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NEPINAHWH

H mopovoa dumhopatikny epyacio e€etdlel v ovykOAANon kpdpoatog kofaAtiov, pe v
ypron vakov TAnpoong (filler metals), pe v pébodo pecainv Oeppokpacidv e PovPVO
kevov (vacuum furnace brazing). H ovykéAAnon avti mpoypotonoleital oto mAaicto g
EXMnvikng Aepomopikng Brounyoaviag og epevvntikn HeEAET OV €0TIALEL OTNV HEAETN Ko
GLYKPLON VAIKAOV Yia T Onpovpyio BEATIOTNG 6VVOESTG Kol TANPMOTG TOL S1AKEVOD KOTA TNV

emokevn Tov Outer Liner agpokivntipa M53— P2.

To vikd mov efetdleton amotehel kpdupo xofoitiov Haynes 25 n L-605 (oaepomopiknig
npodiaypapnc AMS 5537). To cuykekpipéva kpapo kKopaAtiov pe peydlo T0600TA GE VIKEAO
Kot BoAepapio cuvovalel eEapeTikn avtoy] 6€ LYNAEC Bepuokpaciec e KOAN OvVIOyn o€
o&ewwtkd mepiParrov Emg 980 ° C yia mapatetapéveg ekBéoeic. Mmopel va katackevaotel

Kot va dStopopemBel pe copfotikég Texvikec, Kot £yl ypnotpomombet yia yutd e€aptpota.

2T0Y0C TNG HEAETNG NTaV 1 LEAETN TNG UIKPOSOUNG Kol 1 HETPNON TOV UNYOVIKOV 1510THTOV
NG GLYKOAANGTG TOL OVAPEPOUEVOD VIEPKPAUOTOS GE TPELG JLUPOPETIKEG TEPITTAOCELS, UE
dwapopetikd vk mAfpwong (filler metal), kobdg kot n ovykplon petald TV TPLOV
TEPMTOCE®V. LTV TPATN TEPIMTOCT YPNOYOTOONKE MG LAKO TANPOCNS KPAUO VIKEAIOL
aepomoptkng  mpodwuypagng AMS 4776, ot dehtepn KpAUo VIKEAMOL OLEPOTOPIKNG
npodiaypapnc AMS 4779 kar téhog otnVv Tpitn Kpdpa vikeliov tpodiaypaeng AWS BNi-9.

H pekétm g pikpodoung mpaypotomomnke pHe tn ¥pNomn MAEKTPOVIKOD HIKPOGKOTIOV
cbpwong (SEM) ce cvvdvacud pe v ypnon Ontikov Mikpookomniov. ' v perétn tov
UNYXOVIKOV 1O10TATOV TPOYLOTOTOmONKAY SOKIUES EPEAKVGLOV GE JEIYUOTO OOUOPPOUEVA
ocvppwva pe ta tpotvra ASTM — ES8.

Amd ™ perémn dwmotdOnke 0Tl 11 GLYKOAANCT NTOV EMTLYNG KOl OTIC TPES MEPMTMOCELS
XPNONG OLPOPETIKOD UETAAAOL TpooOnkng. H peAdétn tng pikpodoung dev eviomce v
avartuén emPrafov edoswv, mov 0Oa umopovoav va odnynoovv oe agloonueiot
VIOPAOoT TOV WBOTATOV, EVAO 1 HEAETN TOV UNYOVIKOV WO0THTOV OTESEIEE OTL 1] LIYOVIKN
AmOKPLOT TOV CLYKOAANUEVOV doKipimv NTav emtuyns. TEAog, avaeépetal 6TL 1) GLYKOAANON
oV mepintwon petdAdlov mpocsOnikng AMS 4779 eppdvice kaAOTEPO OMOTEAEGUOTO

GUYKPITIKA LLE TO VITOAOUTO, LETOAAL TPOGHNKTG.



ABSTRACT

This diploma thesis examines the welding of a cobalt alloy, with the use of different filler
metals, using the vacuum furnace brazing method. This brazing process was carried out within
the framework of the Hellenic Aerospace Industry as a research study that focuses on the
understanding and comparison of different materials so as to create optimum bonding and

filling of the clearance during the repair of the M53-P2 engine Outer Liner.

The material under examination is the cobalt based alloy Haynes 25 or L-605 (air specification
AMS 5537). This cobalt alloy with high nickel and tungsten rates combines exceptional high
temperature resistance with good resistance to oxidative environments up to 980 ° C for
extended exposures. It can be manufactured and configured with conventional techniques and

has been used for cast components.

The aim of this study was to study the microstructure and to measure the mechanical
properties of the brazed specimens of the mentioned superalloy in three different cases, where
the filler metal changed, as well as the comparison between the three cases. In the first case,
AMS 4776 nickel alloy was used as filler metal, in the second case AMS 4779 nickel alloy

was used as filler metal and the third case AWS nickel alloy BNi-9 was used.

The microstructure study was performed using a scanning electron microscope (SEM) in
conjunction with an Optical Microscope. For the study of mechanical properties, tensile tests

were performed on samples conforming to ASTM - E8 standards

The study found that the brazing was successful in all three cases of use of different addition
metal. The microstructure study did not detect the development of harmful phases, which
could lead to significant degradation of properties, while the study of mechanical properties
demonstrated that the mechanical response of the welded specimens was successful. Finally, it
is reported that the bonding in the case of AMS 4779 addition metal showed better results
compared to the other addition metals.



KE®AAAIO 1 - EIXATQI'H

Ta vrepkpdpato eivor amd too mo ocbvleto VAKE mov €yovv avoamtvybel moté, Ta omoia
TEPLEYOLV IOl TOAAOTAOTNTO. KPOUOATIKOV OTOEI®MY KOl TOPAYoLV HE TIC KOTOAANAEG
dlepyacieg TOAATAEG PAGELG LE ONUOVTIKG Unyovikd amotelécpata. Mepukd Pacikd ototyeia
KPOUATOONG TOPAYoLV TIG Kuplopyeg OACELS, €VO O TOKIAMO  CUUTANPOUATIKOV
KPOLOTIKOV GTOXEI®MV, CLYVE GE LUKPEG TOGOTNTES , LTOPOVV VO TPOTOTOCOVV TG WO1OTNTEC.
Y& OPICUEVEG MEPMTMOGELS, TNV Tpomomoinon eivon ektevig. O TOUENS TOV VTEPKPOUATOV
TOPOVCIALeEL 10101TEPO EVOLAPEPOV YLl £PEVVO, EOIKE Y10 TEIPAUATIKY EPEVVA, WE VEEC

EQUPUOYESG VO OLVOKOADTTOVTOL GUVEYMG.

Mo amd TIG MO ONUOVTIKEG EPOPLOYES TOV VIEPKPOUATOV Elval 0T GTNV OEPOTOPIKN
teyvoloyle kol aitepa otovg Kwvnthpeg aepookapav. O  BdAapog kavong Ttov
aEPOKIVNTN P, OALG KOt 1) TOVPUTIVO Kol TO GOGTNHO EEAYOYNG TOV KAVGAEPIMV AEITOLPYOLV
og ol vymAéc Beppokpaciec (Gvo tov 1000° C) pe amotéleopa Vo VITEPYEL | ATAiTnON Yol
Kpapota, To onoto Ba dtatnpodv TV avtoyn Tovg o€ avTég TG Beppokpacies. Tétown vAKE

elvar ta vepkpdpata Tov vikeAiov Kot Tov KoPaAtiov.

Xmv mopovco SIMA®UATIKY gpyocio HeEAeTHONKE M OLYKOAANGON €VOG VLIEPKPAUATOG
koPoltiov Haynes 25 (L-605) pe v pébodo pecaiov Oeppokpacidv g @OOPVO KEVOD
(vacuum furnace brazing) xoi pe v ypNom TPUOV SOPOPETIKOV UETAAMAMV TANPOCNG.
[Ipoxerton yioo gpevvnTIK) HEAETN, OV €0TIALEL OTNV UEAETN KOl GUYKPIOT TOV LAIKOV
mpwong (filler metals) yw ™ Snuiovpyia PBEATIOTNG GLYKOAANONG KoL TARP®ONG TOV
OlIKEVOL KOTA TNV emokevn evog Tunquotog tov agpokivnipo SNECMA MS3- P2. H
dwdkacio avt) amotelel amopaitntn papproyn yuo m Pertiotomoinon g Aettovpyiag Tov

KWW THPO TOV 0EPOGKAPOVE,.



KED®AAAIO 2 - OEQPHTIKO MEPOX

2.1. IXTOPIKA XTOIXEIA

O 0po¢ “VIEPKPALOTE” AVTUTPOCMTEVEL o KT Yopio Kpaudtmv to omoio yapaktnpilovot
amd vymin anddoon oe VYNAEG Beppokpacies. AToTeAovV, and Aoy YNUKNHG GVOTOCNG KOl
UIKPOSOUNG, TO MO TOAVTAOKA KPAUOTO TOV QTIAYTNKAY TOTE an’ Tov AvOpwmo. XvviBwg
VILAPYOLVY amd OV0 pEYPL TEGGEPA KOPLOL KPAUOTIKG GTotyela, To omoia kabopilovv kot Tig
BooiKéc 1010TNTEG TOV KPAUOTOS, EVM M0 LEYAAN TOKIAMa amd dAAa GTotyeia, mpootiBevtol pe
6KOTO VO, TPOTOTO|GOVV 1] VO EVIGYDOGOLV OVTEG 1| VO TPOCGOIMGOLV EMTAEOV 1O1OTNTEC,

AVAAOYOL TAVTO Y10 TV EPAPUOYN Y10 TV omoia wpoopilovrar [7,52,53].

‘Evag mo akpipng opiopdg 600nke amd tovg Sims kot Hagel (Wiley, New York, 1972),
GUUPOVO LLE TOVG OTO10VG VITEPKPALOTO OVOUALOVTOL T KPALOTO T OO0 avaTTOYOnKaV Yo
xpNon o€ vyniég Beppokpacieg, OMOL VTOKEWTOL GE OLGUEVEIG UNYOVIKEG TAGELS, €V
TopAAANAL amouteitoar LYNAN empavelokn otabepdtta, kot amaptiCovrar cuvnbwg, amd

OTOLYEL0 TOV TEPLOJIKOV TTIVaKQ, TTOL oviiKovy oty opdda VIIL.

Ta vrepkpdpoto dpylocov vo ovOTTOGOOVTOL TPV TOV OEVTEPO TAYKOGUIO TOAEUO KOl
AmOTELOVGOV OVGLUCTIKA Lo LETEEEMEN TV Kpapdtov VikeAiov — ypopiov, To omoio MoV
Kpdpato ockAnpwong pécw otepeol oAvpatoc. H kvntiprog dOvaun avtig g e€EMENG
VIAPEE M AVAYKY Yo 0OENGN TG ATOJOTIKOTNTAS TMV 0EPLOGTPOPIA®Y Yl XpNoN, KLpimg, o€
aepookden. 'Hon v mepiodo 1940 pe 1970 eiye yiver oApotddn €&EMEN, kabdG Kol o
KOATNYOPLOMOINoN TV LIEPKPALATOV € TPES PACIKEG OUADES, OVOAOYX LE TO OO NTAV TO

Kupiapyo kpapatikd otoryeio. [7,53,54].

To mpd®TO VIEPKPAUATO OTOTEAOVVTOV Op)IKd HOVO omd oidnpo kol vikéAlo, kabdg Kot
enopkelc mpocOnkeg ypouiov, To omoio elye yivel, 10N YVOOTO Yo TNV GLUVEIGOOPE TOV KATH
¢ 0&eldwong. Me 10 mépasa Tov ¥pdvov apyloay vo Tpootifevtan Kot dALa cToryeion OTmG
T0 aAovuivio, To Titdvio Ko to VidPro. Ta otoyeio awtd cuviédecav otn dnpovpyia ™G
GUVEKTIKNG PAONG (WG TPOG TNV OCTEVITIKY UTPA) Y', M| omoia cuvEBaAe 6To Vo avartuEovy
To. Kpdpota avtd moAD KOAN amdkpion €vovil TOL EPMLGUOV (creep resistance), ywpig vo

Aetyerl BEPara Kot 1 EPEEVIOT aveETIBOUNTOV QAGEMV 0TS 1| PACT) 7. LT GUVEXELN, OTO TEAN



g dekaetiog Tov 1940, doumot®OnKe OTL pe TV TPOSHNKN TUPIHOY®V UETAAL®Y OT®S TO
BoAppapo, 1o TavTdAlo Kot Kupiog T0 HoAVPOaivVIo, TaPEYETOL OTA KPAUATO VTE GKANPOO
péow omuovpyiag otepeo OloAvpaTog, kaBMG kol pEow  Kotakpnuviong kapPidiov

[52,53,54].

2T1c emopeves deKoeTieg T vepkpdhpata eEeAlyOnkav, Kabmg onpovpyndnkav Kot GAAES
(QAGELS KOl TOADTAOKO, LETOAAOVPYIKE GUGTILLOTO TTOV TOVS TPOGEIMGOV LOVAOIKES 1010TNTEG.
Ymv mopelo TV ¥pOVOV Kol ovAAOYD TO EMBLUNTO OMOTEAECUO, TAVTO YEVVIOUVIOV
TPOKANGELS OTOV EUPOVICOTOV 1) OVAYKT] GLYKOAAN GG Y10 TPOCAPLOYN GE KATO0 EPOPIOYN
o€ Kamowo kopupdtt e, Ot cvykoAANoelg and v GAAN HeEPLE amOTEAOVV U0l omapoitnTn

€QOPUOYT Y10 AetTOVPYIKE pépn mepimokmy e€aptudrov [1,7].

2.2. TENIKATIA TA YIIEPKPAMATA

Ta vrepkphpoTo mEPLEXOVY UEYOAO TOGOCTO KPOUOTIKOV TPocsONKaOV pe TNV emitevén
cuvdvacpoy peydng avtoxic os vyniéc Ospuokpaciec (700-1000°C) kot og ofedmTicéc
cuvOnkec. ['a 1o Adyo avtd Bempodivtal GLVAOVLHA TOV “KPAUATOV VYNADV BEPLOKPACLOV”.
Mmnopovv va gpnoiponomBodv vd e€apetikd dvopeveic cuvOnkeg dnwe vyNAN Beppoxpacia,
éviovo dwPpatikd mepaiiov, evdd n eBopd Tovg AdY® SALONG, YMUIKNG ovTidpaong M
o&eldmwong eivan n eddyiotn dvvar. Tapadociokd, To VIEPKPAUOTO KATATACCOVIOL GE TPELG
KOpleg Katnyopieg avaroya pe to Pacikd tovg otoyeio: (a)Ymepkpauata pe Baon to Zidnpo
Fe, (b)Yrepxpdapata pe Baon to Nixélio Ni, (€)Yrepkpdpata pe pdon 1o Kopalrio Co. Eni
TOL TTOPOVTOC, OUWMG, VIO pio EVPHTEPT EVvola, OAO TOL KPAUOTA TOV £XOVV TNV KAVOTITO VO
OTNPOVV TIG UNYAVIKES, PLGIKES Kol YNUIKES 1010TNTEG TOVS GE LYNAEG OeproKkpaciec Kot o€
woyLpd SPpOTIKO TEPPAAAOV UTOPOLV VO, AVIIKOUV GTNV KOTNYOpio TV LIEPKPAUATOV
[3,10,11,12,13].

e Beppokpacio dSwpatiov, ®GTOC0, 01 UNYOVIKEG WOIOTNTES TV VIEPKPAUATMOV gV EIvol TOAD
OlopopeTIKEG amd ekelvn tov ydAvPa, o omoiog givor TOAD EOMVOTEPOG KO TOPAYETOL EVKOAOL.
H vrepoyn t@v vrepkpopdtmv, cuyKpTikd e A0 PLETOAAKA KPAUOTO, OVOOEIKVOETOL GTO

YEYOVOG OTL EpPaviovy VYNAN avToyn 6T JSEPPWON KON Kol 6 TOAD VYNASG €Hpog



Beppokpacidv. Avtd To KaOIGTA 100VIKOVG VTOYNPLOVG Yo, ¥PNoN € oYVPo duPpmTikd

nepIPArlov, OTMG 01 VITEPAKTIEG TAATPOpLES TeETPpELaiov [3, page 20].

Onwc avagépetor otn d1ebvn BipAoypagio, To vVIEPKPAUATO TOPOVGIALOVY UEYAAT UNYOVIKY
avToyn o€ LYMAEG Beppokpacieg, oNAadn HEYOAN avioyn o€ epmucud aAld Kol o€ Oepuikn
KOT®MON UE TopovGio SpoTikod mepiBailovtog xauniov cuyvotytev.[12,13]. H dtathpnon
VYNANG OVIOYNG TV VIEPKPOUATOV o VYNAEG Oeppokpocie OQeileTonl GTOVG TPELG
akodAovBovg pnyaviopotvc: (1) Xty okAnpuvon ™G UETOAMKNAG UNTPAS AOY® dnpovpyiog
oTEPEOD OLOAVUATOG OVTIKATAGTACNG e TN Tpochnkn otoyeiov dnwg Cr, Mo, W, ta onoia
umopovv va moapgvpedovv g VYN mocooTtiaio cuppeToyn katl to. Ta, Zr, Nb, B, 1o omoia

GUUUETEYOVV GE YOUNAL TOGOGTAL.

