaxag 4:Apyvpodyo. uétolia tpoodnkns oe ovykoiinon brazing ue exaywyn

eW,'.-S. Composition, % - . Temperatura, F
Classification  Ag Cu Zn Cd Hi Solices  Liguidus  Brazing
Bag-l.. .. dd-di  1d-18 14-14% 2825 .. 1125 1145 I 145-1400
Bag-2.... 14-36 2527 19-23 17=-19 ... 1125 1295 1 295=1 550
Bag-3.... 4051 145163 135175 1517 2535 117 1270 1270150

BAg-3.. .. da-45  28-11 2426 Ca Cae 1225 1370 [3T0-155

To gvpog Oeppokpacidv cvykOAnong brazing ue emaywyn sivar amod 621 péypt 843°C.
X115 Oeppokpacieg otepeonoinong kot ™MENG TV UETAAA®V TPOCHNKNG VTLAPYEL LEYAAN
dwpdaduion kot avtd umopel vo emnpedost T pevotdTTA TOvS. YTApyovv Kot GAAQ
péETOALQ TPOGHNKNG e Gpyvpo N OAKO TTOL dev TaPoVCIAlovTol AALL ¥PNGUYLOTOLOVVTOL
TEPLOTACIOKAL.

To Bag-1 filler emutpéner ™ ovykdAAnon oe yaunin Oeppokpacio, peidvovtag v

Katavalmon evépyelag Kot teplopilovac Tig petaAlovpyikéc diepyooies. To Bag-2 filler
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apovctalel peyaho gvpoc téng, amd 542 péypt 702°C, ko xpnoedel otny TANpOOoN

TTOYOV GUVOECEWMV.

1.6.5 Xvirdopora brazing

O kaBapopog tov petdAiov PBdong mpwv ) cLYKOAANGT eivor amopoitntog yio To
OYNUATICUO OHOIOUOPP®V GLVIECU®V He DYNAN akepatdtnta. Ot emeaveleg Tpénet va
KaBoploTOVY YMUKA TPV TN BEPUAVOT TOVG, MOTE VO, amopaKpLVOoLV 0&gidila Kat ypdoa.
Y10 mpokabopiopuévo tepdylo mpénet va tomobetnOei culhinacpa (flux) apuéowmg petd, yia
va amo@evyBel porlvvon and yépia 1 0EeI0®OT 6T GLYKOAANOT| GE ATUOGPALPIKO 0EPOL.

Ta cvAurmdopoto mep€yovv GOOPLOvYO KOl OAKOAIKA OGAOTE, KLPI®G KOAOLYO Kot
ypnoomotovvtal og brazing pe emaywyn, €01kd pe apyvpovyo pétaiia mtpocOnikne. H
LOPON TOVG £Vl G€ TAGTA Kot omAmvovTot e Bovptoa N pe yekaopo. H vyporoinor toug
Kot 1 6pdon Tovg Aapfavovv ympo otovg 593°C, 6Tovg 0moiovg SIAVOVY VTOAETOUEVAL
o&eldlo Kot TPOoTOTEVOVY TIC UETOAMKEG EMUPAvEIEG TOV cvvdEovtal. To cuAMmacuo
emiong OlevKoADvVEL TN dWPpoyn Kol TN PELSTOHTNTA TOL KPAPATOG GLYKOAANGNG, OTOV
vyporomboHv. TéLog, TOAG 0O T EUTOPIKG GLAMTAGHOTO 6T0 brazing eivot WOkt T,

GKELAGLOLTAL.

1.7 Xvykolinowotnta avoieidmtmv yolopov pe brazing

Ot avoéeidmtot yaivPec dev gival mo dVOKOAOL 6T 6LYKOAANGN brazing amd 6t1 GAAot
xoAvPec. Ov peydieg mocoOTTEG YpwUiov Tov gpeavifovv, oynuatiCovv oTpdUT.
ofediov ypouiov otig emedveleg OA®V TV avoEeldmtwv YoAOPwV, ALY Kol GTPMOUOTO
ofewiov Titaviov mov oynuoatiCovtal oe avoieidmtovg ydAvPec otabepomompuévoug pe
TItévio, 6mmg o tomog 321 (AISI). Edv avtd ta 0&eidia, mov eivar Kot o Vo mopipayo, dev
QTOCTAGTOVV EMAPKAOG TOTe O gumodicovv 10 pétodrho mpocsOnkng vo SwPpéfet to
pétadro PBaong otn cvykoAinon. O oynuaticpds o&edinv ypopiov emitoybveTot OTOV Ot
avoeidmtor ydAvPec Beppaivovrar oe aépa mepiPadArovtog. Av katl 10 0&gidto pmopel vo
amopokpLvOel pe ynuikd kabapioud, évo véo otpodua mov dakdmtel T dafpoyn tov filler
0o oynuatiotel oe cuykdAAnon brazing oe aépa. H apvntikn enidpacn tov o&ediov ot

SwPpe&uotnto propel va avoKovploTel e:
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o Xnuikd «aBoplopd TV EMEOAVEINKOV O0EEWiIV amd To YOAvPa o
Bepuokpocio dmpatiov ko ypryopn Oépuaveon o Oeppokpacia brazing péoa
o€ adpavég aéPLo, OTMS To 0Pyo

e Oépuavon tov yoAvPo omevbeiog oe Oepuoxpocio brazing péoa og
amo&EdMTIKY OTUOCEUPA, OTMG GE VOPOYOVO, HETE amd Evtovo kabopioud, o
omoiog ynuiKd eAattdvel Ta 0Eeidta Kot £T61 Tpowbel T dafpoyn

e  Emwdloyn tng meployng ovvoeons Ue YNUKd evepyd GLAMMTOCUO, TO 0ol
draAvtonotel ta o&gidia, katd ™ BEpuavon ot Bepuokpacio brazing

o O¢puavon oe kevd (LeTd Tov Kabapiopd), 10 omoio peldvel moArd ofeidia,
OT®G T0 0EEIO10 TOL YPWIOV, KO TPOSTATEVEL OO GYNUOTIOUO VEDV

e AmoMmavon pe KoTdAANAO GLAAMTOGHO 1| EAEYYOUEVT ATULOCOOLPO, TPV TO
brazing tov avo&eidwtov yaivfa

e Emoyn petdriiov mpocsOnkng pe younid onpeio ™méng, dote va pewmbel n

mBavotto o&eidmong

Eyxkieiopota ko em@avelakoi pumol

Ytv cvykOAAnon pe brazing avoeidmtov ydivPa, ta eykisiopata tov uetdAAmv Baong
KOl Ol EMPOVEWKOL puTol glvanr mOAD mo emPrapn omd TV TEPITT®ON GLYKOAANONG
Kowav yaAvPov. Ta eykAeiopata petdAiov Baong 0nwg eivol to o&gida, Ta Betovya Kot
t0. vitpide moapspuPfdrlovian ot porp tov filler. H pon eumodileton kor omd tovg
EMPOAVEIOKOVG  POTTOVG, Ol OMOiol  EUMEPLEYOLY  ATOAVTIKA, OT®G £Aond, YPOQites,
HOALPOEVIO, d1G0VAPIdIL. Kot pOALPOO, Ta omola ep@avilovtal oTn SUPKEWL UNYAVIKOV
KOTEPYOACIDV, TEYVIKOV OUOpemons kol ekTpifng.  AAla vmoieipporto eivor o&eidwo
alovpwviov mov mapdyovtor gite omd apupoPoin eite amd ekTpif] pe OAOVLUIVEVIOLG
TpOY0VG.

Ta yopoaktnplotikd TV avoéeidntmv YoAdPmv oto brazing pmopovv emiong va
EMNPEACTOVLY OO aKATAAANAN oOvoeon TV HETAAA®YV, OTOC €ival O ypaeitng 1 amd
TPOGTATEVTIKT ATHOCQOPA TOV TTEPIE)XEL AlwTo. O AvBpaxag e Lopen yYpapitn cuvoéeTan
pe voépoyovo mpog oynuaticpd pebaviov, 1o omoio mpocdidel dvBpaka cTov ydAvPa Ko

YEPOTEPEVEL TNV OVTIGTAOT) GE JLAPPOON.
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Yta cvotuata brazing mov n avtoyn og diaPfpmon givarl oNUOVTIKY TPETEL VO TaipvovTaL
pétpa mpootaciog amd evaicOnTomoinon oe MEPIKPLGTOAMKY Obdfpwon. Avtd To
TpOPANUa copPaivel 6tV pn oTafEPOTOMUEVES PAGELS MOTEVITIKOD OVOEEIOMTOL YAV Pa
dtatnpovviar oe Beppokpacies oto €vpog twv 427-815°C ko amoyvyovtor apyd. O
nepioolog AvOpakag GULVOEETOL pHE TO YPOMO Kot Kotokpnuviletor otovg KOKKOLG
wotevit. 'Etot, 1 mepiBdArlovca meployn otepeitatl Tov ypopiov kot yivetal evaicOntn oe
oappwon.