(2) Zmv dmapén kot cvppeToyn dadpmv kapPidiwv, Tomov MC, MsC, M7C3z kot M23Cs, 6
doun tov vrepkpapdtov. To kapPida avtd govv TV Tdon Vo dNUIOVPYOVLVTOL AKOUA KOl GE
TOAD pKpég mocotnteg avOpaxa. Evdsiktikd, mapabétovpe kdmolo ek Tov KapPidiwv 6mmc
TaC, ZrC, TiC, BC, CrsCs, Cr23Cs, WeC xor MosC. Ta kapfidio avtd oynuatiCovv éva
diktvo, 10 omoio mapeumodilel v Kivnon TV dtotapaydv Kol Ty oAicOnon tev opiov TV
kokkov (sliding), pe omotéhecpo vo PBEATIOVOLV TNV AVTIOYN] TOL VAIKOV GE €PTULCUO

[14,2,15,16].

(3) Ztnv gpeavion ToATANOGV, AETTOUEPDV Kol OUOLOUOPPA. FIECTIOAPUEVMV EVOOUETOAMKOV
eacewv otn untpo. To vrepkpdpata Ni 1 Fe— Ni ta onoia mepiéyovv Al kan Ti, oynuoatilovv
evoopetoAlkég oaocelg y' Niz(ALTi) ko m (NisTi) xotd v Oepukn xortepyocio
KaTakpuviong pécwm ynpavons. [poxertar yoo katokpnuvicpato vyning kabopdtmrog to
omoio £Y0VV KPUOTAAMKN GUVAPELD LE TN UNTPA KABDG TO TPAOTO KPVGTAAADVETOL 6TO KLPIKO
€0POKEVIPMUEVO KOl TO deVTEPO 6TO &aywvikd cuoTNUA. AgdOopEVOL OTL 1| KPUOTOAAIKN
TAPAUETPOS TOV Y™ KOl 1 €lval ELAQPOS TPOTOTOMUEVN GO QVTY TNG WOTEVITIKNG UNTPOG, T
TAPOLGIO. TOVG OTO KPLOTUAAMKO OIKTLO QVTNG EMPEPEL EAAPPLE TOPALOpPwon. Oco 1
avavtiotolyio. avt (misfit) avédvel gvvoeiton 1 unyavikn ovtoyn oArd dvcyepoaiveTor M
avtoyn o€ epmooud [1,17,18]. Ztnv eMGTUOVIKE KOWOTNTO TOTEVETAL OTL TOAAATAOTNTO, THG
dopng elvat avt Tov arodidetl EPeTiKOd GLVOLAGHO 1B10THTOV 6Ta VIEpKpapata [19,20,21].
21ovg mopoakdto mivakes mapatifetor n enidpacn cuvibov Kpopatikdv ctotyeiov (ITivaxog

2.1), kaBd¢ Kot 01 TEPLEKTIKOTNTES aLTOV [54].



Influence Cr Al & Co Mo W B Zr C Nb Hf Ta

Matrix strengthening J J o

y' formers i A v v
Carbide formers J f & o & & &
Grain boundary strengthening A | J
Oxide scale formers J a

Hivakxag 2.1 Enidopacn cuvnov KpoLoTIKOV GTOLYEI®V GTO VITEPKPALATA.

Element Range. Effect
wt.%
Cr 5-25 Oxidation and hot corrosion resistance: carbides: solution hardening
Mo, W 0-12 Carbides: solution hardening
Al 0-6 Precipitation hardening: oxidation resistance: ¥~ former
Ti 0-6 Precipitation hardening: carbides: y° former
Co 0-20 Affects amount of precipitate
Ni Balance Stabilizes y phase: forms hardening precipitates
Nb 0-5 Carbides: solution hardening: precipitation hardening
Ta 0-12 Carbides: solution hardening: oxidation resistance: ¥ former

Hivakag 2.2 EVpog TEPIEKTIKOTATOV Y10, GLVION KPOUATIKE GTOLYElD OTO VITEPKPALLATO.

2.3 TEXNIKEX ITAPAI'QI'HY KAI EIIEZEEPI'AXIAY YITEPKPAMATON

H &&éMén tov vrepkpopdrov egaptdtot oyt pévo amd v avantuén vEmv KpoUIT®V Kot TV
Babvtepn Katavomomn NG HWIKPOOOUNG TOLG, OAAG kol amd TNV eEEMEN TOV TEXVIKAOV
moapaymyng ko emeepyosiog tovg. Mo ta petoddikd vAikd, cvpmeptiapfavopéveov twv
vrepkpapdtov, 1 ™én etvar 10 TpdTo Prna aveEaptTog 1o TL akolovBel oV cuvEEla:
YOTELGN, CEUVPNAATNON 1 UETATPOMY] GE UETOAAIKT okovn. Ot teyvoroyieg GLYKOAANGNG
vrepkpopdtTov £rovv Pedtiowbel onuoavtikd Tig teAevtaieg dekaetieg. Avtég o1 PEATIOGELS
KOTEGTNOAV OLVOTO TOV TEPIEGOTEPO AS10MIOTO, KaBapd Ko axplBEcTEPO EAEYYO TNG YMIKNG

GLGTOCTG TOV VIEPKPUUATOV KOt TNG KOADTEPTG OVOTALPOYWYNS TOVG.

[Ipopavag, m yvtevon omoteiel v Pacikn kot wpoTopykn pEBodo yo v mopoymyn

VIEPKPAUATOV TTOV £ivoil SUGKOAO VO KATAGKELOGTOVV e TOAVTAOKO GYNILOL KOt TOAD YounAN



TpoyvnTo empaveiog. Eival duvatdv vo amokTioouy TURHOTO TOADTAOK®Y YEMUETPUOV LECH
TOV TPOOd®V TG YVTEVOTG, TOL JAPOPETIKA B Tay TOAD dVoKOAO 1 adVvvaTo. Ot TEXVIKES

mapaymyns DS kot SX £yovv avoi&el véoug opilovieg 6T0 oYESACUO KIVNTHPOV.

Tavtoypova, 1 tEXVOAOYiD GELUPNAATNONG £XEL OMOKTNOEL VEEC OOOTACELS He 1000gppIKN
oc@upnAdtnon kot Oeppounyavikny eneéepyosioc. H epappoyn g te(voAoyiog VIEPTAACTIKNG
SUOPPMONG G€ VITEPKPALTA gival emiong £va GNUAVTIKO 0pOGTUO GTNV OVATTUEN TEXVIKMV
cpupnAatnone. Onwg Kol 6TV TOPOy®YN TOAADV GALDV VITEPKPAUATOV 1 EKTETAUEVT] XPTION
TOV VTOAOYIOTMOV HEUDVEL OPOCTIKA TO KOGTOG, TO YPOVO TOL GYESIOGLOV Kot TOV KOBoplopo

TOV TOPAUETPOV.

Téhog, av kol ot Pacikég TEYVIKEG TNG KoviopeToAovpyiag eivar gupémg S1adedopévesg, 1
EQOPUOYN TOVG ot VIEpKplpata €ytve oyetkd apyd. H av&avopevn {itmom kaAdtepng
aVTOYNG OTOLG KIVNTNPES ékavav avaykaio tnv dnuovpyie TEPIGGOTEPOV GKANPLVIOV
kaBilnong ota vmepkpduata. H koviopetaAlovpyio kaver dvvatny v mopaywyn Hallkdv
TUNUATOV TOL TTEPLEXOVY LYNAY] TOGATNTA ¥ 'PACTG, OALL GLYYXPOVEOG KAVEL TO GOLPNAATNON
ToVG 0VGoKOAN. 'Eva dAdo evolapépov OQELOg TOV TEYVIKOV TNG KOVIOUETAAAOVPYiag elvan 1
avanTuén pag véag opddag vrepkpapdtov, twv ODS, ta omoia £yovv ynuikn cvvleorn mov

dtapopeTikd dev Ba pmopovoe va £xel emtevyOet.

Ievikd, aveEdptnto amd TV ddkocios Topaywyns, to LIEPKPApaTa xperdlovtal cuvnimg
évav ouvovacud amd SPoPETIKEG LEBOOOVE KATAGKELNG Y10 TNV LETATPONN TOVG GE GUVOETA

TEMKA Tpoidva [3,7,26].

24. YIIEPKPAMATA Co

To koBdAtio yapoktnpileror ¢ oTpatyKd Kot Kpioto HETOAAO €ontiog TOV EPAPLOYDV TOV
GTOV TOPEN TNG ApLVIGS, KOOGS Kot TNV eEAPTNON TOV BLOUNYAVOTOUEVOV XOPDV GYETIKA LLE
TIG sl00y®YEC KoPaAtiov. Me atopikd aptud to 27, to koPdAitio (evuPforo Co) Bpioketan
petalh Tov oNPoL Kol TOL ViKEAIOv otov meplodwkd mivako. H mukvotmta tov koPaitiov
eivan 8,85 g/cm3, n omoia givan mapodpola pe exeivn tov vikediov (8.90). To koPdAtio givar
oNPOUHOYVNTIKO VAMKO, €xoviag opylkn owumepotomrta 68 ce Oeppoxpacio dopoatiov,

uéylotn damepatotnra 245, kot Ogppoxpacio Curie otovg 1121 °C (2050 °F), n onoia ivan



onuavtikd vyniotepn ond ekeivn tov ownpov (770°C, 1 1418°F) i tov vikeliov (358°C 7
676°F). H oxknpdémta oe Oeppoxpacio dmopoatiov dapopov deryudtov koPaAtiov &xet
avagepBel 0Tt xvpaiveron petad 140 wou 250 HV. T mopoktouéva detypoto LymANg
Kkabapdtrag o€ PETOAAO, ot Tuég mépTovy uetaly 140 kol 160 HV[7, 22, 23]

Ta kpapoto kofaitiov propohv TumKd va Katnyoptomondodv wg eENg:

*Kpouozo. vyning mepiektikotnrog o€ avlpara- oYeSOCUEVA Y100 POOPA

Kpouoto younine mepiekuxotnroc oe avOpoaxa- OYeOCUEVA YO YPNOT O VYNAEG

Oeppoxpaocieg

*Kpouozo. younine mepiektikdtnroc oe avOpoxo- oYedOOUEVE Yo avTOoyN O€ TEPPAAloV

daPpmong M TavTdYpovng daPpmaong kot POopag.

Ta kpapato pe Péorn 10 KOPAATIO SLAPEPOLY A0 TIG VIOAOITES KATNYOPIES VIEPKPALATOV
AOY® g anovoiag cuvaedv wnpdtov v M v, Ta vrepkpapata avtd yapoaktnpilovror amd
€0poKEVTPMUEVT KLPIKN untpikn doun. Ta kopla ototyeio TpocOfkng sivar Cr (20-30%), W
(5-15%) xar Ni (g 22 %). Ta mopamdve ototxeic oynuotifovv oteped SoAdpaT

AVTIKATAGTOONG 0T 0moia opeideTan Katd KOPLo AdYo 1 avénuévn avtoyn o€ epmucuo.

H ocxpoon péow otepeod daAdHaTog LewdveL TV evépyelo otoifaéng, kabiotdvtog €10t
dvokoAOTEPN TNV OAlcHNoM kot v aviywon tov emmédwv oAicOnong. H xataxpiuvion
kapPdiov (Witepa tov KapPidiov M23Ce) pmopel emiong va ivol opKETA OMOTEAEGLLOTIKN
GTNV OMOKOTT TV UETATOMIGEDV OAIGONGNS KOl TOGO 1 AVTOYT TOV COUVPNAUTOY OGO Kol TV

YUTOV KPAPATOV eEAPTMOVTOL 0mtd TN dtacmopd Tewv KapPidimv [57,58].

H mapovcia dvBpaxa, oe mocootd g 1,2% oonyel 610 oynuaticpd kopPdiov ota Oplo TV
KOKK®V, To omoia wapepmodifovv ) kivnon tov datapaydv wWwitepa dtav Ppickovrol o
acvveyn poper olvcidwv [3,7,24,25] Av ko pepikd kpapata 6mwg to CM-7 (tpomomomuévo
L-605) mepiéyovv Cos(Al, Ti), n opélun Beppokpacio Tovg eivar moAd mepropiopévn kot oyt
otabepn Yo peyddn xpnon. Ta vaepkpdapoto KoPoitiov er®@EEAOVVTOL EKTETAUEVE OO TOV
SYNMOTICUO KopPLdimy Kot oTEPEDY OIAVUATOV OVTIKOTACTOONG Y10 TV OVTLLETMIION OVTG
™G dvokoAiog. Emopévmg, Yo tov Adyo avtd ta Kpapoto KoPaATiov mePLEyouy TePIocOTEPO

GvBpaka C amd TIg VTOALOUTES KATYOPIES TV VITEPKPAUATOV.



Ta telkd Aemtopepn Koatavepnuéva kopPidia coppdriovy onupoavtikd oty Peitioon g
UNYOVIKNG avTOyNG kot €ivor mo otabepd omd to KopPidin Ttov vrélowmmwv opddwmv

VIEPKPOUULATOV.

[Topépowa pe ta Kpdpoto vikeAiov, ot mo cvyvoi tHmol KapPdimv mov cuvvavtdpe ota
vrepkpdpata koPaitiov givar ta MeC, M7Cs xar M23Cs. Agdopévov 0Tt T0r LIEPKPALOTO
KoPaltiov dev mepiExovv ta ynuika ototxeion Ta, Ti, Zr  Hf (M e MC) , 10 kapPidio tHmoL
MC dev umopovv va, oynuatiotovyv. Aedopévon 6Tl ToL KOPLo GTOLXELD Y10 TO CYNUATIGUO TOV
kapPrdiov MeC eivau W kar Mo, 1o kapPidto avtd pmopet vo oynuatiotel €dv to. ototyeio
avtd datifevtan oe emapkn moocdtta (5% oe N mepiocotepo). Ta kopPidia Tomov M23Ce
oynuatiovtat kKupiog amd to ypopo Cr ,0mmg Kot 6 dALo vIEPKPAPAT, KOl UTopel Emiong
va  mepiéyel  pkpotepeg mocotteg W kor Mo. Ta xopfidie MeC pmopovdv  va
petacynuatiotodv oe M23Cs kot vo katafubictodv ota Opla v kKOkKoV kKuping g Craz Ce.
Avtd ta 6plo kOKKwV Cr23Ce amotpémovy 10 Kpapa amd Tnv oAicHnomn towv opimv TV KOKK®V,
n omoio pe T GEPd ™S emunkvvel T o1 pnéENG epmucpov o avénuévn Bepuoxpacio. Ta
kapPidwa Cra3Ce koTokpnuvilovior emiong o€ TEPLOYES COAALOTOG GTO TAEYHO Kol oEAvVOLY
TNV avToyN UE TNV GLYKPATNOT TV £dpsemv. Avotuy®g, N evBpavcstdmta givar 1 mo
ONUOVTIKN Kol avemBOuntn Tapevépyeto TV KapPdiov oe kpduata pe Bdorn to koBdAtio Tov
mePLEYOLV TEPLGGOTEPO. KOPPidla omd To GAA0 vEEPKpAROTO Kot dwitepa Otav avTd

vroPdirovtal o £kbeon og vy Bepuokpacia yia ToAd koupod (Smith 1993) [3,7].

Mia GAAT ONUAVTIKY TTUYT TNG PLGIKTG LETAAAOVPYIOG TOV KPAUATOV He BAcn TO KOBAATIO
glval 1 ELEAVIOTN TOV EVOOUETOAMK®OV EVOCEDYV, OT®G elval o1 pacelg 6 kol Laves. Avtég ot
edoelg eivan emProPeic oe epappoyés vynAng Bepuoxpaciog, OAAG TO KPAUOTO TTOL
oynuatiCouv v @dorn Laves ypnoyomolovvior yi epapuoyes avlextikés ot ¢Bopd. H
eaon Laves oynuotileton wvpiog pe Pdon mapdyovteg atopkoy peyéBovg. Mepikd
TAPOOEYILATO EVOOUETOAAIKDY EVMOGEMY OV UTOPOVV VO GYNUATIGTOVV GE VIEPKPALOTO
koPaAtiov divovtor otov Ilivaka 2.3. Ewdwd dedopéva yo Tig @Acelg mov pmopohv va
oynpotioTovy oto kpapo Haynes 25 (Bacikd vAkd mov Ba ypnoipomomndel 610 mepapotiKd

UEPOG TNG mapovoag epyaciag) mapatibevrol otov [Mivaxa 2.4. [57,59,60].
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Compound Structure
Cox Mo, W, Ta, Nb) Hexagonal Laves phase

Coz (Mo, W) Rhombohedral, hexagonal p phase
Coz (Ta, Nb, Ti) Cubic Laves phase
Coz (Mo, W); o phase

Hivakag 2.3 EvOopetaAMKEG eVOOELS TOL UTOPOVV VO, GYNUOTIOTOVV O VREPKPALLOTOL

KkoPaAtiov.

Av Kol 10 emmEdO UNYOVIKNG avTOYNG &lvarl pikpdtepo amd T vrepkpapota pe Pdon to
vikého, ta kpapoto koPoAtiov epeaviCovv mOAAEG Eexmplotéc O0TNTEG EVOVTL GAA®V
onadwv vrepkpapdtov. To vrepkpdpoto KoPaAtiov epeavifovv KoAVTEPT avtoy] oTNV
duaPpwon e&attiog ™G VYNAOTEPNS TEPLEKTIKOTNTAG TOVG o€ Cr, Tov KOAVTEPO EPTLGUO Kot

™V ouénUéVI avtoyn Tovg otV BepKT] KOTWO.

Phase Crystal structure Lattice parameters, nm
M-C;3 Hexagonal (trigonal) a=1.398, ¢c=0.053, c/la=0.0324
M13Cs fee a=1.055to 1.068
M,C fee a=1.099101.102
Co, W Hexagonal a=0.4730, ¢ =0.7700, c/a = 0.1628
a-Co;W Ordered fcc a=10.3569
B-CosW Ordered hexagonal a=0.5569, ¢ =0.410, ¢/a=0.0802
Co, W Hexagonal (rhombohedral) a=0.473, c=2.55, cla=0.539
Matrix fce a=0.3569

hep a=10.2524, ¢=0.4099, c/a=0.1624

Hivakag 2.4 ®doeig mov umopet va peoavictovv 6o kpdpo koPfaAitiov Haynes 25.

[Tapopowa pe to vrepkpapoto pe faon to oidnpo-vikéAo, ta kpauoato kofaitiov ypeidlovton
emioNng emapKN, oAAE HIKPOTEPT TOCOTNTA ViKEAIOL, G€ TOGOGTO TOVAdyoTtov 10% Yo
otabepomoinon g wotevitikng tovg doung FCC, pe egaipeon opiopéva yutd kpapato Onmg
to Haynes 21 ka1t to MAR-M 302. Ta ototgeia Fe, Mn ka1 C Aettovpyovv emiong g
wotevitikol otabeportomtég evd taa W kon Cr dpovv ¢ otabepomontéc eEaywvikon
ovotquatog HCP. To Cr elvar 10 kbplo kpapatikd otoyyeio, oe mepiektikoéTto 20-30% oe
vrepkpdpata pe faon to kofdAtio Kot BeATidvEL TNV avToyn oty o&eldwon. O cidnpog kot

70 VIKEMO PeATidvouy T AgttovpykodtnTa. Ot kpodopés Tov Kpapdtov pe Bdon to
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KOBAATIO eivan oyeTiKd amlég, Kot To KOplo oTotyeion oKANPOOoNG pe oteped dtdAvpa givar Ta
Nb, Ta, W kot Mo, mov £govv peydin dapopd oToikng aktivag pe ™ ujtpa kofaitiov. To
kpdpo MAR-M 302 eivorl éva ToAD yvooTo Kot KOAO Topdoetypo oKANPOoNG e TNV ¥pNon
otepeoV dradvpartog pe 10% W kot 9% Ta. O kpapatikéc mpocsOnkeg oe kpdpata KofaAtiov
TpokaAoVV emiong v eupdvion ovemBountov edcemv TCP (topologically close-packed)
Omwg M edon oiypa o kot Laves. Ta kpdpota pe Baon to koPdAtio givat o vaicOnta omd ta
VIKEMOVYO, KPAUOTO GTO GYNUOTICUO OVTAV TOV OVETIOOUNTOV QAGEDV.

Ta kpapota L-605 kot Haynes 188 amoteAoOv yopaxtnpiotikd Topadeiypoto avheKTik®y on
Beppomra vrepkpapdtov. Ot eminedeg koumdrec pnéng ¢ mieong onupaivovy peydn
duapKeLa xpOVoL yapnAng tdong o vyniég Bepuokpacies. Eniong, ta kpapata Stellite oelpdc
6, 21, 31 (emiong yvwoto og X-40), anotelovv yvwotd kpdpoato avbektikd otn ebopd. To
kpapo Stellite 6 Bewpeitar To MO EVKAUTTO KOl 1GYLPOTEPO AVAUEGO TOVG. XPNGLOTOLEITOL
Oyl Lovo ylo avBektikd ot eOopd, 0ALG Kot Yoo EQopproyES avOekTKES ot Oeppotnra Adym
™V IKovoOTTé TG Vo dtatnpel T okAnpotnta péypt tovg 1050 ° C [3,7,26,27,28,61,62].

2mv mopeia g gpyaciag Bo mpaypatonombel KTEVIG avaQOpd GTN QUVOIKN HETOAAOVPYia
KoL TG UNYaviKES 10t Teg HEGm emidpaons OepUKDY KATEPYACIOV VIEPKPOUAT®OV LE Pdom

T0 KOPBAATLO.

2.5. EDPAPMOI'EY YIIEPKPAMATQN

H moapayoyn vrepkpopdtov etvar domavnpn. Agv amotedel ékminén to yeyovog Ot 1 KOpla
TEPLOYN  EQOPUOYNG TOV LRePKpapdtov elvor o vyniéc Bepupokpacieg, mapd  TIG
EVIVTIOGLOKEG WO10TNTEG Tov Tapovotdlovv oe Bgpuokpacio dwpatiov kabbg Kol oe
Kpvoyovikés Bepuokpaciec. e vynAég Beprokpacies, ta vrepkpdpata eivol LOVASIKE LE TIG
UNYOVIKEG KOl ¥NUIKEG TOLg 1010TNTeS. Bpiokovv evpltatn epappoyn oe Oeppotvopeveg
niextpkés avtiotdoelg, PoAPideg €EATIIONG UNYOVOV E0MTEPIKNG KAOONG OTIC OMOileg M
Beppokpacio eAAaver Toug 750° C kar omartsiton ovroyy oe ofeidmon amd Kavcaiplo, OE
@Bopd Kor 6€ UNYOVIKEG TOPOUOPPAOCELS. AKOUN amovI®VTIOL 6€ Plounyovikods eovpvoug
omov 1 Oeppokpacio Asttovpyiog vepPoiver Tovg 1000° C kor cuvodedetor amd Beputkode
aipvidlaopotg (thermal etching), oe Pounyoviec metpehaiov pe egopetikd daPpTiKd

ePPAALOV KO TELOG GE OLEPOVOLTNYIKES EQPUPLOYES Kot WO0UTEP GE KIVNTHPES
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agplootpofidwv (turbine jet engine) twv omoiwv 1 OBeppokpacio Aettovpyiag ayyiler tovg
1050°C. To peydAo GALO TOL GUVIEAELGTNKE GTNV OVATTUEN TMOV LIEPKPOUATOV HTOV
ATOTEAECHA TNG £VTOVNG TPOooTdfelnG avamTuEng OEpov TUMIATOG OEPOKIVITHP®Y £TGL MOOTE
VO, OVTOTOKPIVOVTOL GTIG OVAYKES TOV CTPUTIOTIKMOV OEPOCKAPMOV. ZNUEPO, Ol KIVNTNPESG TOGO
TOV GTPOTIOTIKOV OGO KOl T®V TOATIK®OV 0EPOCKAPOV ££akoAovBovv va mtailovv Kupiapyo
poOLo otV avAmTLEN TOV VIEPKPAUATOY. Ot aeposTPOPIAOL OEPOCKAPDOV OTOPPOPOVV T V4
oAV TOV EPAPLOYDV GTO VIEPKPALOTA TAYKOGHIMS, evd 10 vdAowmo Y4 ypnoipomoteitot
otV TPk Propmyoavic, TNV TOPAYOYN MAEKTPIKNAG EVEPYELNG, OE TUPUVAOKIVITNPES,
TUPNVIKOVG OVTIOPOCTHPES Kot TETPOYNUIKO eEomopd. Toavtdypova, ©TIG UEPEG UAG O
gvepyelokog topéos dadpapatilel oTpatnyikd Evav akdun mo Kpicyo poro ond mpwv, Aoy
g KAMpbKmong e Tng tov kavcipmv. H vrepbépuavon tov mhavitn kot 1 ov&avopevn
TePPAALOVTIKT pOTTOVOT KAIGTOVV avayKaio TNV TO GUVETH KOl OTOTEAEGLATIKY YPTOT| TOV
nmpoioviov metperaiov. H evioAn pelowong me xotavdAmong KauGipov Kol TV EKTOUTOV
aeplov glval cap®g TPOTAPYIKNG oNUHaciag. Avtd vayopevEL TNV GTPATNYIKY] BEom Ko TV

Katevbvvon yuo mepartépm avantuén GV TV vepkpapdtov [3,29,30].

Onwg Mo €xer devkpvicbel, o topéag 6mov Ba eoTiootel 1 TOPOVGA gpyacio givol 1
apvvTIKn ogpovoumnywkn Brounyavia. ['a tov Adyo awtd Oewpeitor GKOTIHO E1GAYOYIKAE Vo
avaeepBovV Ta onpeia EPAPUOYNS TNG 0EG0UEVIG OULAONG VAIKMY GTO TANIGLO VOGS O TIKOV
aEPOCGKAPOVS OAAL KOl Ol TPOVTOOEGELG TOL 0PEIAOVY VAL TANPOVV TO TAPATAV® OGO APOPd.
otov KavomomTikd kvkho (mng kot kootovg (life cycle cost). Anuociedoelg 610 Topuén TG
agpovaumnykng kabopilovv ta vaepkpapota Ni kot Co o¢ amapaitnto o€ TOAAATAG dOMKA
HEPN  OEPOCKOP®Y, GE GLVOEGUOVS, Aemidec oTpofilmv, TUNUOTO HETAOOONG, VWNANG
amO000oNG AEOVES KOl POVAEUAV, TUNLOTO d0YTLAMOIDYV, EAATHPLO, GUONTHPES, GTPOPIAOPAPOVG
a&oveg, Aemidec, Kot diGKOVG GLUTIEGTMV, UTOVAOVIO, GTPOPIA®ONTES, cuoTHHATA KOHoNG Kot

agpiwbovueveg unyovés [2,31,32,33,34].
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Fan & Compressor
6-4 Titanium
6-2-4-2 Titanium
6-2-4-6 Titanium
8-1-1 Titanium

17 Titanium

Fasteners, Externals
6-4 Titanium

S5Nb Titanium

3-2.5 Titanium
6-2-4-2 Titanium

425 Titanium

17 Titanium

Eixéva 2.1. Xp1iomn LAIKOV KOl KOTOVOLT GE TOUT KIVITHPO TOALTIKOD 0lePOGKAPOLS

2.6. EDPAPMOI'EY YIHIEPKPAMAT@N Co XE KINHTHPA M53-P2

Mo mv oin pog perén, kVplo oNUElD avaEOPAS GE €QPOPUOYEC ATOTELECE O KIVNTHPOG

SNECMA M53-P2, vmeptpopodotodpevog kwvnmpog turbofan pe petdkoavon,

avortoyOnke yio to paynTtikod agpookapog Dassault Mirage 2000.

> Intermediate Casing
>HP Compressor

> Bearing Support

>LP Compressor

>HP Turhine
> Combustion Casing

>Variable Inlet and Combustor

Guide Yanes (VIGYs)

> Afterburner

¥ >Exhaust Duct
> LP Turhine Stator >LP Turhine Rotor

Ewove 2.2 Tunpoto (Modules) kivntipa
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H mopovco SmAopotikn epyacion ETKEVIPOVETOL GTNV UETOAAOVPYIKY KOl LETOAAOYPAPIKY|
UEAETN TOV GLYKOAANGE®MV HECHIOV OEPUOKPACLOV Ol OTOIEG YPNOLUOTOOLVTAL KATH TNV
KOTOoKELT Ko gmiokevny tov Thin Strut Outer Liner tov avagepduevov agpokivnmpa. To
e€aptnua avtod tomobeteiton oto KEALQOG eaymyng kavoagpinv (Exhaust Casing-Mod. 7).

Ta eMPEPOVS TUALOTO TOV OEPOKIVNTNHPO. ATEIKOVILOVTOL OVOAVTIKG GTNV TOPOKAT® EKOVO.

M53-P2 (Modules 11-1-2-12-3-4-5-6-7)

MODULE 6
TURBINE

MODULE 5

Distributeur
ler Etage

MODULE 3
Campresseur HP
MODULE 2

Carnter Principal

MODULE 1
Campresscur BP

MODULE 11
Virale d "entrée
d "ok

MODULE 7
Carter d'échappement

MODULE 4
Chambre de Combustion

MODULE 12
Calculateur numérique

Eixéva 2.3 Empépovg tpumpota mov cuvhétovv tov agpokvntipa SNECMA M53-P2.

ZOUQOVA LE TOV KOTAGKEDT], Y10 TV Kotaokevr tov Outer Liner kotadeikvioviol auatnpd ot
aKOAOVOEC OmOUTNOELS: avToyY] O TAOTM pong aepimv, oviiotaon oe ofeidmon vynAdv
Oepuoxpaciodv, aviictaon otn pnyovikn odPpwon (erosion corrosion), OvVIIGTOCON OTN
Bepuikn KOTwon AOY® YpNyopmv aAlaydv Oeprokpoactokol mediov, avtioTaon o epTLGUO,
Kol KOAN] GUYKOAANGULOTNTO Y10, EVYEPELD. KATAGKEVLNG KOl CUVTEAEONG EMOKEVAOV YOPIG TNV
peimon tov mayovg tov Outer Liner, avtiotoon ©TIS TOMKG GUYKEVIPMOWUEVEG TOUGEIS Kol
KavotTo EMOOPOOONC VMK®OV og Agttovpyia pe cuykOAAnon. I'evikd oto Oeppd pépn evog

GTPOPILOKIVITIPA OTTOLTEITOL KATOGKEVOGTIKA 1 EPOPUOYT VITEPKPAUAT®VY Ni, 10V 0rodidovv
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o VYNAEG Beppokpaciec, evad ota yoxpd péprn amaviovior kpdpato Ti. Yrepxpdpoata Co
YPNOLOTOLOVVTOL HOVAYa OTAV avapEVOVTOL Bepokpaciec VYNAOTEPES OO OVTEC GTIC OTOLES
amodidoVV OmOTEAECUOTIKA VIepKpApate Ni, AOy® TOv LYNAOD TOVE KOOTOLG KOl NG
OKANPLVONG TOVG HE OTePEd  OBALUA  OVTIKOTAOTOONG Kot Oyl HE  KOTOKPHUVION
EVOOUETOAMKAOV QACEDV. AKOUN ONUOVTIKY GLUUETOYN mopotnpeitor amd kpdpota Al

Y6AvBeg vVYNAGDV Tpodlaypapdv (maraging) ko cvvOeto vAka [8,20,37,38,39,40,41,42].

H dadikacio cuykdéAAnong tov Outer Liner oto Thin Strut tov kvntipo amoitel, copeova pe

T1g 0dnyieg epyaciog (Work Instruction 72-53-20-65B-666B) yio tov kivnmpa M53-P2, ta
e&Ng emuépovug Prpatoa

(@) TomoBétnom tov Outer Liner oto Thin Strut Tov Kivnpa.
(b) ITpooappoyn Tov Outer Liner oto Thin Strut péow Bondntikod epyaieiov (block).

(c) Avompn dathpnon tov axTvikoy dtdkevov (A) avapecso oto Outer Liner kot to Thin
Strut oyt Aydtepo amd 0,5mm kon tov mEpLPepelakod didkevov (B) peta&® Omm ko 0,5mm

(Imm péyioto TomiKd).

Koatd v embedpnon tov Outer Liner petd omd eykekpuyuéveg ®Peg MTHONG UTOPEL va
mapatnpnodv eBopéc 0w PBopd-crayyo Tov petdAiov, otpdfoua 1 Eviovn ddppwon
tomikd. [ v emdopbwon térolwv ateleldv ypnoytonoteital 1 HEB0d0g ™S GLYKOAANGNG
KOl OTI] GUVEYEWL 1 AQOIPEST] TOV TEPICCEVOVTOG VAIKOV TPOGEYOVTOG VO UV Hewmbel to

Tdyog Tov VAo oto Outer Liner [3,35].

H mepopotikn avt dwadwacio d1e&nydn omv E.A.B. (EXinvikn Agpomopikr| Biopnyavia).
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27. APXEX THX XYIKOAAHZHE MEZAIQN OEPMOKPAZIQN
(BRAZING)

[ToALG mpoidvTo GLVAPHOAOYOVVTOL OO VO 1 TEPIGGATEPA UEUOVMOUEVO, EEAPTILLOTO, TO
omoio etvar povipmwg cvvoedepéva Yo TV Topayyn otadepdv doutkd cuykpotnuatwy. Ot
LuéB0d01L cLVOECEMC TTEPIAUUPAVOVY SLAPOPOVS GLVOETNPES, GLVOECELS TOTOV TAPEUPOANG,
KOMEG KOl, Yoo TG apOpdCES LYNAOTEPNG oKeEPAOTNTAS, EQOUPUOLOVTAL TEYVIKEG TOV
Ta&vopovVTOL VIO TV Kot yopia TV cvuykoAlnoewv. H cuykdAinon pecaiov Oeppokpaciov
(brazing) amoteAei pio tétowo teyvikn. IIpoc xapv cvvtouiog n péBodoc Oa avapépetor mg

brazing oto vtOAOITO KEipEVO.

Ot péBodor mov omaptiCovv TIC cvykoAnoelg brazing mopdyovv 16YVPES, OUOIOMOPPES,
OTEYOVEG GUVOEGELS YPNYOPO., XWPIG KOGTOG Kol G€ TOAAG TEUAYLO TOVTOYPOVA. LVUVIEGELS TTOV
elval ompooTEANGTES KOl TUNHOTO TOL Umopel v unv pmopodv va. cuvdehodv kabdAov pe
GAAec pebodovg, cuyva propovv va eveboldv puéow brazing. Ilepimhoko GuYKpOTAUATO TOV
TEPAOUPAVOUY TTayLA KO AETTA TUNUATO, TEPIEPYO CYNUOATO KOl SIUPOPETIKA GPUPNANTO KO
YOTA KPAUOTO UTOPOLV VO UETATPOTOVV GE EVOOUATOUEVO EEOPTALOTO HETO OO TEPUGHLA
péoa amd eovpvo brazing. Métaila 1660 Aentd omd 0,01 mm (0,0004 in.) kor t6G0 Yovdpa

émg 150 mm (6 ivtoeg) pmopovv va cuykoAinBovv ue brazing.