Ymdpyovv  O014popol  TPOTOL  TMPOCTOGIOG N €AayloTomoinong Tov  PAATTIKOV
QMOTEAECUATOV TNG KoTakpuvionsg kopPdiov. Apyikd, n avtidpacn efaptdrol amd To
xpOVo, dpa pmopel va amogevydei datnpmvtag cvvTopo Beppikd kKOkKAo GuYKOAANoNG. Mg
HKpo ypovikd kokko brazing, 6mmg pe mopod 1 emaymykn uéBodo ce pIKpd GTEAEXN,
axopa kot aotafelg pacelg cuykoAlmvTal 6lxms va dafpdvovtat. Agdtepov, 1 evousOncia
6€ KaTakpuvion owédvetol pe v avénon meplektikoOtntag o dvOpoka. ‘Etel, o tomog
304 eivon Bedtiopévog oe oyéomn pe tov 302 kot pe younio avpaka, 6tmg o 304L eivan
aVOEKTIKOTEPOG GTNV KOTOKPTLLVIGT).

Ocov apopd tov oo 321 givan otabepomomnpévog yaivPog aArd Exel EAAPPOS YOUUNAN
avtiotaon o€ daPpwon, oe oxéon pe tov Tomo 347 Ko givar duokoldtepog o€ brazing
MOyo tov Titaviov Ti mov ypnowomoleitol ®¢ otabepomomtikd kopPdiov. Otav
ypnopomotovvran filler pe vynid onueio &g, ta katakpnuvicpuéve koapPidio pwopovv
vo dtolvBovv pe Bepuikn Koatepyooio petd to brazing. Awogopetikd, m ovioyn o€
oappwon avaxtdror pe ddyvuon ypouiov oty gvarcOntomompévn tepoyr]. H evdsktikn
Beppokpaocio Oepuikng katepyasioc otabepomoinong sivon 954-1177°C.

D)ot o1 gpopovikelovyot ydAvPes elvar evaicOntol oe epyodidfpwon dtav extifevron o
Mypoto pet@hAmv mpoctnkng oe tetapéveg katootdoels. To vypod filler sioympei oto
pétadro Paong avdpeso otovg KOKKOVG oTo onpeio Tov tdoswv, Tapdyoviag advvapn
doun. Ot thoeig pmopel va eivor Topapévovseg amd youypn kotepyacio 1 awd eoptia wov
acknOnkav katd ™ didpkela tov brazing. I'a v amoevyn awtod TOL TPOPANLOTOC, TO
TEUAYLO TPETEL VO OTAALAYOOVV amd TIG TAGELS, £iTe TPV €ite KT TOV BEPKd KOKAO TG
ovykOAMone. Téhog, to pETOAAD TPEMEL VO GLYKPOTOLVTOL WE TPOMO TOL VO UMV

AVATTUGOOVTOL OEPUIKEG 1) UINYOVIKES TAGELS KATA TN GUYKOAANOM.

40



KE®AAAIO 2 - ITIEIPAMATIKO MEPOX

2.1 leprypa@r] mEPUNATIKIG OL0OIKAGLOG

2.1.1 Ewoayoy

2V mopovoa epyacio Tapovstdletal N HEAETN TNG GLYKOAANONG HE EMAYMYIKO TNVio
(induction brazing) wotevitikov avoéeidwtov yaivBo Z10CNT18-10 (tomov 321, katd
AISI). Ot ouykoAAncelg Eyvav e T ¥pNom Vo dEopeTIK®Y Kpapdtwv Ag, tohmov AMS
4770 (AWS BAg-1A) ka1t AMS 4772 (AWS BAg-13). 10 mp®dT0 Kpapo cuyKOAANoNS N
Beppokpacio cuykoOAinong éptace toug 635°C Kot oto devTEPO Kpdpa tovg 900°C.

O avo&eidmtog ydlvPag Z10CNT18-10 eivar wotevitikdg avoleidmtog ydAvpag o omoiog
ypnoomoteitar otov kKwvnthpa M53-P2 tov Mirage 2000. Zvykekpyéva, yiveron
oLYKOAANGN brazing pe emaywyn peta&d €vog G100 KLAVOPLKOD SOKIUIOV TOV OTTOTEAEL
NV €l60y®YN aépa Kot 000 GAADV KLAIVOPIK®Y 0VOLOIOLOPP®V TEUAYIMV TOV OTOTEAOVV
v €£000 T0VL Oeprov aépa amd Tov y®po Tov Baldpov kavong. H doapdpewon yivetot
KaAvTepO kKatovont oty Ewova 12 mov gaivetatl to mepifinuo tov BaAdpov kavong,
Omov £0paletal n eEaymyn Tov aEpaL.

H ovykdAnon brazing éywve oty EAB, eved ot peténetta €leyyol pikpodouns kat ot
OTOLEWOUETPIKEG  OVOADGELS OTO  MNAEKTPOVIKO  UIKPOOKOMO  TOL  g€pyactnpiov
MetaAroyvoosiog, Tng oyoing Metarietoldymv Metodhovpyodv tov EMII. EmAéybnke o
GLYKEKPLUEVOS TPOTOG GLYKOAANONG AOY® TNG YEMUETPIKNG OKEPULOTNTOS TOV TPOGOIOEL
KOl TOV AYOGTAV TOPOUEVOVCHV TACEWV. AP0V TPOYLATOTOWONKOV 01 GLYKOAANGELS GTA
ovo doxkip agpomopikol ydAvPa, oto epyactnplo Metarloyvociog £ywvav epyacieg
Komng dokiinv, Agtovong Kot oTiAPowong pe okomd TV ovOAVGOT] TOVG GTO NAEKTPOVIKO

pikpookomo (SEM).
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Eixova 12: Aroyn tov elaptiuarog ko tov axpopvaiov (Pélog)

2.1.2 Ileypapatikog eEomiiopog

H emtuymg ovykoAAnon brazing pe emaywyn amoitei KotdAAnAn dtavoun thg Oeppotrog
ce Oha Ta HEPM NG cLYKOAANoNG. Avtd eEaptdral Kupimg amd 10 G6xE010 Tov mviov, TO
PLOUO HETOPOPAG BeprdtTag, TN OBEPLIKN Kot NAEKTPIKT OY@YIUOTNTO TOV LETAAL®Y TOV
ovvdcovtat kat Tig paleg toug. EmmAiéov, éva kald brazing s€aptdtot ko omd v emloyn
TOL KoTdAAnAov petdirov tposdnkng (filler) kar cvlmdouarog (flux).

Ot avo&eidmrtot ydAvPeg dev givarl SLGKOAN GLYKOAANGILOL, OAAGL GTNV TEPIMTMOOT LLOG TOV
neptéyel T amaitodviol Teputépm TPOoPLAGEEIS hote va Tpootatevdel omd 0EedMoELg
Katd Tov KOKAO cvykdAAnong. H mowdmta tov cuvdéopmv e€aptdtar and v emhoyn
tomov brazing, ™ Oepuokpacio g ocvykoAnong, to filler pétadio ko tov TOMO
cvAlmdopatog. Ot emloyég avtég mpémel va givar GupPaTég e TO GKOTO XPNoNG TOV

TEUOYIOV TOL GUYKOAAATOL.

Invio brazing
Ao TOALES amOYELS, TO GYESI0 TOL TNVIOV EMOYWYNG YL VO TOPEXEL KATAAANAT BEpLavon
ot0 onueio g ovykOAANoNg sivar Bépo eumepiag ko mEpapdtov. Xto brazing tov

TEPAUATOG XpNoHoToOnKe Tvio and yalkocmAnva énws eaivetatl oty Ewova 13.
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Ewxova 13:I1nvio induction brazing

H dudtaén €xet ) popen evog moAd amoTeAeGHOTIKOD EEMTEPIKOD GMOANVOEIOOVE TTNVIOV.
To nAektpopoyvntikd medio eEmteptkd Tov Tviov gival TOAD YapnAdTEPO amd VTO GTO
€0mTEPIKO TOov. H  emoyoywn Pdon oOmwg oeoaiveton givor moAlamiov  Bécewv,
KOTOOKEVAGUEVT OO YOAKO Kot TEPLEYEL OTEG YOl TV KUKAOPOpPio TOV vEPOD MG YUKTIKO.
H ovvappoyn avt Baciomnke yio ) poppoloyia tng oTn SUVOUN TOV NAEKTPOLAYVITIKOD
nediov mov dnuovpyeitan péoa oto mvio. H dvvaun avt) vrayopevetal and tov apbud
TOV GTEWPOV OV HOVAdH L KOVE, TNV amdOcTaon UeTad TOVG Kol TNV OmTOGTACT UETOED

mnviov Kot tepaiov.