H avtoym tov apuodv cvykdAinong stvar vymAir. H ¢don tov petadikod despov eivar t€town
TOL OKOUT Ko Hio. OTA] 6OVOEST, OTOV Elval CMGTA GYEOACUEVT] KOl KOTOOKEVOCUEVT], Oa
éyel avroyn ion 1 peyolvtepn amd exeivn tov Pacikod petdAiov mov £xet vrootei brazing. To
QULGIKA GYNLOTO TOV CLUYKOAANUEVOV PETAAA®V TANponG ivon e€atpetikd. H empdvela tov
unviockov mov oynuotiletonr amd 10 HETOALO TANP®ONG KAODG KAUTVADVEL OTIS Y®ViEG glval
W0OVIKO SLOHOPPOUEVO DOTE VO OVTIOTEKETOL 6TV KOwon. [lpénel va onuewiwBel 6t oTIg
GUYKOAMNUEVEG GUVOEGELS TTOV YIVETOL YPNOT ELTNKTIKOV UETAALOL PACTG, GLUYVA TEPIEXETOL
VIEPPOAIKT] TOGHTNTA EVOPAVOTMOV SUETAAMKAOV EVOGEDV. LTIV TPUYUOTIKOTNTO, TO LETOAAN
Baong eivar 5 émog 10 @opég maydTepa amd aVTA MOV GLVOEOVTOL Kol £TCL £XOVV TOAD
UEYOAVTEPO OYKO TNG VYPNG PACNG Otd TNV OTTOi0 KPLGTOAAOTOLOVVTOL ALTEG OL EVOPAVGTEG
@doelg. Qg ek TOLTOV, 1 TLPNVOCT] TOV POYUDOV TPOEPYETAL GUYVA amd TO UETAAAO Pdaong
[3,6,44].
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Mnyavikn tov brazing: H unyovikn tg ovykoAinong brazing nepilapfaver meplopiopuévn

dlvon N TAaoTIK Tapapdpemorn tov Pacikod petdhiov. H diepyasio tov brazing
mepAapPavel o opada SlodIKOCIDY CUVOECNC OTI OMOIEG TOPAYETOL CLYYMDOVELCY| LE
0épuavon oe pio kat@AAnAn Oepupokpocio maveo amd 450°C (840°F) ko pe ™ ypnon
ownNpPovYoL M Un oWNPoHYOL UETOAAOL TANPWONG 7OV TPEMEL va €yl OBeppokpacio
vyponoinong navm amd 450°C (840°F) ko Oeppokpacio (-€g) otepeonoinong KAT® omd 0T
(-é¢) tov petaiiov (-ov) Baong. H Bepuokpacio epoappoync mpénet vo. Bpicketorl kKGTm and 1o
apykd onpelo oLYKOAANONG TOV VAIKOU PAomg Kol opkeET MOTE VO AIDGEL TO VAMKO
Tpoong. Xvvilmg Ta KPApaTto oLYKOAANoNG pe Paon to VIKEAMO N TO KOPAATIO
YPNOILOTOLOVVTOL Y10, GLYKOAANOT VIEPKPAUATOV Kol LEPIKA oTOtXEl0 OTT™G TO Si, To B Kot t0
P mpootifevtar oto0 vAIKO TANpwong ywoo v peiwon tov onueiov ™mEemg. To pétairo
TANPOONG KotaveLeTol HETAE) TV oTeEVA TOMOOETNUEVOV EMPAVEIOV TG OCULVOEGNC
(d1akevo). H pébodog ovykdAnong brazing odwakpivetor amd TG VITOAOWTES KOTNYOPIES
OLYKOAAMNCEWV, OTIG omoieg ouVNOWG ypnoyomoteital pétodho TANpwong pe Bepuokpacio

vypomoinong katm omd 450° C (840° F).

|

Base Material

// Source Of

“Q\‘\*%‘.{\h\“‘

N

Contact
Angle g

i st s Liquid Filler Material
Momion I // .-

!
[}
i A

~+———— Direction of Flow

Base Material

Eixova 2.4 Awadoon tov tnypévov petarrov manpwong (filler metal) péow tpryyoetdmv

QOLVOUEV®V
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H dwdikacia tov brazing akoilovbei o técoepa oo PLote OTOS OVOPEPOVTIL TOPAKATO:

- To ocuvykpduo 1 M TEPOYN TOV TPOG CLYKOAANON HOVAd®V Oeppaivetonl o€
Bepuokpoacio tovAdyiotov 450°C (840°F).

- To emuépovg VAMKA TPog GLYKOAANON KoODG Kot TO UETOALO TANPOONG 7OV
ypnoonoleitor Beppoivovror puéypt pio apketd vynin Beppoxkpacio, KAtdAANAN ©OOTE va
Eexwvnoel n ™MEN ToL PLETAAAOV TANPOONC, AALG O)L TOV peTdALOL Bdong.

- To Mouévo pETOALO TANP®ONG dotnpeitol 6TV GOVOESN AOY® NG EMIPUVEINKNG
TéoMG, OOIOETAL HEGM TPLYOEWMV PUIVOUEVOV CE OTOLOONTOTE KEVO ONUEIO TNG GVVOESNC
Kot Tavel va TepiBpéyxet v empaveto Tov(-mv) petdAiov(-ov) aong.

- Ta vAKd oL £rovv cuyKoAANOel YyHxovTan Katw amd v Bepuokpacio otepeomoinomng
TOV UETOAAOL TAPWOONG, LE OMOTEAEGLO TNV ONUIOVPYIO GUUTOYDV GUVOEGEDV LETOED TMV
VAMKAOV, To. 010t GUYKPATOOVTOL LETAED TOVG HECH HETOAAOVPYIKTG OVTIOPOOTG KOl OLTOMIKNG
oLVOEDNC.

Mo oynpatiky oyn Tov Pnudtov epoproyng g odikaciog cuykOAANong divetal oty
nopokatom gkova. H diepyaocio g cvykOAAnong brazing mepilappavel tov kabopiopd tov
EMUEPOVG TUNUATOV, TN CTEPEMGT TOVG KOL TNV EPAPLOYN TOV DAKAOV TANPOCNG GTNV TPOG
GLYKOAANON TTEPLOYT, TNV €QAPULOYN BepuodTNTOG, TNV YOEN TOV GLYKOAANUEVEOV VAIKAOV KOl
™V a&loAdyNoN TG EVIGYLUEVIG TEPLOYNS.

| Chemical and mechanical cleaning il
| (acid or alkali dipping, grit blasting, wire brushing, etc.) i
3

[ ~ Furnace cleaning

| (under vacuum or inert atmosphere)
[ Pre ériﬁgﬁ[;faﬁ{ﬁ'i{ii}g
1 powder + slurry) i

I i
SRR N e
| Applying braze material to the joint |
area (injecting, brushing, etc.) |
3 e

JL

[ Applying stop off |
| material (if necessary) |
T

L

(_Drying;?a;uaill;
i under air)

i "Pgrﬁ;cmig !
R e s, S =
|  Grinding excessive braze
| (if necessary)

Sl N
| Postcleaning (remove excessive
residues, stop off material)

T

|

<7

é Inspection {(cvaluate Eraie area against d.éfect:s siuch as
i voids by radiographically and/or metallographically)

Eixova 2.5 Zynuatikn aneikdvion tov fnudtov epapuoyng g swdikaoiag brazing.
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H pébodog brazing katéomoe dvvarr T GLYKOAANGT VIEPKPAUATMV TOL £XOVV VITOCTEL
OKAP®ON LE KOTAKPNLVIGT), TO. OTTOL0L EMELON TEPLEYOVV UEYAAES TOGOTNTES Y' PAOTG dEV
umopovoav vo GLYKOAANB0VV 610 TapelBdv. Ta kOpla petovektiuota g pebddov brazing
glvar 1 evBpaVGTOHTNTO KOl ATMAELD AVTOYXNG 6€ VYNAEG Oepuokpacieg eattiog Tov youniov onueiov
GUYKOAANOTG TOV VAIKOD TAT)POGNG.

Ot meployéc eQapUOYNG TOKIAAOLV: ogpoTOUn TTePLYI®V, oTpofilmv, eEmTepkég Kot
€0MTEPIKEG cLVOEaeElS (wvmv, ONkeg otpofilmv, TUANATO TOV TTEPVYIOV KOl TUUOTE TOV

apuov ddyvonc[3,6,43,44,45].

2.8. MEOO40X VACUUM FURNACE BRAZING

H ovykoAinon o @ovpvo (Furnace Brazing) amoteAei po paliky Stadikacio mopoyoyng yio
NV éVOOT| TOV EMUEPOVS TUNUATOV UIKPOV GUYKPOTNUATOV VAMK®OV UE £vo. LETOAAOVPYIKO
OeoUO, XPNOUOTOIOVTOG £V U G1dMNPovy0 HETOAAO TANP®ONG ®G VAKO GLYKOAANONG Kot
évav eovpvo w¢ v mnyn Beppottac. H texvoroyia g cuykdOAANone 6e eovpvo Eekivnoe
dekaetio tov 1920 kou ypnoyomomdnke yoo TpdOTN Popd gumoptkd yopm oto 1930, kupimg
Yoo vo Tpoo@épel pio dadikacic. cuykOAAnong mov dev amartei ynuikn pon  (flux),
eEaleipovtag €161 T0 TPOPANUa Tayidevong pone. Exnl tov mapodvrog, n péBodog tov Furnace

Brazing sivai svpémg spappoouévn og pia Totkihio Bounyovidv.

DN

Fillgr- Fillas atal !
rreatal maits and fiows Filler matal

m
\\

Filkar mntal

Eixova 2.6 Zynpotikh aneikdvion cvykoAAnong oe povpvo Furnace Brazing (IInyn E.A.B.)
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2m ddikacio cuykOAANoNG o Eovpvo, Ta Kabapiopéva pépn (uétaAlo Pdong) kol to
UETOALO TANPOONG TNG OLYKOAANGNG GLVAPHOAOYOUVTOL, TOTOoBETOOVTAL GE POVPVO Kot
Beppaivovror otn Bepuoxpacio cuykdAinonc. H cuykdiinon oe poldpvo elvar TpokTikny HOVo
av T0 HETAALO TAPp®ONG Witopel va tomofetnBel oty Eveon Tov EMUEPOVS UEADY TPV TN
oLYKOAANON Kol dtatnpeitar ot 0éom katd tn Sdpkel ™G ovykoOAAnone. O pvBuog
Béppravong, n Beppokpacia Kot 0 ypOVoOS GVYKOAANGNG KOOMG Kot 0 puOUOG Yoéng eAéyyovral.
EmmAéov, oTic meplocOTEPES TEPMTMOELS, 1| CVLYKOAANGN TPAYUATOTOEITOL G EAEYYOUEVN

atudoeopa, 1 omoio uropel vo givon gite adpavig, gite kevo [6,8,44,45].

Onwg avaeépbnke Kot TOPOTAVEO, 1| GUYKEKPILEVT] AVAPOPE ETKEVIPMVEL TNV TEIPULATIKT
g mopeio. otV cLYKOAANGOT dokimv pe ™V péBodo pecainv BeprokpacIdV GE POLPVO
kevov (Vacuum Furnace Brazing). H cvykoAAnon vmd kevo eivarl pio duadikacio ohvoeong
OV UTOPEL VAL TPOCPEPEL GNUAVTIKE TAEOVEKTNLOTO OGOV APOpA TNV KaBApOTNTA, TNV AVTOYT|
Kol TV akepadTTa TV cvvdéouwv. H diepyacio ektedeiton vmd kevd pe e&oupetikn
opotopoppio Beppoxpaciog.

O @ovpvog Kevoh TUTKE YPNOUYOTOEITAL Y10 TNV GULYKOAANGN LVAMK®V Katd maptides. O
QOVPVOG CLYKOAANOMNG VO Keve Tumkd Olacvvdéetar pe éva  pikpoemegepyaotr. O
UIKPOETEEEPYAOTNG EAEYYEL OAEG TIC TOPOAUETPOVS GVYKOAANGONG, TOV pLOUO Bépuavong, v

Beppokpacia kot 1o ¥pdvo GLYKOAANONC, TOV PLOUO YHENG KOt TO GUUTANPOUOTIKO aEPLO.

Molybdenum-stainless
steel heat reflectors
(three layers on furnace wall) To vacuum
pumping
system

Back-gassing line

Vacuum
gage

Molybdenum work

fixture Double-walled
water-cooled stainless
steel chamber

Charging table

Molybdenum heating elements
{strip wire or rod)

Eiwxova 2.7 Tomikd katackevn opiloviiov povpvov kevod (Vacuum Furnace), idovikod yio

GLYKOAANGT LIKP®OV eEQPTNUATOV.
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O @ovpvog kevoy pmopel va dtacporicel v emitevén g Bepuokpaciog cuykOAANoNG pe
eEarpetikn akpifela Ko ywpig veepPfoiikn BoAn. Avtd onpaivel 6t ta €EaPTHLATA HTOPOVV
va voPAnBovV oe emeEepyacio ¥PNOLOTOLOVTOG EAEYYOUEVT] BEpLaVOT Kot yOén, N omola pe
TN GEPA TNG UELDVEL TNV TAPUUEVOVCH TACT] OTIS EMUEPOVS EMPAVELES. AVTH 1] dvvoTdTTO
eAEYYOL emTPEMEL TV TOVTOYPOVN dte&aywyn TpdceTwV dradikacidv Beppukng eneéepyaciog,
YEYOVOG TOV TPOGEPEPEL IO HOVAOIKT KOl OIKOVOUIKG arodoTiKY] Outhn dtadikacio mov Oa
UELDGEL TO GLVOAKO KOGTOC avd cuvioT®oa. Emiong, onueidveton 0Tt o TpoPANUoTe avToymg
otV o&eldmon Kat TN ddfpwon Tov 1010V Tov KpAapoTog kadioctaviol aueANTEN GTOV POVPVO
kevoy. Kot avto yati 0 povpvog kevod Asttovpyet otn Bepprokpacio GYKOAANGNS TOL LAKOV
TAPOONG, oL elval yevikd vynAdtepn amd T Oeppokpacio oty omoio oynuatiloviat Ta
oeidwn. Katd cuvéneta, axdun Kot o 0EEOOUEVE KOUUATIO XEAVOUV TO GTPOL 0EEWDIOV GTO
Kevo mpv pOBAcovv 61N Beprokpacio cuYKOAANONG.

Mo va glvar emtoyng n cvYKOAANGT, TO VAIKO TANP®ONG TPEMEL Vo TNKETAL (gite VIO ™
popen maotag €lte ®C HETOAMKO ovppo i towio) otn Ok Tov €dkn Beppokpacio
GLYKOAMNONG Kol Ol o€ vymAdtepn Bepupokpacio. Avtd kvpimg oamoeedyel t0 vVYpPd Vv
Bpioketar og Beppoxpacio oty omola 1 emeaveokny tov tdon Oa Mrav younAdTeEPN Kot
EMOUEVMG VO O1aPpExEL LEYOADTEPT EMPAVELQ, LE TOV TPOKLITOVTO GUVOECLO VO UNV EYEL TN
cwoty mAnpwon. To vypd mpémel va efamhdvetar akpifdc pHEGH GTNV KOWAMOTNTO TOV

GUVOEGLMV HETAED TV HETOAAWDY, OMLOVPYDOVTAG £TGL VO EVOLAUEGO GTPAOLLO.

Ot epapproyég g cLYKOAANONG He TNV HEB0d0 HeCOimV BEPLOKPACIOV GE POVPVO KEVOL
(Vacuum Furnace Brazing) éyovv avénbel onupavtikd Adyw Peltidcemv mov  Exovv
ouvteleoTel 6TOV €EOTAMGUO TTPOKEEVOL Vo EemepacTobV Ta TPpoPANaTa oL ERPaviiovTay
o€ TPOLES Tpoomdbetec. Zuyvd, N HEB0d0g enesepyaciog SOkl o€ GLVONKES KEVOD Kol G
ATUOGPALPO 0EPIOV YPNGIULOTOLOVVTOL CUUTANPOUATIKE 1) pia Yo TV dAAN. [a mapddetypa,
N atudcEAPo KEVOD YpNoHOTOolEital HEPKEG QOpEC ¢ kaBapPloTIKO OTAd0 TP 1N
ocuyKOAMNon pe Enpd  vopoyovo. Tavtdypova, adpavéc aépro N ENPO  LOPOYOVO
YPNOLOTOLOVVTOL LEPIKES POPES OC KAOAPIOTIKE LEGO TPV TI] CLYKOAANGT GE POVPVO KEVOD

N ©G HEGO PLEPIKNG TTieoNS KT TN StdpKelo TG cvykOAAnong [6,9,44,46,47,48].
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Eiwxova 2.8 Ecwtepikd povpvov kevov (Vacuum Furnace).

H depyocia g ocvykdAinong pe v pébodo pecaiov Beppokpacidv 6 @ovpvo KeVOD
nepapPdvetr, petd v tomobETnom TV TPOS CLYKOAANON Tunudtev poll pe to VAKO
mpwong (filler metal) otov @ovpvo, Ta axdAovba frpota:

(1) ®éppavon kar mapapovy otovg 150 mg 260 ° C (300 £wg 500 ° F) yu 10 éog 15 Aentd.
AVT0 emTpENEl GTOVG SOAVTEG N TO GLVIETIKO VAIKO M TO vEPD oTNV hoTO VoL eEEpYOVTAL OO

TNV evamobeot Tov LAKOD TANP®ONG.

(2) Hopoapovny otovg mepinov 540°C (1000°F) yia 10 éwc 15 Aemtd. Avtd emtpénet ota
opyavikd otoyeio. (Ot vypd) oto vAkd mAnpwong (filler metal) emapkny ypoévo dote va

LETATPATOVV GE 0EPLOL KO VO OITOLLOKPLVOOUV HEGH TOV GUGTHOTOS EEAEPICLLOV.
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Alternate
diffusion cycle

Awgypoppa 2.1 Tomikog kOKAog epyacidv yio to Vacuum Furnace Brazing.