Mnyavi] ovykéiinong

H Oeppoxpacia g ovykdAinong umopel va emnpeoaoctel opketd amd tov pubuod
0épuravonc. O pvOuog eEaptdtar amd to PEyeBog TG YEVWATPLOG KOl TNV IKOVOTNTO EAEYYXOV
TOV EVOAAOGGOUEVOL pevpaTog oto mvio. H yevwntpuo mov ypnopomomnke eivail m
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LEPEL high frequency, pe tdon pevpotog péxpt 380V, évioon 88A Kot TPLOOCIKO
gvaAloooouevo pevpa. H yapmAn oydg yevikd peiovel to puBud 6ppavong kot mopéyet
rpovo dote pe Beppikn aywyn va e€looppomncoovv ot Beppokpacieg 6TV mePLOy TG
cvykOAMone. H AovBaopévn emhoyn 1ov €mmédov 16YVOG NG YEVVNTPLIG TPoKaAel
npoPAnua oto brazing, pe mo ocvvnbiopévo v taydtatn Oépuaven tov TEpOyiov.
Oepdvtog mwg Pacikdg oTdX0g ivar ol BEpLOKPAGIES TOV EMPAVEIOV TOV UETAAA®V
ovykoAAnong kot tov filler va givar opodpopeeg, epappootrav yopnroi pvOuoi
0épuavong otic ovykoAAfoelg pag. H moodmta g oyvog (KW) mov omotteitor ot
oLYKOAANON pag e€apTATOL TAVTO OO TN CLUUETPIO TOV SOKIIOV Kot TO VAIKO TOVG. XTnV
TEPIMTOON HOG TOL AENTOG COANVOG CLYKOAAATOL HE EMKAADYN G GAAOV KLALVOPIKO
COAMVA, M YounAn Bépuavon mapéyel Tov amapaitmro ypovo wote M Oeppdtmra vo
Swpopembel opodpopea otn cvykdAinon. H Béltiom petapopd emtvyydvetor 6tav M
avtiotaon 5000V TG TNYNG 100VTAL PE TNV avTioToon €10000v oto vio. [Tapdia avtd,
T0 brazing dev mpénel va exteheotel PlooTikd, 610TL o1 YGALPEC pag Exovv yaunin Oepuikn

ayOYOTTA KOl VYNAY avTicToo.

Ewxova 14:Lepel high frequency

Métairo TpooONKNg
>to brazing Aapfaver pépog ™én tov puetdiiov tpoodnkng (filler) peta&d tov empoveldv
TOV PETAAM®V 6VYKOAANoNG. H Asttovpyia tov givar va mpoc@épet petardovpykd dEG1LO

otig emaveleg tov petdlwv. Ta fillers pmopovv vo Ppiokoviar ce peydin mowidia
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oynuaToV, peyebdov Kat kpoudtov avaioya pe tov okond ypriong tovg (Detty, 2014). H
EMAOYN YPNONS GLYKEKPIUEVOD KPALOTOS KOl OYNLLOTOG €E0PTATOL KUPIWG amd TOL LETOAAML
Bdong mov cvykoAhovvTon ko To TEPPAAAOV TOL aVTA Ba EKTEOOVV.

Ta fillers mov ypnoonomdnkov oto meipapa £xovy o¢ Pacikd pétorlo kpdpotog tov Ag
Kot givot Tomov AMS 4770 (Bag-1A) kouw AMS 4772 (Bag-13). Ot 6TO(EIOUETPIKEG TOVG

aVOADGELS TAPOVGLALOVTOL GTOV TOPAKATM TIVOKAL.

IMivaxog 5:Filler metals

FILLER Ag Cu Zn Cd Ni Alha,
otolyeio
AMS 4770 50 15,5 16,5 18 - 0,15
AMS 4772 54 40 5 - 1 0,15
FILLER Solidus Liquidus Brazing
Temperature °C Temperature °C temperature °C
AMS 4770 630 635 635-760
AMS 4772 720 860 860-970

H oupdda twv BAG fillers eivon n o dradedopévn oto brazing avoéeidwtov yoldpwov. Ta
filler mov ypnowomomoape mepiéyovv peydreg mocotnteg Ag kar Cu, ue amotélecpo va
€xovv euVTNKTIKEG 1W010tNTEC. Avtd @aiveton kot omv Ewova 15, oty omoia 1y
neplekTikottes 15,5% war 40% oe Cu n Beppokpacio Eemg TOV KPAUOTOG UEIDVETOL
aoOntd. Or cvvdéaelg mov yivovtar pe brazing kot yprion apyvpovywv fillers dev pmopodv
va ypnowonombodv e epapuoyég vyniov Beppokpacidv. H mpotevopevn avototn
Oeppokpaocio eivor 370°C kot ot avoy€g 6TO0 GUVOEGHO €lval HEYOAEG, UE OLOUETPIKN
AmOGTOCT) TOV HETAAA®V va, kKopaiveton petasd 0,038 kot 0,050 mm.

To filler AMS 4770 napatmpodue 0Tt €xel yopnAn Beppokpacio GLYKOAANONG, TPAYUa
OV EAOYIOTOMOlEL TNV KOTOVOAMGOKOUEVY] €VEPYELL KOl TEPLOPIlEl TIC UETAAAOVPYIKES
aAhayég ota pétarlo Pdong. EmumAéov, Bo peiwbei 1o @orvopevo g o&eidmong oto
GUVOEGHO Kol B oYMUATIGTOOV VTOAEIUIOTO CLAMTAGLOTOC TOV Elval TTO EXPPENTN GTNV
amopdakpvven tovg. To 1010 filler mapovoialer oteva dpla Beppokpoaciog tENG, onAadn
630-635°C, mpdypa to omoio Ponbdest ot KoAn pon tov. 10 pETaAAO TpocHnkng AMS
4772 n mpoodnkn vikeriov (Ni) Ponbdel otn cwot dwfpoyn kot Pertidvel T cvvdeon

O0tav cuyKoAAdTOL avoEelidmTog xaAvPag pe aAAov avoleidmTo.
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Emeidn n ovykdAAnon pog yiveror petald 600 MOTEVITIKOV avoEEldmTv YoAOBwv To
kpapo AMS 4770 katd 1 Owdpkeln TG ovykOAAnong 0Oo Ppebel péoa oty
Bepuoxpaciaky meployn evacOnronoinong tov 540 pe 870°C. IMapdio avtd, to GAAO
Kkpapo cvykdAAnone AMS 4772 ue Beppokpactokd gvpog brazing 860-970°C dev méptet
ot mepoyn evarsnronoinong. To devtepo kpdpa €xet liquidus ot Oepuokpacio Tmv
860°C, oe avtibeon pe to 4770 pe avtiotoyn Oepuokpacio otovg 635°C. v meployn
avt) ovuPaivovv eoawvoueva Katokpruviong kopPdiov tov Cr oto péroiio Pdong, mov
emmpedlovv apvntikd v avtiotaon oe ddPpwon tov petdAiov. H katakpruvion dpmg
eCaptatar amd T Sdpkew ¢ Oépupovong kot ™ Oepuokpacio, a@od Alya Aemtd
mapopovig dev Ba evteivouv 10 @atvopevo. Emiong, o ydivPag tov mepdpatog sivol

otafepomomuévog pe Ti ondte dtoopariletar n ovénpévn avtoyr ot dappwon.

Eutectic l’ropcrtics
1200

1000

400 4 [

0 - .
0O 10 20 30 40 50 60 70 80 90 100
Ag Mass % Cu Cu

Eixova 15: Evtnrrirég 1010tnreg Ag kar Cu (Daly, 2013)

Ta fillers mapatnpovpe nwg mepiéyovv Zn xor Cu pe omotédecpo o€ TEPIMTOON
vrepBéppovonc N BEppavong pe peyain stdpketo vo tpokindel extetopuévn deicdvon tomv
OTOYEI®V aVTAOV GTOVE KOKKOVG, 00nydvtag o€ yoabvpomoinon ¢ cvykdAinons. To
kado Cd mpootifetar oto filler yio va peidoetl ™ Beppoxpocio ThEemg Kot vo PeATidoel
m JwPpoy. To Cd xou Zn dev mpémer va YPNGUYOTOOVVIOL GE TPOCTATEVUEVES
atpocearpes kol to Cd omuovpyet Toéikd aépla amd v e&atuion tov. [Hopdia avtd, Ta
otoyeio avTA ALEAVOLY TNV GLYKOAANGILOTNTA TOL YAALPA Lo,
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Ta pétaddo mpooOnkng mpo-tomobetnOnkav péGO GTNV GLYKOAANGN WHE TPOTO TOL
napovotaletanr otig Ewkdveg 16 ko 17. To pétardo mpocsOnkng dev oynuatice KAEGTO
KOUKAO otV TomoBETNGT TOL Yol KOAVTEPO OMOTEAECLLATO LE TNV EXAYMYIKN HEB0dO. ZT1g
GLYKOAAMGELG OV EKTEAESTNKAYV, TO LETAAAO TPOGOTKNG OV YpnoLomomOnKay NTavV Kot
ta dvo pe Baomn tov dpyvpo (Ag). Avtd 1o dedopévo mepropilet Tig cuvinkeg Aettovpyiog

TOV TEMKOV TPOiOVTOG o€ PEYIoTN Beppokpacia Aettovpyiag tovg 370°C.

ALLOY RING

TUBE

INDLCTION CoiL

Eixova 16:Xyédi0 Eiwxova 17:TomobOétnon filler mpiv 7o brazing
ovvoeouoloyiog brazing ue

EmOywyn, ue Tpotomobétnon

filler

To cvAriraopa (flux)

H mpotopyikn Aettovpyle tov GUAMTAGHOTOG €ivol VO TPOCTOTEYEL TIS HETOUAMKEG
EMPAVEIEG TOV OOKIUI®V OV GLYKOAAOUVTOL KOl TO WHETOAAO GLYKOAANGONG amd TNV
ofeidwon «xoatd T Oéppavorn. Xt ovykOAAnon brazing mov ektedovpe  diyog
TPOCTATEVTIKY]  OTHOCQaLPO, €ivol amapoitnmm m ypnon tov. O tomoc flux mov
ypnoonomdnke avikel oy opdda tov FB3-A,-F,-G cOppmva pe v tumonoinon tov
AWS (American Welding Society) kot mepieiye Bopaka kot @86plo. To Oepuokpactorkd
Tov €0pog¢ givan 570-870°C kou givor katdAinio yio cvykoAnoelg brazing pe apyvpodya
fillers. TMapaxdre mapatiBetar n Ewkova 18 100 cLAMMTAGUOTOC TTOL TNPE HEPOC GTO

brazing, kabm¢ kot otnv Ewdva 19 mapovoialetor n tonobitnon tov pe fovproa.

47



Ewxova 18:2v)liracua brazing Eixova 19: ToroOétnon oviiimaouorog

mpwv v évapdcn brazing

2.1.3 Ileypopotiky o10dIKoGia

H nepapatikn dwdikacio meprypdpetan og &1 frpara, to onoio etvat:

1.

KotdAAniog oyedoopog g odvdeong aprvoviag amdctacn petald twv 600
petdAlov petald 38 kot S0um, yio opoAn} pon ToL KPAUOTOS GLYKOAANGNG HECH
TPLLOEOOVG dVVAUNG

KobBapiopdg tov empoveldv tov LAK®OV chvdeong, onAadr tev ovoLeldntmv

YOAOPOV pe unyovikd PEGH Kot GUYKEKPLUEVO e LOAOPOAN

3. Eoappoyn cuAMIdoiatog Kot 6TIG V0 EMPAVEIEG

[Ipocappoyn tov petdAiov Bdong pe o pétaAlo TpocHNKNG Kot TomoETnor Tovg
E0MTEPIKA TOL TNVIOL

Oéppovon Tov HETAA®V PEXPL va. emiTevyBel pon Tov HETAAAOD GUYKOAANONG
KoaBapiopdg 100 0LUVOECHOL  GLYKOAANGONMG Y.  OMORAKPLVOY OA®V  T®V

VTOAEIUUATOV CLAMTACLOTOG
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Ta 000 Cevydpla dokipiov and wotevitikd ovoteidmto ydAvpfo tomov Z10CNT18-10
npoetoludotnkay yio ) cvykoAinomn brazing, apod mpdTo AeldvOnkav oTIG GKPEG LE
varoPoin kot kabapiotnrav and axabopoieg ko ofegidwa. Ta dokipa @aivovrar otnv

Ewova 20.

Eixova 20:Aokiuia mpog ovykoiinon
H obvdeon tov chacpdtov €ytve pe emkdAvym tov tepayiov €660V a€pa GTO TEUAYLO

€16660v. Avto @aivetan kabapd oty Ewkova 21.

Eiwxova 21:Moppoloyia doxyuicwv o0ykOAINONS UE ETIKGADYY TOV GWANVO. E160YWYNS OO
OKPOPVLOLO ECAYWYNG
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H dwdwkacio cuykdAinong oe péon Beppokpacio pe eraymykd nnvio epoppoctnke 600
QOPES e O1oPOPETIKO KpApa cLYKOAANoNG 1| KAOE pia. To e£€101KELIEVO TPOGOTIKO QPO
mmpe OAa T amopaitnTa pétpa aceareiog Eekivnoe T dadikacia cuykoAAnons. Ta Méoa
Atopikng Ipootaciog nTav yaviio ac@aleiog, TPOCTATEVTIKY LACKO OVATVONG Kol E10TKA
TPOCTUTEVTIKA YVOALL, AOY® TOV GUYVOTHTOV AELTOVPYIONG TNG YEVVITPLO PEVIOTOG KOL TNG
EPOPUOYNG NG OLYKOAANONG oe efmtepkd mepiBdAlov. Avtd mapovcslalovial oTnv

Ewova 22.

Eixova 22:11pocratevtikn udoka, yovtio. oQOoLEIOS KO TPOCTATEVTIKG, YDOLIO,

H yevwitplo petédmoe evoAAOCOOUEVO PEVUO GTO ANVIO KOlU HE EMAY®OYN TO PevUO
petadoonke otn ocvykoAinon. H Beppokpacio g ocvykdAinong éptace toug 635°C oty
nepintwon tov AMS-4770, evd yuoo to AMS-4772 tovg 900°C, pe amotédeoua vo yivel
™én tov filler ko 6yt tov ydAvPa. H Ogppoxpacio tov 900°C eivar apketd vynAr yio va
unv Adpet pépog evasOnTonoinomn tov MoTEVITIKOU YOALPa, dAAL APKETA YOUNAT OGTE VO,
unv mpokaAéoel dwdomacn KopPdiov Tov TiItaOviov. XTIG TOPOKAT® QOTOYPAPIES

angwkoviCetar  ™én tov filler kot n dvodog Beppoxpaciog g YOp® TepLoyNS.
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Ewxova 23:Evopln brazing Eixova 24: 270 3S€C ¢ ovykoinong

O Bepuikog kvKLog TG cLYKOAANoNG eiye diapkela 10sec. Katd t didpketo tov brazing
Aertovpyohoe Omay®myOs aépa KOVIKOD GYNUOTOS TAve omd T0 JoKifo, AOY® TV
egatpicewv emkivovvov kowcaepiov énmg tov kadpiov (Cd) kot Tov yevdapydpov (Zn).
Kotd v évapén g dadikaciog to dokipo tonobeteital péca otny TEPLOYn TOL TNVIOL,
onmg eaiveton otv Ewova 23, oe iogg anootdoelg and avtd. Xta 3 SeC mapoatnpeiton
avénon g Beppokpociog kKot gueavion £vtovov gpufpold YpOUATOS GTO oNuElo NG
ocvykoAong (Ewdva 24). 1o ypovikd omueio tov 6 Sec mn Beppokpacio @Tével o610
HéyloTo onueio TG Kot GuVOdEVETOL P eEATIION OANG TG TOGOTNTOS CLAMTAGLOTOC. T
10 sec tng cvykOAANoNG £XOVUE TO TEAOC TNG OlEPYACING, KOTA TO OO0 1) YEVVITPLO OEV
onpovpyet mAéov emaywyikd pevpa. To dokipd pog amopakpHveToL Amd TNV TEPLOYT| TOV
nanviov ko aprivetat og Bepuokpacia dopatiov yia amdyvén (Ewdva 26).