(3) ®épuavon oto Oepuokpaciokd Tuua ard 10 éog 38 ° C (50 émg 100 ° F), kdto amd ™
Oeppokpacio oTEpEOTOINCNG TOV KPAUATOS Yoo TOVAdYIoTOV Oéka Aemtd. To otddio avtd
ocuvtelel omv otabepomoinomn Kot gv cvveyela ocvviedeitan Béppovon 66o 10 duvatdv
ypnyopodtepa ot OBepuokpacios CLYKOAANGNG Yoo VO TEPLOPIOTEL M HETOKIVION TOL
VYPOTOUEVOL KPAUATOC.

(4) Xpdvog dwotpnone. Xvvnbwg, o ypdvog dotnpnong oty Bepuokpocio cLYKOAANONG
(brazing) xvupaivetar amd 1 éwg 10 Aemtd amnotelel emapkn YPOVO Yo Vo, MOGCEL TO KPALLa,
(filler metal) ka1 vo pevoel péoa oto dudkevo G Evoonc. Metd tov mépag Tov dedOUEVOD
¥poOvov akolovbel apyn peimwon g Oeppoxpaciog (kbtw amd v Beppoxpacio solidus)
TPOKELUEVOD TO VYPO VAIKO TANpwonG va atepeonombel otn BEon Tov.

(5) H dwarpnon tov cuYKOAANUEVOY SOKIUIOV 00 600 EMC TECGEPIC DPEG GTOV POVPVO GE
Oeppoxpacio amd 1065 émg 1150°C (1950 émwg 2100°F) emitpéner ) Sudyvon 610 HETOALO
Bdong ko Ba avEnoel ehappmg TV Bepprokpacio ETaVATNENS TOL GLYKOAANUEVOL KPALOTOG.
Katd v tedkn yo&n ypnoomoleiton KatdAANA0g puOudg Yyoéng dote va eAéyyetal 1
TAPOUOPPMOT] KOl 1| GLYKOAANOT VO IKOVOTOLEL TIC OTOTOVUEVESG UETAALOVPYIKES 1O1OTNTEG

Ko Tig avdykes mopaywyns [49,50].
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2.9. DIFFUSION BRAZING

M e&icov a&loonueimt Jwdikacios mTov EMTEAEITOL TPOALPETIKA, GLVNOWMC UETA TNV
OAOKANP®OT NG GLYKOAANONG doKiiov péowm omolaconmote uébodo brazing, amotelel m
ddyvon (Diffusion Brazing). H pébodog avt Bo cuvtedeotel kot 6TV mopodoa SUTAMLOTIKT
UETA TOV TUTTIKO KOKAO GUYKOAANONG HeGaimV BEPLOKPACIDOV GE POVPVO KEVOD.

H ovykoAinon péom didyvonc, n omoia umopel va avaeépetor gite otn nEBodo GLYKOAANONG
glte o1 dudvon mov akoAovbel petd, Bewpeitonr TAéov g un TVTIKOG Opoc. Omov amatteiton
duyvon Ba mpémer va devkpviletoan cap®g. QoTdc0, GTNV OEPOTOPIKN Propmyovio, M
oLYKOAANON HéEcm dtdyvong eEokolovdel va avapépetal Kovmg pe ovouata onmg Activated
Diffusion Bonding (ADB), 1} Transient Liquid-Phase Bonding (TLP).

Abo kpioweg mroyég tov Diffusion Brazing sivau:

. [Ipénel va oynuoatiotel TEN Tov PETAAALOL TAP®ONG MGTE va. PPicKETOL GE LYPT AT
Kot va Yivel evepyo GtV mEPLOYN TG CLYKOAANOTC.

. [Ipéner va cvvteleotel ekteTaUEVN OlXLON TV GTOYEIOV TOV LAKOD TANP®ONG
(filler metal) oto pétairo Paong (base metal) yio va TpokdYoLV T KATAAANAO ATOTEAEGLOTOL
[6,49,51].

Avm n dwdkacio d1dyvong cuyvd £xel G AMOTELECUA TNV OAKY] OTAOAELN TOVTOTNTOS TOV
APYIKOD GUYKOAANLEVOL appoD (dnpuovpyia opoyevods decov, udva, 2.9).

Ot o mponypéveg depyacieg GUYKOAANONG LE S1(LOT XPNCUYLOTOOVVTIOL GTNV OEPOTOPIKN
Bopnyavia, wWiaitepa Yoo GLVOEGELS VAKOV TOV EUTAEKOVTOL KPALOTO TITOVIOV, VIKEAIOV,
koPaAtiov kot aAovuwviov. Tevikd, 1 Obyvon eumAéketonr o€ OAEC TIC OLOOIKOGIEG

oLYKOAAMNONG pecaimv Beplokpacidy, ite oe pKpdTEPO €ite o€ peyaAvTEPO Pabuo.
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Brazing : 2 ., e R o
filler metal AT I TIEIL
interlayer - “"':i:.- SosiEnee N

Base
metals
------- o T e
Interlayer %\ i
melts B g

Iscthermally
solidified
hetercogeneous
bond

Homogeneous
bond

Eixéva 2.9 Awdikacio didyvong mov Tpokaiel aAdoyn TG MKPOSOUNG GTNV TEPLOYN TNG
GLYKOAANGNG

Av xor M ovykOAAnomn pe dudyvon mpaypatomoleital cuvnBwg o POVPVOLS  EOKA
SWHOPEOUEVOVG Yo oLYkOAANoM N Oepuuky| emefepyocio, elvor emiong dvvarty, OnwC
avapépinke mapamdvm, 1 apyiK cuYKOAANon 600 GuvicTOomV pe GAleg pebddovg brazing
KOl 0TI GLVEYELD 1 TOTOOETNGN TOVG GE Evav (POVPVO Y10 TOV EKTETOUEVO KOKAO O1dyvomnc.
Avtog 0 KOKhog pmopel va kopaiveton and 30 Aentd g 80 dpeg. e €O0KEC TEPUTTAOGELS

umopei va d1apkEcEL KO Kot teplocotepo [6,51].
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KE®AAAIO 3 - ITIEIPAMATIKO MEPOX

3.1 ZXKOIIOX -XTOX0X%

Xmv moapovoo dSmAwpotiky epyocio egetaletal n oLYKOAANGOYN VIEPKPAUATOG KOPaATiov
Haynes 25 11 L-605 (aepomopikng mpodiaypaeng AMS 5537) pe v pébodo cuykOAAnong
pecainv Bepuokpoocidv ce povpvo kevos (Vacuum Furnace Brazing). H epyacio eotidletan
OTN HEAETN TNG MKPOOOUNG KOL TV UNYOVIKAOV 1O10THT®V TNG GLYKOAANGT] TOV AVAPEPOUEVOL
VIEPKPAOTOC OE TPELS OLOPOPETIKES TEPITTMOGELS, Omov oAAalel To vAkd mAnpwong (filler
metal), kobhg kot ot cOyKpion UETAED TOV TPLUDV TEPUTTOCEWV. LTV TPMTN Tepintwon O
ypnoonomBel g VAKO TAnpmong kpdua vikeAlov agpomopikng mpodiaypapris AMS 4776,
otV 0e0TEPT Kpdpa vikeAlov agpomopikng mpodiaypaeng AMS 4779 ko téhog yio v Tpitn
Kkpapa vikehiov Tpodioypoaenc AWS BNi-9 (1] admg podiaypagng GE B50TF207).

H ovykéAinon avt), kobdG Kot TO HEYOAVTEPO HEPOG TOVL TMEWPAUATIKOD UEPOVG
mpaypatonomOnkav oty E.A.B. (EAAnvikry Agpomopikr| Bropnyovia), evd ta vndérouma
tufuoata cvviedéomkay oto EBvikd MetooPfio Tloivteyveio. Ilpoxettor yio epeuvntikn
peEAETN mov €0TIAlEL OTNV HEAETN Kol GUYKPLOT LAIKOV Yoo TNV ompovpyia PEATIOTNG
GLYKOAANGNG KO TANP®ONG TOL SLAKEVOL Katd TV emiokevn tov Outer Liner agpokivnthipa

MS53- P2.

Onwg &xel avagepbei kol Topomdve, n dwadikacio tomobétnong tov Outer Liner oto Thin
Strut Tov kwntpa, cvvteleitol copEOVa pe Tig 0dNyies epyaciog “Work Instruction 72-53-
20-65B-666B” (IInyn E.A.B.) yia tov xivnmpa M53-P2, eved n Oeppukn enelepyacio tov
dokiiov cvvteheiton copeova pe T odnyieg “Work Instruction 72-53-20-66B-623A” (TInyn
E.A.B.)

ZOuemvo e TIG YEVIKEC 001yieg, To didkevo ueta&d tov Outer Liner kou tov Thin Strut dev

npénel vo vrepPaiver ta 0,5 mm (0,0197 inches).
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M2248 1
TAS DE REGLAGE
ADJUSTING BLOCK

LEGENDE:
KEY :

A : JEU MINI DE 0,5 DANS LES RAYONS
CLEARANCE IN THE RADII = 0.5 MM MIN.

B: JEU PERIPHERIQUE DE 0 A 0,5 (1 MAXI LOCALEMENT)
PERIPHERAL CLEARANCE = BETWEEN 0 AND 0.5 MM (1 MM MAX. LOCALLY)

Eixova 3.1 Tynuotikn ovaropdaotoon tov Outer Liner, tov Thin Strut kot tov

oynuotilopevoy dakevov (Inyn E.A.B.)
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3.2 IHIEPITPA®H TOY YAIKOY

H mopodoa epyoacio peretd tnv ocvykOAANom tov vmepkpduatoc kofaitiov Haynes 25
(aepomopikng mpodiaypaprc AMS 5537). Idwitepn éueoaon Oa 600si ot perétn g
UIKPOSOUNG KoL TOV HUNYOVIKOV 1010THTOV TOV dOKIU®Y TOV avVIPEPOUEVOL VAIKOD LETA TNV

Beppikn toug enelepyaocior.

To oVvoAo TOV TPOG GLYKOAANGN LAIKOV (VITEPKPAO KOPAATION), TO 0TToi0 Ypnoiomodnke
OTO TEWPAUATIKO HEPOG TpoNAle amd v E.A.B. pe v popen eAAcpatog Kot cuyKkoAAnOnke
pe v péBodo ocvykdAAnong pecoinv Beppokpacidv ce eovpvo kevov (Vacuum Furnace

Brazing) otig eykatootdoelg g E.A.B.

To vmepkpdpo Haynes 25 amotehel kpapo oKAp®ONG HEC® GTEPEOL OLNAVUOTOS Kot M
ANUIKNY GVOTOCT TPETEL VO, CUULOPPAOVETOL LE TO. TOCOGTA KT PApog mov mapovstalovtan
otov Ilivaka 3.1 mov divetar mopakdtm, cOpeove pe v mpodiaypapry ASTM E354. Ot
TOTTIKEG INYOVIKES 1010TNTES TOVL VAIKOV Ttapovotdlovtol otov [Tivaka 3.2., akohovbdvtag v

id1a Tpodiaypar| [26,56]

Element min max
Carbon 0.05 0.15
Manganese 1.00 2.00
Silicon - 0.40
Phosphorus : 0.040
Sulfur - 0.030
Chromium 19.00 21.00
Nickel 9.00 11.00
Tungsten 14.00 16.00
Iron — 3.00
Cobalt remainder

Hivaxag 3.1 Xnuikn cbotoon tov vrepkpauatog kopaitiov Haynes 25 (mtocootd k.J.)

To ovykekpiuévo vAKO ypnoyonoteitar cuvndme yoo TV KoTacKeL eEapTUdTOV TOL
amotovy VYNAN avtoyn puéxpt 816°C kar avtoyn oty ofeidwon péxpt Toug 1093°C, aidd n
xpN oM ToVg dev meplopiletar o€ TéToEG EPapuoyEG [7,26].
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Tensile Yield Strength Elongation

Nominal Thickness Strength  at 0.2% Offset in 50.8 mm

Millimeters MPa, min MPa %, min

Up to 0.076, excl 896 379 min Report
0.076 to 0.127, incl 896 379 to 552 25
Over 0.127 to 0.51, incl 896 379 to 552 30
Over 0.51 to 0.81, incl 896 379 to 552 35
Over 0.81 to 1.09, incl 896 379 to 552 40
Over 1.09 to 57.15, incl 896 379 to 552 45

Hivakag 3.2 Tomikéc pnyavikég 1010t teg Tov Haynes 25 og povadeg Sl.

To xpdpa xovovikd vmofdileton 6 oKANPOON HEC® OTEPEOD OAVNATOG HE Oeppikn
katepyacio og Oepuokpocio and 1175°C émg 1230°C (2150 émg 2250°F) ko Toeion yoEn M
o€ vepo Yo BéATIoTEG WO10TNTES. AvOmTnon o€ Beprokpacieg pikpodtepes amd ™ Beprokpacia
o1eEPE0L Ol0ADaTOG B Tapdyovv kabilnom opiopévev kapPdiov, atvopevov mov propet va
EMMPEACEL TIC 1O10TNTEG TOL KPAUATOG

Kotd v mepapatikn dtadikacio, ornd to apyikd vAKO dnuovpyncape €61 idlo eAdopata pe
apyKéEg OoTdoelg Tpv T cvykOAAnon 130x30x1,6 mm (unKog, mAdtog, mTdyog). Amd avtd
To. Koppdto oynuotiotnkav tpia oet dokiiov, to omoio. LIOPANONKAY 6T CLVEXELD OF

oLYKOAAN oM pe TV uEB0dOo pecaimv BeprokpacIdV GE POVPVO KEVOD.

3.3 YAIKA IINHPQXHY — FILLER METALS

e kGOe (o amd TIC TPEIS TEPIMTMOGELS GLYKOAANGNG TOov Kpdapotoc Haynes 25 oe @odpvo
KEVOV, ypnotpomomOnke dtapopetikd vikd mAnpwong (filler metal). Ta vAkd TApmong mov

YPNCLOTOMON KAV OVOPEPOVTOL OVOAVTIKG GTNV GLVEXEL.
. AMS 4776

Avt 1 Tpodiaypapn KAAOTTEL £vol KpApa VikeAiov e xaunAd mtocootd oe dvOpaxa C, pe
Hopen cvpuatog, pafoov, Ampidag, PHALOL Kot GKOVIG N €va TayOpPPELOTO pelypa (Tdota)

ATOTEAEG O, OKOVNG GLUVOVAGUEVTG LE KOTAAANAO GLVIETIKO VAIKO (Cement).
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Avtd 10 VAMKO TANpOONG YPNOoTolEiTal cuVRO®G YL TNV £veomn aVOEKTIKOV o1Tn
Beppomra kot ™ SaPpwon xoAHPwV Kol KPAPAT®V OV omontovV ovToyn oty ddfpwon Kot
otV o&eldwon pe KaAn avtoyn o€ VYNAEG Beppokpacies, aAAd 1 xpron Tov dev meplopileTan
oe tétoleg epapuoyés. Emiong umopel va ypnoyonombel g okAnpn enictpwon-emkaivym,

avOexTikn ot dtaPpwon Kot v o&eidwon).

To kpapo AMS 4776 €yel Tomikn yMWKN GVGTACT) TOV TPEMEL VO CUUUOPPAOVETOL LE TO
T0G0oTA Katd Pdpoc dmwg avtd mapovcsidlovionr otov Ilivaka 3.3 mov divetar mopokdtm,

omwg avtd opifovtar amd v mpodwaypapry ASTM E354, pe v ypnomn vypov ynukov

puebdd V.

Element min max
Carbon - 0.06
Silicon 4.00 5.00
Phosphorus - 0.02
Sulfur e 0.02
Chromium 13.00 15.00
Boron 2.75 3.50
lron 4.00 5.00
Cobalt (3.1.1) - 0.10
Titanium - 0.05
Aluminum —— 0.05
Selenium (3.1.1) - 0.005 (50 ppm)
Zirconium - 0.05
Nickel remainder

Hivaxag 3.3 Xnukn obotacn tov kpauatog AMS 4776 (nocootd k..).

H punyavikr avtoyn tov vikob dev mpémet va givar pukpdtepn omd 2,48 MPa (360 psi), 6mmg

opiletar and v wpodtaypapry ASTM D638 yio 1o vAKO TANPOOTC.

2mv mapovoa mepapatikny oadwkosio Ba ypnoonombel to avapepopevo kpapo AMS 4776
vd TV pope1| okoévne. Ta peyédn Kokkwv g okdvng avtng dwukpivovtor og 60, 100, 140,
200 1 325 mesh. H okdvn mopéyetor cOUPOVA LE TO OPLo. KOTOVOUNG HEYEDOVC COUOTIOIMV
ov gueoaviCovtar otov Ilivaka 3.4, ektoc av opiletar pa GAAn xotavour. O wivakog
AVOQEPEL TNV XPNOTN OPOPETIKOD HeYEBOLG KOoKIVMVY Kot opilel To péylota kol eAdylota
TOGOOTA NG OKOVNG Tov TPEMEL Vo dépyovtol péc® ovtov. Ot Jokuég mpEmel va

TPOYLOTOTOIOVVTIOL GOUPMOVA LLE TNV agpomopikn tpodtaypapn ASTM B214 [63,65,66].
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Mesh Designation U.S. Standard Sieve

60 Through a No. 40 sieve - 100 %
Through a No. 60 sieve - 95 % min
Through a No. 325 sieve - 10 % max

100 Through a No. 60sieve- 100 %
Through a No. 100 sieve - 95 % min
Through a No. 325 sieve - 15 % max
140C On a No. 100 sieve - 0.5 % max
On a No. 140 sieve - 10 % max
Through a No. 325 sieve - 20 % max
140F On aNo. 100 sieve - 0.5 % max
On a No. 140 sieve - 10 % max
Through a No. 325 sieve - 55 % max
200 On a No. 140 sieve - 0.5 % max
On aNo. 200 sieve - 10 % max
Through a No. 325 sieve - 65 % max
325 On a No. 200 sieve - 0.5 % max
On aNo. 325 sieve - 10 % max
Through a No. 325 sieve - 90 % min

IHivarag 3.4 Opro kotavoung peyédovg copatidiov yia 1o kpdpo AMS 4776 vitd v popon

oKOVIG.