Metd to brazing to e€dptnpa vaéotn amdoyvén yio ) otepeomoinon tov filler ko éxmAvon

HE VEPO Y10 TOULAKPLVOT] TV VITOAEIUUATOV CLAMTACUOTOG Kot 0EESTmV.
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Eiwxova 25:2ta 65€eC ¢ avykoiinong Eixova 26: 270 €06 S ovykoAinons

brazing

2.2 Komj-Eyxipotiopéc-Aciaven-Xtidfoon

Mo 1t dvvam €€étaon TV GUYKOAAMNCE®MV UE TEYVIKEG NAEKTPOVIKNG WKPOCKOTING Oa
npénel vo, mponynOel Sadikocioo n omoia Oa épel TV emPdvel TOL VAIKOV g pio
KOTAOTOON TTOV Vo EMTPEMETOL 1| Topatpnon tov. H dadikacio avtr meptiapfavel v
Komr TV doKimv og dv0 ioa Tepd)Le, TOV EYKIPOTIGUO TOVG, TN Aclavon Kot T oTiAPwon

TOVG,.

2.2.1 Kom

IMa mv kom TV dokpimv ypnotpomomonke 01KO unydvno Komne LeTdAlov pe dicko
KomNG oL givol KatdAAnAog yio okAnpd péroria. Kotd tn didpkeio g komng Adppove
YOPO TOVTOYPOVA TAVGN TOV doKyiwv pe vepd, Pe okKomd TV YiEn Kabdg kotd
owpkelr g Jwdwkociog epeaviCovror  omvOnpeg Kol OVOTTOCCOVTIOL  VYNAEG

Oepurokpacies. Ta tehkd koppéva dokipa eaivovtol oty tapakdte Ewova 27.
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Ewova 27 : Telixd, doxiuio petd. ty xonn

2.2.2 Eyxipotiopnog

Metd Vv komn TV delyUdToV e dioK0o, TO SOKIHLO TOV TPOEKLYOY NTAV OPKETH LKPO
peyébovg dote 0 xepiopdc vo kabictatal 6vokorog. ‘Etot, ta dokipa eyxipotifovror yia
KaADTEPN O1ATPNGON TOV GKPOV TOLG KOl Y10 VO EUTOOICTEL 1 ATOKOAANON EMPAVEIOKDV
emotpopdtov. O eykipotionds &ywve pe pntivn yoxpov eykifotiopod. Ilpwv tov
gykipotiocnd ce pntivn n emedvelo. tov dokipiov kabapiotnke and axabapoieg kot
Mmopéc ovoieg dote va emtevyfel KaAdtepn TpdSLON LETOED HETOAALKOD doKIiov Kot
pntivng. H emo&ikn pntivn mov ypnoipomombnke ypetdletor Kot kAnpouv, o avaroyio 6
otoydveg okAnpovi ava 10ml pnrivne.

Eixova 28: Eykifaotiouos te6o0pmv oKLy
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2.2.3 Agiavon
H Aelavon 0mmg kot n oTiABOON amoGKOToUV 6T UEIMOT NG EMPOVEINKNG TPOYVTNTS
TOV 0OKIUIOV, MOTE Vo Eivat SLVATH 1 TOKAAVYN TNG OOUNG TOV. XTO GTAI0 TG AEiavomng
QTTOLOKPVVETOL TO ETIPOVELOKO GTPMUO TOV VAIKOV oL vréotn (nuiég katd v xomn. H
QOULAKPLVGT TOL VAIKOV YiveTonl pnyovikd, pe ektpiffn tov tepayiov mhveo oe okAnpd
puéco. Zuykekpipéva epapproletar kaetn doknon SVVOUNG LE TV TEST TOV dUYTUA®Y GE
OULYKEKPIUEVO AVOIKTO EMimedo ympo unyoviuatog Strauers Labo Pool-5, tave og 1dka
yopTid Agtovong amd kopPido tov wupitiov (SIC). Ta yoptid Asiovong yapaxtmpilovran
omd évay aplOpd o omoiog aviioTorkel oe Sidpopec TukvOTHTEC (ApONOC KoKKmV/IN%) Kat
&xovv ) Ponbeta Tov vepol, mov piyvetar 6To eMinedd TOVG Yo H1EVKOAVVOT TG Aglavong
Kot GuvEXN KaBapIGHO TV YOPTIDV.
2m ddikacio Aelavong to e10kd yopTid TomofeTohvTarl dlodoyIKA G TEPICTPEPOUEVO
dtoko kot Ady® @Bopdc amd ™ ypnon mpénel va. aviikadiotavtatl. O dickog mepioTpépetal
6710 eninedd tov pe 250 otpoeéc/Aento. [lpdta tomobeteitan To mo YoVOPOKOKKO YapTi Kot
ovykekpyévo to 220 mesh ko m Agiavon Swpkel péyxpt va e&apaviotodv OAeg ot
TPONYOVUEVES KAKMGELS OO TNV EMLPAVELX Kol VO LetvOuV LOVO O1 YPOUUES TTOV TPOKOAETL
10 yapti. Tt ovvéyewn tomobeteitoan to emduevo yapti pe 400 mesh koi to dokipo
Aewiveton €Tl MoTE 01 Ypoupég Aelavong va givar kabeteg pe t1g mponyodueves. Ta yaptid
KkapPidiov Tov Tuptriov Tov ypnoporomOnKay fTav To ENG:
220—400—800—1200—2000 mesh
Oco mo apatd 10 yopti amd KOKKOVS, ONAMON UEYAAVTEPOVS KOKKOVLG, T000 Pabitepeg
Yopayég otV empdvela Tov dokiov. TErog, apov olokinpwbei n Aelavor Tov ekdoTOTE
dokipiov yo kéBe yoapti, mpémel n Aewaopévn emedvea va KaBapiletan pe vepod, PapPdit

Kot atBovOAn, EVO AUECHS GTEYVAOVETAL 1] EMPAVELD LLE KATAAANAO GTEYVOTHPA.
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Eiwxova 29: Aciovon dokiioo

2.2.4 Xridpoon

Metd ™ Aeiovon akoAovBel to o1dd0 ™G oTiAPwong Yoo ta dokipa. XKOmOS NG
otiAfoong stvor va AswavBel TANpog 1 empdveln Tov dokimv Kot vo. €EAPOVIGTOVV
TANPOG ot Ypappég Aelavong and to mponyovuevo Prna. H dwdkacio elvar mapodpowo pe
M Aglovon aAld Tdpa avti yio yoptid Aeloavons ypnoiponotohvtot dickot te €101KO movi,
v oto omoio TomofeTobvTaL EOIKE MPNUATO ATOEESTIKOV COUATIOIMY oAAG Kot
Mravtikod mpog d1levkoAvven ¢ oTiAfmonc. Apykd ypnowonomdnke AMmovtikd MetaDi
Fluid ¢ etapeiag Buehler kot méota dapavtiov (Buehler) peyébovg 6um, evd o
GULVEYELN Y10 TO AEmTOpEPT] OTIAB®ON YPNOLOTOWONKE AMITOVTIKO KOl TAGTO OLOULOVTION
peyébovg lum. Xty Ewoéva 30 gaivovtor or mdoteg dtapavtiov kot otnv Ewova 31
dwdwkacio otiMfwonc pe to Amovtiko. To dokipa petd kabopilovrol Kol oTeEyVOVOVTL
pe Tov 1810 TpOTo OTMG ot AelovoT Kot 1) EMPAVELL TOVG TTPEMEL Vo, lval ooV KaBpEnnc.
210 téh0g ™G dadkaciog yivetal EAeyy0g TG EMPAVELNG GTO ONTIKO HKPOOKOTIO, OCTE
va oamotmlel 6TL N empdveln elvar TANPOC amoArayuévn and ypappés Astoavong. Ta

teMkd dokipa aivovror oty Ewova 32, Hotepa amd to téAog TG dtodikaciog.
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Eixova 30:11dotes orouavtiod Eixova 31:Awadikooio otiifwaons

Eiwxova 32: Tehika doxiuio pueta amo otiAfwon
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2.3 Hiektpoviki] Mikpookomia Xapmong (SEM)

Ta téooepa (4) dokipo Tov mepapatog e€etdomroyv oto HAiektpovikdé Mikpookomio
Ydpwong, To omoio eivar Tomov Jeol 6100 EM. H niektpovikn pikpockomio eivol pio amod
TIG GUYYPOVES Kol EVEMKTEG HEBOOOVS OVAAVOTG TNG LKPOSOUNG LEYAAOD aptOOD VAIKAV.
H peydhn mmg ypnodtto amotelel 1 TopaTpnon ETPOVEIDV KOl GE GUVOVACUO UE
KOTAAANAO GUGTNO UIKPOAVAAVONC 1 GTOXEIOUETPIKT] OVOAVGT GUYKEKPIUEVOV TEPLOYDV
™G VO moPATNPNOT EKOVAS. To NMAEKTPOVIKO HIKPOOKOTIO GAP®ONG Eivarl Opyoavo Tov
Aertovpyel OmwG TEPIMOL Kol €vol OTMTIKO UIKPOGKOTO HOVO oL ypnotpomotel déoun
NAEKTPOVIOV LYNANG evEPYELOG avTi Y100 MG, Yo Vo EETAGEL OVTIKEILEVO GE AETTOUEPT
KMpoko. H 0éoun miektpoviov copovel TV emQAVEIL TOV OElYHOTOS UE TO OMOi0
aAMAETIOPA. ATO TNV CAANAETIOPACT QLTI TPOKVITOVV TANPOPOPIES GE GYEOM LE TA
dropa TV ototyeiwv mwov amaptilovv 10 e€eTalONEVO VAIKO.

Ao T0 OMOTEAECUOTO TOV NAEKTPOVIKOV UIKPOGKOTIOL KATAAYOVUE GTO GUUTEPACLLO, EQV
0l GLYKOAANGELS €lyav TO OmOPOITNTO AMOTEAEGLOTO KO TPOJLOYPAPES Y1 va. BpeBodv og
ocvykekpipéves ouvOnkeg Asttovpyioc. Ta Opla Kot ot OvOYES Yol TOL EANTTIOUATO TOV
OLYKOAMNGEDY pag divovtal amd T0 Apeptkaviko Ivotitovto Tvykolncewv (AWS) kat
givan can avdroya v mepintwon. O TOmog cuykOAAN oG brazing mov ekteléoape aviKel
oV katnyopio. A kAT TNV OMoio Ol GUVOEGHOL VITOKEWTAL GE VYNAEG TAGELS, KUKAIKES

eopticelg Kot 1 actoyio Ba emeépel YNAG KivoOLVo GE TPOCHOTIKO 1 TEPLOVGIAL.
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KEDAAAIO 3 -AITIOTEAEXEMATA

3.1 Zvyko6rinon pe kpapa AMS 4770

Ta doxipa mov e€gtdotnkay Nrav T€ooepa Kol TePIAdUPavay 0Vo and Kabe cuykdAANoN
oL &ywve pE JQOPETIKO UETOAAO TpocOnkne. ‘Yotepa amd avdivon oto SEM
ouumepaiveTol OTL 1 HKpodou tov peTdAlov mpoctnkng AMS 4770 amoteAeitor amd
TPEIS QACELS. AVTEC QoivovTal OTN EOTOYPOEIN OO TO NAEKTPOVIKO WKPOOKOTIO KOl

Kotaypdeovtor og A,B kol I” pdon.

Eixova 33:SEM purxpoypopio too AMS 4770 kpduatog

Ytov Ilivaxa 6 xotaypdeetolr m yMUKH GVOTACY TOV TPUOV QACE®V, VOTEPO Omd
avaArvoelc EDS mov éywvav ota cvykekpipéva onpeio. Ot ynuikéc avaidcelg 6gv yivovtan
onuewkd amd To HKPOSKOTo oAAG TomKG YOpw omd To onueio evolapépovtog. Ta
ototyeia mov avayvopilovral vrdpyel mBavoTTa abpoictikd va punv oynuatiCovv 100%
Katd Papog, Adym VTapENG Ko GAA®V GTOXEIOMV OALL GE QPEANTEEC TOGOTNTEG OV OEV

vdpyel AOYoG KaToypapng.

Iivakag 6.: Xnuixn ovovBeon drapopetikav pacewv Ekovag 32

Zovn | ®don Ag Cu Zn Cd Cr Fe Ti
A Cu-Béon 105 |453 |42 1.5 - - -

B Ag-Bdon 62 3 8.5 25.3 - - -

r Fe-Baon 225 |47 51 8.5 10.8 47.7 0.5




Onwg eaiveTor 6Ty TOPATAVEO HKPOYPUPIDt 0 GUVOEGHOG TOV UETAAAOD GLYKOAANONG
AMS-4770, amotedeitor amd okobpeg kol OvOlKTEG mepoyés. H poavpn meproyr mov
Bpioketon o610 KAT® WHEPOG TNG €KOVOG omoterel 1o pétoAAo Pdong, OmAaon Tov
avoleidmto ydAvPa. Xtnv mepoyn tov filler ov oxovpeg meproyéc amekoviovv @don
mhobvola o€ YaAkd, o omoiog evromiletat 6to péTaALO TPooHNKNG o€ T0c0oTO 15.5%. XNV
Ewoéva 34 oeaivetar pia pikpoypogio omd SEM oty meproyn tov brazing kot éva
Sqypappo ynuikng avaivong EDS ot mlovoia oe yoAkd meployn. Xto dudypappoe EDS
TOPOTNPEITOL HEYIOTN TEPLEKTIKOTNTO Y10 TOV YOAKO KOU TOV WYELOAPYLPO, TO. OTOio

Bpiokovtar pali og vYNAAL TOGOGTA 6TV TEPLOYN ToL brazing.

Spectrum 27

20pm : Electron Image 1 Full Scale 318 cts Cursor: 0.053 (193 ot=) ke

Ewxova 34:SEM kou EDS avalvon e mhovoiag oe Cu meproync brazing

Ilivaxag 7:H otoiycioustpixy avéivon oxo to owaypouuc EDS

Ytoyeio Fe Ni Cu Zn Ag

[Teprektikdmra% | 1.16 2.05 57.82 32.33 6.63

Ot avoytoxpoUeg TePLoYEG ot cLYKOAANom ue induction brazing vrodnidvovv éviovn
napovcia apybpov (Ag), 0 0moi0g KoL VIEPICYVEL TOGOTIKA TN TEPLOYN TOL brazing. Xe
pia yevikn pkpoypagio SEM kot pio ynun avaivon EDS piog supitepng meproyng tov
KpARaTog cLYKOAANONG €lval @avepn M vrepicyvon Tov apyHPov, OTWE POIVETAL GTNV
Ewoéva 35.

ZVYKEKPLUEVO, OTO SLAYPOLLLLO CTOLYEOUETPIOG POIVOVTOL Ol HEYIGTES TTEPIEKTIKOTNTES VOL
1oYLOLY YL TOV GPYVPO Kot To KAduo, Ta omoia Ppiokovion poli oto péylota oTIC

aVOIKTOYPMUES TEPLOYES TOV brazing.
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40pm

Electron Image 1

s Spectrum 17

Cu
In

cu 7n
Cd U in

T
] 1 2 3 4 S B 7 g 9 10
Full Scale 383 cts Cursor: 0,053 (185 ctz) ke

Eixova 35:SEM xa1 EDS avalvon svpeiag meproyns kpauozog ovykoiinons

[Mapatmpodpe eniong Tmg 0V EYOVUE EKTETOUEVT JLAYLOT TOV KPOUATIKOV GTOLYEIV TOV
filler péoa oto pérairo Paongc, apod udvo oto OPLo. TNE SIETPAVELAS TOVG TAPATIPEITOL TO
eowvopevo avtd. Omwg avapépetal kot o mhve, n eaon I' eivon mhovoia oe oidonpo (Fe)
Kol Eyovpe vYynAn ddyvon Tov Ag amd 10 KpAUo cLYKOAANOMG péca otov ydAvPa, ce
1060070 10V 22,5%. Evd 0 vtorowmo kpopatikd otoyeio Zn, Cu kar Cd dolvovrar og
yauniotepo Pabud otov wotevitikd ydAvPo. IMapore avtd, to filler Swfpéyer oe
TEPLOPICUEVT] EKTAOT) TO HETAALO PAoNG Ko ELPAVILEL GTOLYEIOUETPIKT OVAALGT| OTO AKPA

HE TNV CLYKOAAN O, Otwg paivetan otov [livaka 8.

Iivakag 8:2roryciouetpio yalofo oty TEPLOYN OIETIPAVELOS

Ytoyeio Ti Cr Fe Cu Zn Ag Cd
ITeprektikdmrao | 0.5 10.8 47.7 5 5 22.5 8.5
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‘Etol, dwuoc@aAileton koA moldtnta Tov brazing, pe younAn dudyvon kot StdAvon TV
peTdAlmv peta&d tovg. Emiong, n Oeppokpacio eaivetor va givor tkovomontiky agov dev
epeoavifetoan o&eidmon ota dKpo TG GLYKOAANONG 1 TEPIKPLOTOAMKN Odfpwon Tov

MOTEVITIKOV YAALPa.