To viko mipwong AMS 4776 éxel kotd mpocéyyion Oeppokpacio solidus (Beppokpocio
KAt amd v omoio. To cvotua sivar teieing oteped) otovg 977°C (1790°F) wan xartd
npocéyyion Oeppoxpacio liquidus (Beppokpacioa mdveo ond v omoio. To cvoTnua &gival
teheiog vypd) 1077°C (1970°F).

To mpotewduevo Oeppokpacilokd gOpog Yo TV ovvtédeon ovykOAAnong brazing tov
neTéAlov mAipoonc AMS 4476 sivor petaéd 1065-1205°C, evéd n mpotsvopsvn Oeppokpacia

Y10 BéATIoTO amoteléopata ivon otovg 1120°C.

. AMS 4779

AVt 1 TPodlaypaPn KAAOTTEL £VOL KPALO VIKEAIOL e YopunAd Tocootd o€ avOpaka C, pe
popen cvpUaTog, papoov, Awpidac, EOAALOL Kol oKOVNG N Eva TOYVPPELSTO pelypa (Thota),
AMOTELEC LA GKOVNG GLVOVAGUEV LE KATAAANAO GUVOETIKO VAIKO.

AVT0 10 LMKO TANPOGCNG YPNCLOTOLEITOL TUTIKA Yo TN EVOOT] YOADPOV Kol KPOUATOV TOL
glvor avlextikd otn owPpwon kot ™ BepudTTo Ko omoitovv avtoyr] o€ JPpmon Kot

o&eldmwon e KaAn avtoyn o vynAég Beppokpacieg, aALd 1 xprion tov dev epropileTon o€
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TETOLES EPAPHOYES. AVTO TO HETOALO TANP®ONG UTOPEL EMIONG Va. YpNolonombel mg okAnpn

enioTpmon- emtkdAvyn avhekTiKn ot SaPpmon Kat TV 0EEIdwon).

To xpdpoa AMS 4779 €yel Tomk) YNUIKY GVGTOCT OV TPEMEL VO GUUUOPPAOVETOL UE TO
T0G0oTA Katd Pdpoc dnwg avtd mapovsialovioan otov Ilivoka 3.5 mov divetal mopokdto,

omm¢ avtd opilovion amd v mpodwaypaer] ASTM E354 pe v yprion vypov ynuikov

pueboddwv.

Element min max
Carbon - 0.06
Silicon 3.00 4.00
Phosphorus - 0.02
Sulfur - 0.02
Boron 1.50 2.20
Iron B 1.50
Cobalt (3.1.1) - 0.10
Titanium B 0.05
Aluminum - 0.05
Selenium (3.1.1) - 0.005 (50 ppm)
Zirconium - 0.05
Nickel remainder

Hivaxag 3.5 Xnuikn cvotoomn tov kpapatoc AMS 4779 (mtocootd K.J.)

e mepintmon mov amonteitor 1 ovAapelEn g okOVNG KPAUOTOG LE GUVOETIKO DAIKO Y10 TNV
onuovpyia mhotog, tote T0 TEMKO petypa Bo mpémel vo mePExel okOVN 6€ TOG00TO 84 €1
90% xatd Papoc o€ KATAAANAO GLVOETIKO VAIKO KoL, EKTOC 0V SLOTACCETOL SLOUPOPETIKA, OEV
nepléyel ovAMmacpo. To cvAlitaoua (Flux) givarl éva vypd oL YpNCILOTOLEITAL GE OPIGUEVES
TEPMTMOCELS OTNV WACTO Kot €uVOel v OdAvon Tov ofewimv Kol TNV por] TOL VLAIKOV
TANPOONG KATA TNV O1001Kacio. TG CLYKOAANGTG.

H pmyavikn avtoyn tov vAikov dev mpémel vo ivar pikpdtepn and 2,48 MPa (360 psi), ommg
opiletar and v wpodtaypapry ASTM D638 yio To vAKO TANPOOTC.

2mv mapovoa mepapatikny dadikasio Ba yprnoipwonombel to avapepodpevo kpapo AMS 4779
Vo TV popen okdévne. Ta peyédn koKkwv g okovNg avtg dakpivovtar oe 60, 100, 140,
200 M 325 mesh. H okdvn mopéyetor cOUPOVA LE TO OPLo. KOTOVOUNG HEYEDOVC COUOTIOIMY
nov gugaviovrar otov IMivaka 3.6, ektog av opiletat o GAAN dwavour|. O wivakog avapépet

v pNon dtaeopetikod peyébovg kdokivav Kot opiletl To péylota ko EAGYLGTO TOGOGTA TG
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oKOVNG oV TpEmEL Vo OtEpyovTonl PEG® auTAV. Ot SOKIHEG TPEMEL VAL TPOYUATOTOLOVVTOL

cOLEOVA LE TNV aepOTOPIKT Tpodiaypapry ASTM B214 [64,65,66].

Mesh Designation U.S. Standard Sieve
60 Through a No. 40 sieve -100 %
Through a No. 60 sieve - 95 % min
Through a No.325 sieve - 19 % max

100 Through a No. 60 sieve -100 %
Through a No. 100 sieve - 95 9% min
Through a N0.325 sieve - 15 9% max

140C On a No. 100 sieve - 0.5% max
On a No. 140 sieve - 10 % max
Through a No.325 sieve - 55 % max

140F On a No. 100 sieve - 0.5% max
On a No. 140 sieve - 10 % max
Through a No.325 sieve - 55 % max

200 On a No. 140 sieve - 0.5% max
On a No. 200 sieve - 10 % max
Through a N0.325 sieve - 65 9% max

325 On a No. 200 sieve - 0.5% max
On a No. 325sieve - 10 % max
Through a N0.325 sieve - 90 % min

Iivarag 3.6 Opro kotavoung peyédovg copatdiov yia 1o kpapo AMS 4779 vrd v popoen

6KOVIG.

To vAko mApwong AMS 4779 éyer kotd mpocéyyion Oeppokpacio solidus otovg 982°C
(1800°F) ko katd mpooéyyion Oepuokpaocia liquidus otovg 1066°C (1950°F).

To mpotewoduevo Beppokpactakd €OPOc Yoo TV oLVTELESN GLYKOAANong brazing tov
HeTdALov mApoong AMS 4779 eivon petafd 1065-1175°C, evéd n mpotevopevn Oeppokpacior

v BédTiota amoteléopoto sivon otovg 1120°C.

. AWS BNi-9

AvT N Tpodlaypapr] KaAVTTEL £vol Kpdpa VikeAiov e yaunAd tocootd oe dvBpaxa C, pe
HOPPN GKOVNG N TACTAG- £VOL TOXOPPEVOTO UETYIA, OMOTELECUO TG GKOVIG GUVOVACUEVT LE
KatdAANA0 cuvdetikd vAkd. To kpaua avoaeépetor emiong g High Temperature 935 7,
Nicrobraz 150.
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To BNi-9 eivat éva eutnkTikd Kpdpo cuykOAAnong pe Paon to VikéAlo, KOTAAANAO Yo T
oLYKOAANON ViKeAMOL, vITepKpapdTOV, ovoEeidnTmv YoAOPmV Kol GAAOY GLYKPOTNUATOV To
omoio. amoutohv KoAn avioyn appov o€ VYNAEG Bepuoxpociec pe eEopeTikn avtoyn ot
dappwon ko o&eldmwon. Mepikéc amd T1g eapproyég Yoo avtd 10 HETOAAO TANPOONG £ivot
@OAAO petdAhov €vtova Katamovnpéva, péEpN Tlet Kvnmpo Kot T0 GLYKPOTHHOTO 7OV
ypnoonoobvtol oe dafpwtiké cvvinkes. Eppaviler emiong koA avtoyn uHetd amod

oLYKOAAN oM pe TV néBodo pecaimv Beprokpacimv.

To kpapa AWS BNi-9 (Nicrobraz 150) éyet tomik ynuikny 60GTAGT TOL TPEREL VO GOUPOVEL

HE TO TOGOOTA Katd PApog Omw¢ ovtd moapovoidlovrar otov Ilivaxka 3.7 mov diveton

TOPOKATO:
Nickel Remainder
Chromium 15.0% 2 1.5
Boron 3.625% + 0.375
Iron 1.5% max
Carbon 0.06% max
Phosphorous 0.02% max
Sulfur 0.02% max
Aluminum 0.05% max
Titanium 0.05% max
Zirconium 0.05% max
Cobalit 0.10% max
Selenium 0.005% max
Other Elements, Total** 0.50% max

Iivakag 3.7 Xnuikn cvoetoon tov kpauatog AWS BNi-9 (mocootd «.J.)

AOY® TG EVTNKTIKNG TOL PVONC, 1| okov BNI-9 mapovoidlel e&apetikny pevGTOTNTO KOl MG
€K TOVTOV €ival KoAN €mAoyn Yo 6Tevés, Padiég ocuvoéoelg Omov daTnPOVLVTOL AVGTNPOTEPES
amootdoels. Otav  ypnolpomoteitor  yuoo GLYKOAANGOT  AEmTOTEP®V, ALYOTEPO  EAATAOV
e€apmUATOV , 1 GLYKOAANGN Ba TTpémetl va dteEdyetan 6To KAT® HUEPOG TOL BEPLOKPATIAKOD
gvpovg brazing ,cvvévaouévo poli pe ypryopovg KOKAOLG Bépuavong kot yoéng, ®ote va
elayrotomoteitan 1 Tapapodpewon. To mpotevdpevo Beprokpactokd e0pog Yo TV CLVTEAEGT
ovykOMnong brazing eivar peta&d 1065-1205°C (1950-2200°F), evd m mpotewvouevn

Beppokpacio Yo PEATIOTO amoTteléopata ivon otovg 1065°C.
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To viko mipoong AWS BNI-9 éyel katd mpocéyyion Beppokpoacio solidus otovg 1055°C
(1930°F) ko Oepuokpaocia liquidus otovg 1055°C (1930°F).

Ot 1010 Teg TOV GVYKOAMNUEVDV dokiuiov eaptdvtal amd T0 Pocikd HETOAAO, TOV

oyedlooud TS GLYKOAANONG KOl TNV TEXVIKT GLYKOAANGNG TOL Ypnouonomdnke [65,66].

3.4 IIPOETOIMAXIA METAAAOI'PA®DPIKON AEITMATQN

3.4.1. KOIIH AOKIMIQN

Katd v mepapatiky dwdikacio g mapodoas €pyaciag, omd To apylkd €AAGLO TOV
kpapotog kofoaitiov Haynes 25 oynuatiomnkav 0o opdodeg dokipiov mpog perétn. o v
TPOTN opdda doKiimv dnpovpyncape déka 0o eAdopata ophoywvikod oynuatog. Amo
aVTA T ETUEPOVS EAAGLOTO SYNUOTIOTNKOV TEVTE doKipla (mOTEAOVUEVO OO dVO EAAGHLOTO
€K00T0) To. omoia. VOPANONKaV 6e GLYKOAANGN pe TV PEBodo pecaimv BeplokpacidV o
QOVPVO KEVOD, LE SLAPOPETIKO PETAALO TPOSHNKNG TO Kabéva Kot TEAOG oOMyNOnKay yio T€0T

OVTOYNG GE EPEAKVOLO.

O oyMUOTIoUOG TOV TPOG GLYKOAANGT TEUAYIOV GLVTEAECTNKE COUP®VO LE TNV AEPOTOPIKN
npodwypapr]; AWS C3.2. Ta dsiypota mpog GLYKOAANGT] KOTNKAV GE OGTACELS TTEPIMOL
130x30x1,6 mm (unkog, mAdtog, mhyxog). Ta Osiypota TomoBetovvron avd  Cevyog
oynuotilovtac mévie doKipo, 6mov To Eva KaAOTTEL TO GAAO pe emkdioym (overlap) 2,3,4,5,

Kot 6 popéc avtioTorya To mhxog Tov dokiiov (T).

H mepapoatikn epmepio €yl o6eiéer 6Tt to0 KoAOTEPA OmMOTEAEGUOTA EMTVYXAVOVTOL OTOV
nepinov 10 70% OA®V T®V SOKIUI®V OTOTVYYAVOLV GTNV TEPLOYN TOV UETAALOL TANPWONC. X
KGOe mepimtwon, ot emkaAdyelg (overlap) mpémer vo emdéyovion ovdAoyo Yo vo
EMTVYYAVETOL QLT 1] AVOAOYIOL

Ta doxipa peAkvopod TpoeTopaloviatl OTmg eaivetol oty Ewova 3.2.
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Eixdva 3.2 Komn kot Tpoetolpocio SOKIUimV EQEAKVGLO.

Avapeca oty emagn tov kdbe (edyovg dokipinv TotobemOnke éhacpo mayovg 0,0002 mm
(2um) 1 0,004 yihootd g ivroag (0,004 inches) yio v dnuovpyio Tov avticTorov
dtakevov. H dratmpnomn tov didkevov mpénet va Ppioketan oto PEATIOTO CLUVICTOUEVA TAGIGIO
oo TNV TOPOVCO, TPOSLOLYPAPT.

To overlap kot 1o {ebyog derypudtov umopohv vo. GLYKPOTOOVTOL [E EMUEPOVS GLYKOAANON
(tack weld) ota dxpo pe ™ péBodo Porepapiov-tééov pe aépo (TIG) N pmopei va
ouykpatovvtol amd éva KatdAAnio eEdptnuo Kotd T Odpkewn ™G ovykOdAAnomng. H
SLUOPPMOT) Kol Ol GUVICTMUEVES OVTOYEG Y10 TN CUVOPUOAGYNOT TOV JSOKIUI®V EPEAKVGLOD

pwv and ™ ovykolinon (brazing) eaivovtal otnv Ewodva 3.3.

' ONE OR TWO WELDS EACH SIDE
| CONTACT CLEARANCE

é
—F . —
AFPLY FILLER METAL HERE, ONE SIDE ONLY - BURFACE “A**

AL | - i T —

[ R - o 3

®
!
]
t

BURFALE “A"

Eixéva 3.3 Aloptdp@mo Kol GUVIGTOUEVES OVTOYEG Y10 TNV GLVAPLOAOYT|ON TOV SOKIUI®V

EPEAKVGLOD TPV amd TNV cvykOAAnon (brazing).

Metd Vv cvykOAAN oY TV doKimV pe TNV HEB0do pecaiwv Oeplokpacidv 6e @ovPVo KEVOD,
T SOKIHLOL Y10 TOV €PEAKVOUO GTAAOMKOY GTO UNYAVOVPYEID Yot KOTN Yol TNV amdKINGT TOV
TeAKoD Toug oynuatog. o Adyovg pn Swtdpadng e HKPOSOUNG, omd OVENUEVES
Beppokpaocieg Aoym tp1Png, ypnoomomOnke n nébodog g vopokonng (waterjet cutting). H
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KomY| TV dokipuiov £ytve coppwva pe to tpotura ASTM ES, kot ot dtaotdoelg tov dokipioy
eatvovtor oty Ewodova 3.4. Metd amd 10V GYNUOTIOHO TOV TOPUKAT® JOKimV, ovTd

001 yoHVTaL Y10 OOKIUN EPEAKVGUOD.

BOTH ENDS
EQuAL
WITHIN

2.250" 0.0625"
R.375" = -
—\ : 0.37<R l___‘alz..___
s o ey | D
]
Ve '

| A = : 1 S -~ ‘

0.0625"

Eixova 3.4 Yy£510 cOUQmVA [LE TO 0010 KOTNKAY T, SOKIULN EPEAKVGILOV.

Mo v debtepn opdoda dokipiov dnpovpynnkay and 1o vAwod Paong €& da erdoparta.
[Topopowr pe tv mpomyovpevn opddo SOKYW®V, amd ovtd To EMUEPOLS KOUUATLO
oynpotiomkay tpia dokipa, To omoio vVoPANONKAY oe GLYKOAANON pe TV HEBOdO pecaimv
OepprokpacidV GE POVPVO KEVOV, LLE SUPOPETIKO UETAAAO TPOGHNKNG TO KaBEVa.

Ta detypato mpog cuykOAAnon koOmnkav ce olaotdoelg mepimov 130x30x1,6 mm (unkoc,
mAdtoc, mhxog). Ta dstypota tomoBetobvtonr avd (ebyos, to €vo KAAVLTTOVTAG TO GAAO LE

emkaioyn (overlap) 40 mm, 6nwc ameikoviCetor oty Ewova 3.5.

}

Eixova 3.5 Zynuatikn avorapdotact (edyovg dokiuiov pe overlap 40 mm. (T=ndyoc kot

BFM=Dbrazing filler metal)
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Avapeca omv emaen tov Kabe (gvyovg dokipiov tomobetnOnke éhacpa mayovg 0,004
ymootdv ¢ ivicog (100 um) 1 yio v dnpovpyia tov avrtictoryov didkevov. Ta dokipo
padi pe To éhacpa otabepomolovvtal ot AKkpo LEc® cuYKOAANoNS TIG katl otnv cuvéyeia 10
éhaopa a@alpeitor amd 10 GUCTNUE TOV OEYUIT®OV WE OMOTEAEGHO TNV Onpovpyic. Tov

O1OKEVOL.

Eixova 3.6 XvykoAnpévo dokipa otic AKpeg yio TNy otadeponoinon Tov dtakevoy (LEcm

Aemtov gldopatoc) Kot Tov overlap.

Eixdva 3.7 Zymuotilopevo dibkevo mepimov 0.004” petd v a@aipeon Tov AETTOL EAAGUOTOS
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Ta tpia dokipa wov oynuaticTKay pe TV mopandve dtadikacio, odnyndnkayv v cuveyeia
Yoo GLYKOAANGN pe TV pHéBodo pecainv Beprokpacidv oe @ovpvo kevoy. MEeTA To TEPUS TNG
OLYKOMNONG TO dokiple KOMNKay o€ KAOET TOUN OTNV TEPLOYN TOL OLAKEVOL Kol

0oMNYNONKaAVY Yo LETAAAOYPOPIKT OVAAVGT TNG CLYKOAANOTG.

3.4.2. XYI'KOAAHXH AOKIMIQN

O1 600 opddeg doKIimV, OTMG GYNUATICTNKAY LETA TNV KOTY|, GTNV GLVEYELN VITOPANONKAV G
oLYKOAAN OGN pe TV péBodo pecainv Oeppokpoaciov ce @ovpvo kevov (vacuum furnace
brazing). Ot emipdveleg OV SOKWIOV TPEMEL. VO TPOETOWOOTOOV KOTOAANAQ Yo TN
OLYKOAANGTY, oLHQ®VO HE TNV agpomopikny mpodwypapry AWS C3.2, pe appolovca
dwdkacio avaioyo pe Tig emBLUNTES 1O10TNTEG TOV VAIKOV Kot TNV péEB0d0 GLYKOAANGNS OV
Bo axolovOnbel. Avt pmopel va mephapPdver, oAAd dev meplopiletonr o€, appoPoAn,
emkaioyn 1 KaBapiopd pe SADTN TOV TPOg GLYKOAANON EMPAVEI®Y. Xuvilwg, OTMG Kot
oV mapovoa mepinT®o™, oto dokipia ypnoonoteitor okovn Nicrobraz No. 60 (avo&eidmtog
YOAVPBOg) Yo appofoAn), TPOKELEVOL va TpayLVBoHV TIG EMPAVELES TG GVYKOAANGNG. Agv Oa
TPEMEL VOL YPTCLLOTOLOVVTOL LT HETOAAIKES OKOVEG OTMG YVOAL 1] GAOLUEVA Yo TETO0V E100VG
VAIKEL.

2V ouvéxEwn, To UETOALO TANPp®ONG epapuoletal otn pio amd Tig dVO emPaveleg dimha amd
10 OldKeEVO, GE MOGHTNTO 1| OMOio, TPEMEL VAL €lvol TO EAGYIOTO TTOV TANPAOVEL TANP®S TO

duakevo ¢ cuykOAANonG. H mocodtta mokilel avaroya pe v €KTaon ToV KEVOD.
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Eixoéva 3.8 Xxovn brazing

Mo v onuovpyio méotog, mpwv TV TomoBETNON TOL 6TO SOKIUI0 TO VAIKO TANPOGCNG
OVOUELYVOETOL LE TO GLVIETIKO VAIKO (cement), to omoio ypnowwomoteitor yio. dnuovpyio

TAGTOG VAIKOV Kol TNV E0KOAN TOTOOETNGN O0TA oMpEidl GLYKOAANOTG.

WALL COLMONOY

FLAMMABLE

o R

NSN
Description

TR

Batch MFG ~ BA4289
Serial No

MENT
o \i509 COMMERCIAL

Eixova 3.9 Zovoetiko vAko okovng (cement) mov ypnotpomotinke yio, Ty mopaymyn TaoTog

(IImym E.A.B.).
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Téhog, TPV TV €160Y®OYN TOV SOKIHU®V GTO GOVPVO KEVOL Yl0L GLYKOAANGT, GTO. JOKipa
npénel va mpootebel Stop-off, éva vAkd mov tomobeteiton oTOl AKpa TOV SOKIWI®V Kot
eumodifel to pETOALO TANPOONG va peDoEL KTOC NG EMPAVELNS TOV JOKIUI®OV apov €xet
vrnootel ™EN. H teAwn popon tov dokydov mpwv v €160y®Y TOVG GTOV (OVPVO
ovykoAong ancswkovifetar oty Ewdva 3.10. Ta dokipna tomobethOnkav 6pbia otov govpvo
Yo GLYKOAANON).

o v ovykOAANoN TV 600 opddwv dokiuiov Bo akolovdndei o kdkhog brazing
omwg eaiveror oto Adypoppa 3.1. Ta doxipa Oeppavinkav otov @ovpvo kevod pe puduod 13°
C/min péypt va ptdoovv toug 950° C. e avt v Oepuokpacio dwatnpnOnkay yo 15 Aentd.
Xty ovvéyela. aviABay oty Beppokpacio cuykOAANoNG brazing, oty omoia Topéuevoy yio
10 Xentd. H ovykdéAinon ocvviedéotke o Oeppokpaocio brazing 1175° C, peyoldtepn omd

™mv mpotewvopevn Bepuokpacia brazing kot yio ta tpio VAKE TApOONC.

Eixéva 3.10 H de0tepn opdda dokipiov petd tov kabapiopd pe HEToAMKY oKOV Kot TNV

epapuoyn tov stop-off.
TéNog, petd v cuykOAANGT ,avTi Yo TRV YO&n TOV SOKIMV KOl TNV ETAVOPOPAE TOVG GTNV

Bepuokpacio mepifdilovtog, akolovdndnke évag evalhoktikdg kbkAog dudyvong (diffusion)

ue Stotpnon Tov dokipinv ot Bsppokpacio 1160° C yia Vo dpeg kot 6TV GuVEKELR YHEN
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Yo ETovoeopd otnv Beppokpacio mepiPaiiovtog. H dadwacio avt| cuvteAéotnKe TPELS

QopEc, pia yio kdOe VAIKO TANP®ONG TOL ¥PNCULOTOIONKE.

MFSC
RRAZING TEMP.

Alternate

o
q‘:-) o (: _f_O MM diffusion cycle

Awgypappua 3.1 O kdxhog brazing ko diffusion mov akoAovOnOnke yio v eneéepyacio Tmv

oKV,

Metd ™ cvyKOAANoN, O0Aa ta detypata AstdvOnkav kot kabapictnkov ®cte vo amopakpuvOet
TAEOVAGLOL TOV LETOAAOV TAPWOTNC.

Ta delypata g TpOTNS OpUAdaS SOKIWI®MY HETE TNV CLYKOAANGCT OTAAONKAV Yo OOKIUN
epehcvopod. Ta tpla doxipo mwov ANEOnkov amd v o0ghTepn opddo doKyiwv, OTMC
anewkoviCovtar oty Ewova 3.11., kdnnrav, Onwg avapépape 6e KAOET TOUn 6TV TEPLOXN
TOv SldKEVOL KOl odMyNONKav Yo  PETAAAOYPOQIKY) ovOAvon NG ovykOAAnong. H

mapotpnon £yve o€ dokipta dactdoemv 20x30X3 mm (unkoc, TAGToG, TY0G).
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Eirxdva 3.11 H de0tepm opdda dokipiov petd tnv tEN TV VAIKOV TAPOONG Kol TV

GLYKOAANGT TOVG GE POVPVO KEVODL.

Eixova 3.12 Anotédespo ¢ ouykoAAnonc. [TApwon tov didkevou pe THEN TV VAIKOV.
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3.4.3. IAPAXKEYH METAAAOI'PAPIKOQN AEITMATQN

Ta tpio dokipio mov odNYHONKOY Ge PETAALOYPOPIKT HEAETN YKIPOTIOTNKAV GE KOAOVTLN
BakeAin dwopétpov mepimov 3em.

Ta otddio g Agiovong kot g oTiABmonG amocoKoTovcaY 6TV UEIMOT TNG EMPOVEINKNG
TPOYOTNTOG TOV SOKIUIWV, LE OKOTO Vo £IVOL EPIKTN 1] ATOKAAVYT TNG KPOOOUNG TOVE GTO
niektpovikd pkpookdmo. H Aelavon zmpaypotomomnke o€ opildviio, vIPOYLKTO,
TEPIOTPEPOUEVO TPOYO, KATE TNV S1APKELD TNG OTOI0G, 1 EMPAVELL TOV SOKIUIOV EQATTOVTOV
otov tpoyd. H dwdwkacio mpaypatomombnke o€ €010 pNyGvNUe e OVTOUOTOTOMUEVO
TPOTO, £TCL AGTE N TESN VO EPAPUOLETOL IGOTOGO OTNV EMPAVELN TOV JOKIW®V, e OKOTO
mv e&dheyn TV teplimpiov ceAANATOg TOV avOpdOTIVOL Topdyovta. Xav HEG® Agiavong
ypNooToOmONKay Astovtikd yoptid amd kapPidio tov mopitiov (SiC), tomobetnuéva mTovem
otV emeavela Tov tpoyov. Ta Aetavtikd yaptid yopoktmpiloviol amd évav apBud (grit), o
omoiog avtumposmnevel o péEyedog kOKKov Tov Agtavtikov pécov. Iapadeiypotog ybpv, o
apBudg 220 grit vrodniodvel g o KAOE TETPAYOVIKY VTGO TOL AELOVTIKOD YOPTION
vrtapyovv 220 kapPidia Tov mopttiov. Ta yapTid Tov YpnoyoromdnkKay katd oelpd nrov 220,
400, 800 kor 1200 grit. Katd v olokAfpwon tov kdbe emmédov Agiovong, Kot pe v
aALOYT) TOL AELOVTIKOD YaPTIOV, AAAALE KOt O TPOGAVOTOMGHOS TV dokiimy katd 90 poipeg,

He 6Komod VoL ATOAEIPOVTOL O1 YPOUWES OO TO TPOTYOVUEVO GTAOL0.

Katd 10 emdpevo otddio mpostoasiog tov detypdtov, tpaypatorodnke otilfoon twov
doKkipimv. Zkomdg ¢ oTiAPwong ftav 1 emeavele TV dokitiov va yivel Asio Kot otidmvr. H
otiMBwon emetedyn pe v ypnon maotog kKoAAogwovg oloéewiov Tov mupitiov (colloidal
silica), pe péyebog ocopatdiov 0.05um. H odraén nNtav oplldvriog, opoa&ovika
TEPIOTPEPOUEVOS TPOYOG, Y®pic WHEN. [Iptv Ko Katd TV €magn Tov delylaTOg LUE TO VPAUCLLOL

TOV TPOYOV TPOPOSOTOVGALE TEPLOOKH CTIAPOTIKO.
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3.5. MEO®OAOI EEETAYHX MIKPOAOMHX

3.5.1. HAEKTPONIKH MIKPOXKOIIIA XAPQXHX (SEM)

21 Topovo LEAETT) TO NAEKTPOVIKO HKPOCKOTLO TOV YPNCLOTOONKE Y100 TNV OVAAVOT| TNG
pikpodoune ntav tomov JEOL JSM-6380 LV pe ocvidéxtn X-ray INCA X-sight amd v
OXFORD. To pikpookoémo JEOL eivar éva pkpooKOTIO MAEKTPOVIKNG GAP®ONG LYNMANG
amoOo0oNS, YOUNAOD KOGTOVG, He LYNAN avaivon puéxpt kot 3,0 NM aeod 10 cvoTnuo £xEL
ovopaoTikn peyébvvon amd 10 péypt 300.000 @opég yioo TNV HLOPPOAOYIKT TOPATHPNCT TOV
dokipiov. O B6Aapog Aettovpyei vId yopmAd kevd g tééng 10° torr kou emrpémer ™V
TapOTNPNON OEYUAT®OV OV dgv UTOpovV va TPoPAnBodv 6e LVYNAG Kevo AOY® LITEPPOMKNG
TMEPLEKTIKOTNTAG GE VEPO N AOY® N aydYUng empdvelag. Ot TOTIKES OVTOUATOTOMUEVEG
Aetrtovpyieg  mepthapPavovv  avtdépartn eotioomn, ovtopato OmAo (Yo KOPEGHO Ko
evbuypdppon) kot avtépaTn AvtiBesn Kot eOTEVOTNTO.

To NAekTpOVIKO HKPOOTKOTIO GAP®OTG Etvar £va dpyavo Tov Agttovpyet OTmg Tepimov Kot £val
OTTIKO WKPOCKOTIO LOVO TTOV YPNGIUOTOIEL SEGUN NAEKTPOVI®OV VYNANG EVEPYELNG OVTL Yio
@G, Yo TNV e&€taon dokipiov. H déoun nAektpoviov capmdvel TV ETQAVELL TOV dElyHOTOC
pe 10 0moio aAAAETIOPE. ATO TV AAANAETIOPACT] VT TPOKVITOVY TANPOPOPIEG GE GYEOT
pe ta dropo tv ototyeiowv mov amaptifovv to efgTaldpevo VAKS. Amd To dTOpO TMV
otoyeimv exméumovtolr  kvpimg Oegvtepoyevr] (secondary) kot omicBookedaldpeva
(backscattered ) nAektpovia kabmg Kot axtiveg X.

Ta degvtepoyevi NAEKTPOVIL TPOKVTTOVV OO Tr) GUYKPOVCT| TOV NAEKTPOVIOV TNG OEGUNG LLE
exelva Tov atopov. Eivor youning evépyewog, eKmEUMOVTIOL KOVTE OTNV EMPAVELRL TOV
delypotog Kot givor yproLa Yo TNV anelkovion TG ETPAVELNS TOL Oy LOTOG.

Ta omeBockedaldpeva nAekTpoOvia ival aVTE TOV GLYKPOVOVTOL EAAGTIKE LLE TOV TUPNVO TOV
atopov (edikd oe peydla dropa) kol okeddlovior mpog ta miow pe ywvia 180°, £youvv
LEYOADTEPT] EVEPYELD KOl EKTEUTOVTOL OO peyalvtepo Bdbog amd to detypa. Avaroya pe Tov
atopkd apBpd tov atdpov Tov deiypatog aALALEL Kol T0 T0GOGTO TV omcbookedalopeEVOV
(backscattered) niextpoviov, apa kat 1 gikova mov Taipvovpe. ‘Etot, £xovue mAnpopopisg yio

™ o0oeTAcT TOL OOKIUIOL.

Oocov apopd 115 axtives X, 0 TpOTOG Asttovpyiog Tovg eivar mapodpotog pe avtodv tov XRD.

46



3.5.2. OIITIKH MIKPOXKOIIIA

To onTkd HIKPOGKOTIO €lvol ORMTIKO GUOTNUO, YO TNV TOPATHPNON OVIIKEIWEVOV VIO
peyébovon, pe m Ponde tov ewtog. H moapoatipnon pmopel va yiveton &ite pécm Tov
AVOKAMDUEVOL €iTe HEGM TOL dlEPYOUEVOD, amd TO TPOS TAPOTNPNON OvTIKEipEVA, emTOG. To
OTTIKO UIKPOGKOTIO YPNOLUOTOLEITOL € pio. gvpeion TEPLOYN EQOPUOYDOV. XTNV TOPOVCH
EPYOACIO 1| TAPATHPNOT GUVIEAEGTNKE OE £V GVYYPOVO OTTIKO pikpookomo Olympus GX51
ot eykatactdoels e E.A.B.

To avtikeipevo tomobeteitor mOAD KOVTé 6€ éva CLYKAIVOVTIO QOKO (TOV QVIIKEIUEVIKO 1|
avtoplaiuio paxo), ToAD HKPNG E0TINKNG amdGTACNG, O 0Toiog oynuatilel £va TPAyLOTIKO
eldwrd tov. To €ldwAo avtd peyebBiverar amd €vav GALO cvykAivovta @axkd (tov
rpocoplaiuio poxod), o onolog oynuatifel Eva OVINOTIKO EI0®A0 GE Lo AmTOGTOCT OO TO
pdt Tov PBpioketarl avdpeso oty A IGTN Kot TN HEYIOTN OmOGTACT EVKPIVOVG 0pacews. To
pétt mapotnpel avtd 1o €idwro. To KOG TOL GOANVO TOL KPOGKOTIOV €xel cuVNO®G
otafepd pnkog (tvmikd 160 mm). ‘Etot, n eotiaon yivetor pe petakivnorn tov OA0V omtikol
GLGTNATOG MG TPOG TO TOPATNPOVIEVO AVTIKEIIEVO, PéEYPL va emTevyDel eotioom Yoo evkpvny
TOPOLTPNO).