3.2 Xpaipata cvykoiinong pe kpapa AMS 4770

H ocvykdéiinon tov kpdapoatog AMS 4770 @aivetor tKOVOTOMTIKY GTNV TEPLOYN OPYNS TNG
GLYKOANONG, Ywpic va Tapovcsidlovtal ehattopota. Xtnv Ewkdéva 36 dakpivoviar dvo
GOQEIG TEPLOYES, N OVOIKTOYPOUN TOV UETOAAOL TPOGHNKNG Kol 1) CKOLPOYPWOUTN TOL
avoéeidmtov yorvPa. [Tapdria avtd, dev EQOVUE EUEAVIOT TEPIKPVOTOAMKNG OEPPwONG

oV dempdveta tov yaAivPa pe to filler, Aoyow extetopuévng kapPidimong tov ypmpiov.

XSB S8 mm

Eixova 36: Mikpoypopia ovoykoiinons ae ueyéovan x50

2V TOPOKAT® HKpoypapio dtakpivovpe T€00EPIS LETPNOELS TAXOVG TN TEPLOYNG TOV
brazing. Ot petpnioeig eivon 244um, 224pum, 196pum kot 188pum amd 10 peyaAdtepo mayog
mpog 1o pkpotepo. Tlapatnpeiton pio otadokn erdttwon méyovg, n omoio OpwWS OV

mapovctalet dtakeva 1 0EEWOMCELS.
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Eixova 37:Metpnoeic mayovs Kpauotos ovykoiinons

H mpdm™) aocvvéyela e ovykdAAnong Ppédnke péco oty mePloyn Tov KPApotog
GLYKOAANONG Kot EMPOKELTO Yo o&ewdmpévo Eykieiopa yaAvpa. H cvotaom g meployng
eyxkielopotog mepieyel kuplog ynukd otoryeio Tov kpapatog AMS 4770 ailé ko Fe,Cr
kot Ni tov ydivPa. To péyebog evromiotnke mepimov ota 20um kor 1 Vmapén
EYKAEIOUATOV HECO OTO KPAUO, GLYKOAANOMG oamd axobopoieg doev elval omodekTo
Qawvopevo oty cuyKOAAnon. H akabapsio avt) mpoépyetal and un emopkn Kabopiopod
TOV JOKI®V GVYKOAANONG, OV £lxe MG AmoTéAeca ToV eyKA®PIoUO oTeréyovg ydAvPa

HECO TN GLYKOAANO).

80um ! Electron Imaae 1

Eixova 38: Eyxleioua yolofa oto kpduo ovoykolinons
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2TV TOPOKATO TAPOUOPPMOOT) TG GLYKOAANGONG TTapatnpiOnkoy eKTdg amd To oToLyEia
tov filler, o&uyovo kot @Bopro. Onmwg @aiveTor vIapyel EAMTNG TANPOOT LE TO KA
CLUYKOAMNONG, OAAG KOl UN  KOVOTOWNTIKY EMPOVELNKT] KOTAGTOON 1TNG TEPLOYNG
cvuykOAMone. EmmAéov, m otoryelopeTpikny avdAvon g mePoyng Tov onpeiov mov
eatvetar otnv Ewova 39 amodekvoet mapovcia ghopiov (F) o mocootd 12.5% rot kddo
(K) og mocootd 1.7%, mpdypa mov mhavov va onpaivel eyklopiopd cvAlmdopatog. O
eykAoPlopdg avtdg epmodiCer ™ pon tov filler péoo omv meploy cvykdAAnong kot
amodEKVOETAL £VTOVOL 0EEWMTIKOG e Tapovsio o&uyovov 11.5%, mpdypo mov pewdver
Aertovpykn Lon tov tedkod e€aptnuatog. TELOG, N atélela o €ivol amayopevTIKn Y10

TNV TOLWOTNTA TNG GLYKOAANONG TOL EMOVUOVLLE.

g0pm ! Electron Image 1

Eixova 39:Iopouoppwaon atnv Tepioyn tov KPGUATOS GOYKOIANGHS

3.3 Xvykorinon pe kpapa AMS 4772

H debtepn ovykoAinon péong Bepuokpaciog pe eraywyn €ywve pe ypnon kpapotog AMS
4772, 10 onoto dev mepiéyel kaduo o0nmwg o AMS 4770, oAhd vikéAo mov PonBdet ™
dwppoyn TV YoAOPwvV. Apywd mopatnpeitor O SOUOPPMOOT  TOL  KPAUOTOG
GUYKOAANONG UE OVOIKTOXPOUES, ONANOYT TAOVGIEG 68 AQ TEPLOYEG KOl TKOVPOYPWOUES
mhovoleg oe Cu meproyés, ommg gaivetar oty Ewova 40. To otepegomompuévo kpapa
oLYKOAANONG amoteAeitanl and meproy] mAovown o Ag kot mhovcia oe Cu. Emiong, 10
Kpapo cuyKOAANonG dev eppoaviCel peydlec 1 Wwitepeg dvopoppieg kot akolovdel o1
HOPPOAOYIOL GTEPEOTOINGNG LE TNV TPONYOVLEVT] GUYKOAANGN, TPAYLO TOV VTOONADVEL

opotopopen B€ppraven Tov dokiiov Kot cmotn Bepprokpacio.
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Eiwova 40: Mixpoypagpio SEM atn ovykdiinon oo AMS 4772

Ot otoryetopeTpikéc avarvoelg e EDS tov onpeiov g napondve Euovag 40 £dei&av ta

TOPOKATO ATOTEAEGUOTO.

Spectrum 49 4 Spectrum 41

Cu

Cu
in

T T T T T T
0 1 2 3 4 a -] 7 g 9 0 1 2
Full Scale 415 cts Curgor: -01135 (0 cts) ke Full Scale 415 cts Cursor: -0115 (0 cts) =

Ytoryeio | Cu Ag Ni Zn Ytovyeio | Ag Cu Zn
Iep/ta | 815 | 9.2 2.8 6.4 Iep/ta | 76 21 3
% %

Eixova 41: Xnuixés ovaldoeis mepioywv ovykoiinens

Eniong, mapammpeiton omd 10 GTOYEOUETPIKO SIAYPOAUIO THG EVPVTEPNG TEPLOYNG TOV
brazing mmg o Gpyvpog vIEPIoYVEL TOGOTIKA TOV YOAKOD. ZVYKEKPIUEVO GTN WIKPOYpApia
¢ Ewdvag 42 paivetor o mepiypappo g meployns mov emAEEAUE SEIYUATOANTTIKA Kot

oimlo To S1dypappa pe Tig TePLEKTIKOTNTES TV ototyeimv. O dpyvpog, mov epeavilel kot
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péyloto oto ddypoppa, Ppioketor pe mocootd 53.3%, evd o yoAkdg pe 41% ko
akolovbel 0 yevddpyvpog pe 4.6% Kot teElevtaio oe mEPLEKTIKOTNTO TO ViIKEMO pe 1%.
Axoua, ota Oplo TNG OETLPAVELNG TPOYUOUTOTOLEITOL OAANAETIOpOaoT TOV HETAALOV Bdong
e 1O Kpdpo ocvyKOAANong pe 1N dwdkoasio e dudyvong. Ot meployés yopw amd Tig
OLEMPAVELES OTOTEAOVVTOL OO YNUIKA GTOLKELD KO TV dVO PETAAA®V, 0ALA deV ExEL Yivel

EMEKTACT] TOV POLVOUEVOL TPOG TO EGMTEPIKO TNG GLYKOAANGNG,.

60pm Electron Image 1

n Ay Spectrum 52
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Eixova 42: Mixpoypagio SEM rar avalvon EDS svpitepng meproyns ovyxoiinong

2mv Ewéva 42 gaivetor 1 apiotn TANpmoT ToL KPAUOTOg GUYKOAANGNS GTO SLUKEVO TV
HETAAM®V oL cvvdcoviatl. v Ewova 43, 1o onueio g demedveiog gppaviCovron
KPOUOTIKG GTOUYEID Kol TOV OOTEVITIKOD avoleidwtov ydAvPa aild kot tov filler AMS
4772, 6mog €idape kol oty GAAN cvykoAinomn. O edoelg g mepoyng brazing sivon
Swkprtég yoplc edattopata. AAAG oty meployn tov yoAvPo epgaviCetor pio vrovn
okoOpa WKp TEPLoy]. YOTEPO OO OTOLEWOUETPIKY] AVAAVLON TNG TEPLOYNG, OTMG

eaivetor otov Ilivaka 9, aviyyvedtnkav peydheg mocotnteg Titaviov, 10 omoio &ivat
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otabepomomtikd otoryeio tov ydAvpa. To Titdvio PBAémovpe va cuvumdpyet pe 1o dlmto
(N), 10 omoio BpiokeTon og peydAn cvykévipmon Kot ovto. Etval yvootn n peyain ymukn
OGLYYEVELDL TOV OVO YNUIKOV GTOlKEl®V Kol 00MyoLHOoTE OTO cLUmEPAcUE OTL €XOVV

oynuotiotei vitpidwa TiN.

IHivakag 9: Iepisktikotnes atny mepLoyn Tov yaAvfo.

Xtoyyeto N Ti Cr Fe
Mep/to % | 16.4 70.4 3.2 9.9

B0pm Electron Image 1

Eiwxova 43: Mixpoypapio SEM diemipaveiog ovyxoiinong

3.4 Xedipoto cvykorinong pe kpdpo AMS 4772

Koatd v petoAroypagikn avdAlvon HeE TO MAEKTPOVIKO WHIKPOOKOTIO mopatnpnOnke
atelg dteicdvon tov filler (Ewova 44). To S1dkevo Exel PNKOG EVVIOTAAGLO TNG SLOTOUNG
g ovykOAAnong, oniadn 1.7mm, 6tav n Swrtopn eivor 188um, evd 10 TAGTOG NG
Eemepvael 10 60% Tov MAdTOVG TG GLYKOAANGONG. H éxtaom tov cedApatog elvar extdg
oplmVv Yo T GVYKOAANGYN Kot Tapoatnpeital €viovn Sidyvon tov ydAvfo otnv mepLoyn,
omwg ko o&eidwon. Ze avdivon EDS mov epoppoommke o€ yetovikd onpeio g
ofeidmong Ppeédnkav peydrheg mocoOTNTEG OWONPOL, KOOMG kot ypopiov. H amovoio
TOGOTNTOG KPAPATOG GLYKOAANONG Umopel va elvar amotédecpa eyKA®PIoHOD aépa péca
670 018KEVO, Un c®wotol kKabaplopod N HETAKIVIONG TOV TEUAYIOV KATA TN LYPT PACT TOL

filler.

66



Eixova 44:Mixpoypogpio SEM ce onueio o&eiowons

2m ovvéyeto sppaviletor peydlov peyébovg mopmdeg mov enekteivetol oyxedov e OAo 10O
mAdtoc g ovykOAAnong (Ewdva 45). Ilpoketor yio  @uooiido oaepiov  mov
gykhoPiotkav ot Alpvn ovykOAAnong katd tn owdpkeln otepeomoinons. Ot mdpot
AmOTEAOVV TOAD OTMUOVTIKO TPOPANUA YEVIKOTEPO OTLG GLYKOAANGCELS Kol Ogv glvar
EMUTPENTOL APOV UTOPOVV VO OPAGOLV MG CNUEIL GLYKEVIPMOONG TACEWV 1 ©G BEcElC

GYNUOTIGUOD POYUNG KOTMOOTC.

¥ 100pm g Electron Image 1

Eixova 45:Iopwdeg ato kpdpo o0yKoIANeng

‘Eva dAAo o@AaAp0 TOL €VTOTIOTNKE OTN OCULVEXEW NG Topakoilovnone oto SEM

Bpioketow otnv Ewdva 46, omv omoio €yovpe oatedn dieicdvon Tov  KPAUOTOG

67



ovykOAnong. Eniong, o ymuikr avéAlvon mov €ywve oto onpeio mov gaiveral, Ppédnkav

T KAToo.
IHivarag 10: Xyuukn avéivon Ewcovog 45
Ytoyeio | O Cr Fe Ni Cu Zn Ag
[lep/to | 4.4 4 6 1.9 55.9 5.75 21.94
%

Ta amoteAéopoTo AMOTEAOVY OEIYHO KPOSLOPOPIGHOD GTNV TEPLOYN QLTI TOV KPAUOTOS
oLYKOAANONG pHe Kivduvo Tov TeAevtaiov va  elvar  emppenéc oe daPpwon. O
UIKPOSOPOPIGUOC NG TEPIPAAAOVCOC TEPLOYNG GLVOOEVETOL Kol 0O ATEAN O1EICOVOT TOV
kpapotoc. H atéhela avt exteivetar oe mocootd peyoivtepo tov 60% T0L TAGTOULG
GLUYKOAANONG, L€ ATOTEAEGHLA VO EIvVOL EKTOG OpimV.

[Mapopoo cedipa evromileton ko otnv Ewova 47, pe avemopkn oynUOTICHO TOV
HETOALOL GLYKOAANOMNG G€ OAO TO TAATOG TNG OLYKOAANonc. Ilapodia avtd, Oev
eppaviCetor OPOPIGHOG TV UETAAA®V Om®G otV mponyoOUevn mepintwon, oAAd
1060010 0&uyovov oto 10%, mpdypo mov vTOdEKVVEL EYKAMPIGUO aeplov KaTd T
otepeonoinon. To péyebog kot avtNg TG atélelag eivat opKeTA LEYAAO 0pOV EKTEIVETAL G

OM0 10 TAATOG GYEOOV TNG CLYKOAANONG, LE AMOTEAEGLO VO ElvaL Un oveEKTO.

0um Electron Image 1

Eixova 46:A16xevo kou eAmng Tinpwon Eiwxova 47: Ateing digioovon ato
KPGUATOS GVYKOIANONS KPOUa GVYKOIANONG

H ovykdAinon pe to xpdpo ovykoAinong AMS 4772 moapovciace apkeTd emimAéov

GOAALOTO OTO EGMTEPIKO TNG, LEPIKE oo Ta omoio paivovtal otig Ewcoveg 48 ko 49.
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Eixova 48:Aickevo. aro kpdua ovykolinong

1 B8 pxm

Eixova 49: Extetouévn ateAng minpwon Kpouotos avykoAnons

69



KE®AAAIO 4 - XYMIIEPAXMATA

Ye oot ™ OWAMUOTIKY €pyacion EKTEAECTNKE GLYKOAANON UHEC®V OePUOKPACIOV e

emayoywd mnvio (induction brazing) avapeco oe 600 KLAWVIPIKE TEUAYIO OGTEVITIKOD

avoéeidmwtov ydlvPa. H mpdtn cvykdiinon emyeipndnke pe kpdpo cvykdiinong AMS

4770 kou n oevtepn pe AMS 4772. Ta coumepdopoTo Tov UIopovpE vo eEdyovpe Bdoet

Bewpiog BipAoypapiog Kol TEPOUOTIKOV ATOTEAECUATOV elvar Ta eENG:

1.

Epappoomke emroydg dtafpoyn tov petddiov Bdone, oniadn tov ydAvPa oty
nepintwon tov AMS 4770 kpapotog cvykéAinong. To kéouo Pondnoe ot
peimon tov onueiov T™ENG TOV KPAUOTOS, OMWG Kol 6T oWOTH dPpoyn Tov
GUVOEGLLOV.

[Mapampeitor Tog n yopmin Bepuokpacio cuykdAAnong tov AMS 4770 (635°C)
OLVTEAEGE OTNV OMOVGI0 OLEWMGE®MY KOl GTNV KOVOTOWTIKY TANP®OT TOV
KPAUaTOG GUYKOAANONC.

Ymv ovykOAAnon brazing tov xpdauatogc AMS 4772 mopotnpnnkav éviova
Qowvopeva atelovs TENG ToV HETAALOVL TPOGONKNG, 0EEWBMCE®V Kol GYNUATICUOG
Top®S0VG. Ot 0&EOMGES GE GUVOVAGHUO [LE TOV GYNUATICUO SLAKEVOV HECO OTN
oLYKOMN oM opeiletar oTic peydreg Oepuokpaociec Tov brazing, ot onoieg éptacay
Kot tovg 900°C.

Ta cpdipata g cvykdAAnong Tov kpdpatog AMS 4770 opeilovtal Kupimg o€ un
EMOPKT] KOOOPIGHO TOV TEQOYI®V TPV TNV EEAPLOYN TNS GVVOESNG.

H ovykodinon kpapoatoc AMS 4770 eivar apketd kodvtepn omd tn cuyKOAAN oM
kpapotog AMS 4772, 66ov agopd Tov aptBpd TV CEOALATOV Kot TV duvaTdTTa
OVTLETOTIGNG TOVG.

Katd ™ ovykdéiinon AouPdver ydpa 1 Swfpoyr] KPOUOTIKOV GTOXEI®WV TOV
KpAUaTog cLYKOAANONG HEco oto pEToAAo Pdomng, m omoio eEaptdtal omd

Beppokpacio GUYKOAANGNG KOl T1 XPOVIKY SIUPKELDL.
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