Ta onTiKd pKpooKOTIO. GLVNOWME AEITOLPYOVV YPNCUYLOTOLDVTOG ELOKES TEYVIKEG POTIGHOV
Kol OmeEKOVIoNG, ol onoieg mpocsapuoloviar kdbe @opd ota 1310iTEPU YOPOKTNPIOTIKA TOV
TapoTNPOvUEVOL delypatog. Metalh ovtdv TOV TEYVIKOV QOTICUOV Kol OTEKOVIONG, M
Aertovpyia pe QOTIGHO OTEWVOL mediov ivan N TALov cuvnOiopévn. Katd ) Asttovpyia pe
QOTICUO PWTEIVOD TEDIOD M| OEGUN POTIGHOV €0TIALETOL €Ml TOV JEIYHOTOG, KOTO UNKOG TOV
omtkoh AEovo TOv GULGTAUOTOC, O YeUETpla €ite ovhKAaong &ite owddoong, omoOTE O
UNYoVIG oG amekdvions etvar ) okédaon 1N 1 amoppdenon avtictoryo. Koatd tn Aettovpyia pe
QOTICUO OKOTEIVOD TEDIOD 1| OEGUN POTIGUOV £6TIACETON €Ml TOV OElYHATOG POV TO KEVTPIKO
pUEPOC TG amokomel amd KATAAANAO 0ioKO amoKomne. Me Tov TpOTo avTd, GTOV AVTIKELEVIKO
QoKO €16épyovTaL HOVO oKedaLOUEVEG aKTIVEG, Kol EMOUEVOS €ivol O KATAAANAOS TPOTOG
AE1TOLPYIOG YO TNV TAPOTHPNOT SEWYUAT®V OV Tapovolalovy yaunin avtibeon (contrast) ce
avlxAiaon 1 0140001 AL €xovv AemTOUEPELES Ol omoieg okeddlovy évtova To GG AAAN
TEXVIKN QOTIGHOV KO OTEWKOVIONG €lvorl 1 Agttovpyia Pe ¥pNon TOAOUEVOL QMOTOC, KATH TNV

omoia 600 TOAMTES, StaoTavppévol peta&h Toug, mapeuPaAlovial, o pev £vog LETOED TNYNG
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KOL OVTIKEYLEVOD O O€ AAAOG HETOED OVTIKELEVIKOD Kot Tpoco@BdApion gakod. H texvikn
QLT XPNOLOTOLEITAL Y10 TNV TOPATHPNOT SIMAOOAACTIKAOV 1] POTOEAACTIKAOV SEIYUATOV, KOl
glvorl TOAD YPNOUN YLl TV TOPOTPNON OVIGOTPOTOV GKOTEWVMV JEIYUATOV, OTOV LEAETOVTOL
KOTOVOUEC @Aacemv, HEYEDOG Kol TPOCAVATOMGUOS KPLOTUAMK®OV KOKK®V, KPUOTOUAMKEC

ddvpieg K.4.

To HIKPOOKOTO HUmMOPel VO GLVOVAGTEL HE QOTOYPOUPIKY HUNYOVY, YO TN (OTOYPAPNON
HEYEDLGUEVOV EIKOVOV TOV OVTIKEWEVOV, EQOPUOYN TOL YPNCLUOTOMONKE Kol Yo TNV

TopovGa Epyasia.

3.6. MEOOAOI METPHXHX MHXANIKQN IAIOTHTQN

3.6.1. EGEAKY2 MOX

2V TpAOTN OpAOA GUYKOAANUEV®V SOKLUIOV TPOryLATOTOONKAV TEVTE SOKIUES EPEAKVGLLOV,
KkaOeta ot devbvuvon g cuykOAANoNG, 68 cuokevt| Tomov Instron — Model 4482. H doxwun
gpelkuopod mpaypotomomdnke otig eykotactacels g E.A.B. Ta doxipa epehkvopod
Swpopeddnkav copewva pe to mpdtvmo ASTM E8 kot ot dwactdoelg tov kdbe doxiiov
d0Onkav omv moapdypago 3.4.1. Ot dokiég eeAKLGHOV dlekTepa®ONKOY COUPOVE [LE TO
npotvro ASTM E8 (Standard Methods of Metallic Materials) kot to mpoétvno ASTM yia
€101kEG Phoelg HETAAA®Y.

[Mpwv amd 1N Ookiur epeAkvopov, OAo To dsiypato peTpinkov Yo TS OTOGTAGELS
vrepkdAvyng (overlap), to TAdtog kot to whyog Tove. Tavtdypova kabopicTnKe TO TAYXOG TNG
oLVYKOANoNG. Ot petpnoelg umopodv va yivovv pe v ypnon moyOuetpov. To eKTHOUEVO
Té(0G TNG CLYKOAANONG LWITOPEL VO TPOGOIOPIGTEL LE TN UETPNOT TOV TAYOVG YPTCLULOTOIDVTOG

ToV okOAovOo TUTO:
Tjoint = Ttotal (T1 + T2)

omov Ttotal eivar o cuvolikd mayog Tov deiypatog Kot ta Tt ko T2 eivor T apykd whyn tov

petaiiov Baong.
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[Tpénel va kataypaeetal 10 eoptio (0po) Bpavong kot n B€on Bpavong (gite oto péTodio
Tpwong gite 610 Pactkod petdAlov) yio OAa to dokipia mov Ba vToPAnBodv oe dokun
€peMKLOUOYD.

H oyéon peta&d g péong oot Tikng Téong mTov aoKeitol 6€ dOKIHO Kol TOV GNUEIOV TNG
aoTOYI0G TNG GLYKOAANGNG KOTA TOV EPEAKVOUO OVAAOYO LE TNV OTOGTOCT VIEPKAAVYNG
(overlap) epeoaviCetow oto  Awdypoppa 3.2. To kevd oOuPoro TOL  SarypappoTog
AVTITPOOMOTEVOLY aotoyio. oto puétodro mAnpwong (filler metal) evd ta yepdro coppora

AVTITPOOMOTEVOVY 00TOYi0 6T0 Pactkd uétairo (metal base).

DOVERLAFP DISTANCE: RATIO OF OVERLAP TO THICKNESS

AVERAGE UNIT STRESS AT FAILURE, 1000 P§| ————s

OVERLAP DISTANCE, INCHES

Adwgypopua 3.2 Xyéon péong SLOTUNTIKNG TAONG TOL OCKEITAL 6TO dOKIO Kot onpeio

aoToYiog TNG GLYKOAANONG.

Ta mévte dokipa mov VIOPANONKOY GE JOKIUN EPEAKVGLOD GYNUOTICTNKOY LE OTOGTACELS
vrepkaivyng (overlap) 2T, 3T, 4T, 5T ko 6T avtictoyo, 6mov T eivar 10 YOG TOV
dokiov and 10 apywkd £lacpo dnA. 1,6 mm. Avolvtikd, ot amnoctdoelg overlap oe

YMOGTOUETPA Y10, TO KAOE dokipto avapépovtat otov [Tivaka 3.8.
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Aokiutlo Overlap Overlap mm
1° 2T 3,29
2° 3T 5,40
3° 4T 9,20
40 5T 12,70
5° 6T 13,70

IHivaxac 3.8: Anoctdoeig overlap o oyéon pe to maxog T yio dho Tor dokipio TG SOKIUNG
EPEAKLGLOD.

Ta oynuotiloépevo dokipo Tov 0dNYoVVTOL Yio TNV OOKIUY EPEAKLGHOL Oovopalovtol e
apBpd mov avaypdeetol Kot ota 600 uéPn Tov dokipiov deEid Kot aploTeEPd TS GLYKOAANGONG
omwg anewoviletor oty Ewova 3.13. Tpwv v tomoBétnor| Toug 610 pnydvnuo epeAKuc o0
Ta dokipia Agtaivovtol 6To TAQY0 Kot 6To GIUELR apyg TOL AOLLOD GTNV GUYKOAANONG MGTE

VoL armo@evyfovy ayué kot onpeio avoymong tdoswmv (Stress raising).

Eirxdva 3.13 Zuykolnuéva Sokipio EpEAKLGLOV.
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KEDAAAIO 4 - AIOTEAEXMATA

4.1. HAEKTPONIKH MIKPOXKOIIIA 2APQXHY (SEM)
4.1.1. METAAAO BAXHX

[Mpaypoatomombnke mapatnpnon g HUiKpodouns tov petdiiov PBdong Haynes 25 petd v
dldkacio GLYKOAANGNG e TNV (PNON EIKOVAOV TOL TapoAneOnKav ard to SEM.

To vrepkphpa Haynes 25 yapaxtnpiletar amd 16oaovikovg kOkkovg pe péyefog KOKKOL
petagd 70 kot 100 um eved mopotnpeitol n YopaKTNPIGTIKY OGTEVITIKY OOUN, LLE ELQOV CE

OpIoUEVA GNUELR TNV TAPOLGTN SIOVUIDV.

r 200pm ! Electron Image 1

Eixova_4.1 Hlektpovikn pukpoypaio tov petdAlov PBdaong Haynes 25 (oto onueio tov
oTOVPOV) UETE TNV cLYKOAAN oM. (X200).

210 Haynes 25 napamnpeitan eniong mokidia kapPdiwv tomov MeC, mAovoia oe BoAppdiuo,
0YKMOOVG HOpPOAOYinG, €VOOKPLOTOAAKE OAAG Kot oTo Opld TOV KOKK®V, TO Omoid
eumodiouv Vv peyébovvon tov KOKKoOV Kotd v Oeppikn emefepyacia. Tavtdoypova,
nmapotnpeital kKo vropén kapPdiov tomov M23Cs ta omoio Ppiokoviar dieomapuévo oe

EVOOKPVGTOAMKES TEPLOYES, OAAN KOl TEPIKPLOTAAAKE KOTA UNKOG TOV opimv TV KopPidiov
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MeC 1 tov oplov TV KOKK®OV, VIO HOPON OCLVEXDS KOTOUKPNUVIGUEVOV KopPidimv,
mAoVo1V 6g poAvPdaivio, ypdo Kot vikédo 6mwg mpocsdiopiletan BifAtoypagikd. TTiBavdg
glval Kot 0 oynuatiopog evnoewv Co2W oe suvdvacud pe ta kapPidie MsC 6to kKpuoTOAAIKO
mAéypuo fcc.

2V cuvERELn HEAETHONKE O OVOALTIKG 1] GUUTEPLPOPE TOL HETAAAOL Bdong KabmG Kot M
LIKPOSOUN TNG OHAS0S SOKLUIMV TOV KOTAGKEVAGTNKAY LE TNV XPNOT SLOPOPETIKOD LETOAAOV

TAMPOONG OTNV EKAGTOTE TEPIMTWOOT).

4.1.2. AOKIMIO 1-METAAAO IIPOXOHKHX AMS 4776

A. Zovn Xoykoérinong

21 ovvéyela mapatifevran ot eoveg, and v {dVN GLYKOAANGNG TOV TPAOTOL dOKLUIOV, OTOV
YPNOOTOMNONKE MG PETOANO TPOGHNKNG TO UETAALO TANP®ONG AEPOTOPIKNG TPOSIAYPAPNG
AMS 4776. H AMyn tov owtoypapliedv mpoyuatoromdnke octo SEM pe v ypnon

omcbookedalopevav nhektpoviov (BES backscattered electron image).
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Eixova 4.2 Hlextpovikn pkpoypagpio omcbookedalopevov niektpoviov BES x500 tng

HKpodoUNnS g Cmdvng cuykOAAN oG

Eixéva 4.3 Hhextpovikn pukpoypaeio BES X500 ¢ pikpodopung g {dvng cuykOAANomg.
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! 20pm ' Electron Image 1

Eixova 4.4 Hhextpovikn pukpoypaeio BES X800 ¢ pikpodopung g Ldvng cuykdAAnomng.

Spectrum 15
Cr

Element | Weight% | Atomic%

Cr 54,97 65,98

i

W " Co 718 76
I | T & N 17,08 | 1816

T T T T T T T T T W 16,85 5,72

i 1 2 3 4 5 5 7 8

Full Scale 454 cts Cursor, 0,094 (6 cts) kel Mo 3,92 2,55

Hivaxag 4.1 Tnuewoxn ynukn avéivon edong TCP (onueio otavpod Ewovag 4.4).
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d 40pm o Electron Image 1

Eixéva 4.5 Hiektpovikn pikpoypopio g pikpodoung g Covng cvykoainong BES x1000.

Ot popeg meploy€c amoTeEAOVY TOPOVS GTNV GLYKOAANG.

Spectrum 25
Element |Weight %|Atomic %
i Cr 15,25 17,49
Ca ] -
F . co Si 3,22 6,84
- Cr Fe J-° Fe 1,98 2,12
C
1w P o e Co 27,74 | 28,06
. f T T T T . T T Ni 41,5 42,15
0 1 2 3 4 5 6 7 8

Full Scale 454 ct= Cursor: 0.034 (11 cts) ke W 10,32 3,35

Iivaxag 4.2 Tnpewoxn ynukn avirvon kopPdiov MC kar M23Cs ( onpeio Ewcovag 4.5).
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" B50pMm

Eixdva 4.6 Hhextpovikn pikpoypoeio g pkpodouns g Lovng cvykodainong BES x1000.

To poavpo onueio amotedel mOPO TG GLYKOAANOTG.

Electron Image 1

ﬂ Spectrum 36
Zr
Element | Weight% | Atomic%
Wy
cro i Cr 54,34 69,93
cr: wi | ey or Co Wc.j Co 7,72 8,77
: ; . ; - . ; : Ni 9,66 11,01
b 1 2 3 a G 7 8
Full Scale 464 cts Cursor: 0.094 (8 cts) .y W 28,27 10,29

Hivakag 4.3 Tnpsiokn ynukn avéivon edong TCP ( onueio Ewovag 4.6).
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Eixova 4.7 Hhektpovikn pukpoypaio tng pikpodopns g (mvng cvykdiinong BES x200

omov gpeoviCeton n amodctacn (clearance) g {dvng cuykOAANoG.

Ta cvykoAAnpéva detypata to omola eetdotnkav Ogv giyav vmootel mepoitépm Beppukég
Katepyooieg OwAvtomoinong kot ynpovonsg. H  pekétm g Covng  ouykOAANoNG
npaypotonomnke OBewpovrog Otl amotedel €va Egxwplotd Oeppodvvopkd cHoTHA
CLYKPITIKA pe TIC voAoweg (ovec. Tt {dvN cLyKOAANONG, N KIVITIKN TNG GTEPEOTOINCNG
elvar avt mov KaBopilel TV SKVILOVGT TG YNUKNG GVOTOCNG, OGOV APOPE TIG OEVOPITIKEG
Kol OLOEVPLTIKEG TEPLOYES, OMWGS, €MIONG Kol TNV 0KOAOLBiO TOV UETACYNUATICUOV PAGEDV
Kol TNV SWUOPPMOOT] UNYOVIKGOV WO10THTOV OTMOG HWKPOCKANPOTNTA, Oplo dlopponsg, Oplo
Opaong KA. ATO PETOAAOYPAPIKNG Aoyng, 6T (OVN GVYKOAANGNG TapatnpEiTal EVOAAayn
00 TEPLOY®V ,Uio YKPL avoryTd Kot pio mo oKovPa, OKOVOVICTOL GYNLOTOG Kol peyéfoug,
onwg eaivetor otig Ewkoveg 4.3 ko 4.4, mov €yovv d1evBvvon mopdAinin oty {ovn g
ovykOAMnong. H oxovpa meployn g (dvng cvykoAnong mepiéxel ueydlo mtocootd Ni, 1o
omoio otabepomotel TNV Y eaon. 1o KEVTPO TG LOVNG CLYKOAANONG ep@avileTol AeTTopepnG
piKpodoun. ZOHQOVO HE TIC OTOLENKEG OVOADGES 7OV cuvteAéotnkov oty (v

GLYKOAANGNG, TAPATPOVUE OTL deV LEioTATALY @don AOY® TG anovciog TV ototyeinv Al
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ko Ti. H peyédn mepiektikdmra oe Cr kot W vmodniover v dmopén TCP edoewv.
[Mapaiinia, Tapatnpodvtal Kotd onpeio g {OVNG GUYKOAANONG KOTAKPNUVIGHEVE KopPidia
tomov M23Ce (Ewcova 4.5), mhovoia o€ ypdo kot BoAQpAapto 0Tme tpocdtopileTon amd Tig
mukég avarvoels. Ta kapPidia avtd Tpocdidovy 610 VAIKS vynAn avtoyn. O GyYMUATIGUOG
KapPdiov MeC eivar avépiktog Kabng dev vtapyel oty {dVN GLYKOAANGONG EMAPKES TOGOGTO
poAvBdatvion Mo>6% yio Tov oynuatiopd tov. Ta évtova povpo onueios ToL ToPATNPOLVTOL
KOTA pUnKog g LOVNG GLYKOAANGNG VTTOONADVOLY TTEPLOYES TOoPpDOoVS. Bydlovtag tov péco
opo yia 11¢ amootdoelg (clearance) twv Lwvav (Ewdva 4.7), kataryovue 0Tt T0 HECO TAYOG

™ {dvng cuykoAnong eivor ota 140.5um kot g Lovng diffusion ota 8.25 um.
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B. Ogpuikd Ennpeaocpévn Zovn

Ot endpeveg ekdveg apopobv otnv Bepuikd ennpeacuévn Covn yop® amd TV TEPLOYN TNG
GLYKOAANONC.

60pMm s Electron Image 1

Eirxéva 4.8 Hhextpovikn pukpoypagio TG LIKPOSOUNG 6Ty meptoyn] g LdvNg cuYKOAANOMG.

Spectrum 42

Element [Weight %|Atomic %
Cr 14,23 15,64
Si 3,49 7,11
Fe 3,07 3,14
Co 15,27 14,8
:II Ni 59,54 57,94
Full Scale 464 cts Cursor: 0.094 (7 cts) ke w 4,4 1,37

Hivaxag 4.4 Ynpelokn ynuikn avaivon g Lovng cvykoAinong ( onueio Ewovog 4.7).
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¥ 60pm Electron Image 1

Eixéva 4.9 Hhektpovikn pukpoypaio tng LIKpoSouns oty dtempavela peta&y OEZ ko ZX

(xatw).
I Spectrum 12
Element |Weight %|Atomic %
o i
i Co W Cr 17,26 19,61
cr o R
Fe Wy Fe Si 1,5 3,16
Si Fe 2,86 3,02
S P cr Fe 4 Co 30,02 30,11
:'| 1' 2 3 4 5 Eli ? é Ni 41,68 41,95
Full Scale 464 cts Cursor: 0.094 (9 cts) ke \\Y 6,69 2,15

Hivaxag 4.5 Ynpelokn ynuik avaivon oempdvelag peta&d OEZ ko ZX (onueio Ewovog
4.8).
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3 200pm > Electron Image 1

Ewxova 4.10 Hrextpovikn pukpoypaeio BES x200 g pikpodopng g @EZ— {mvng diffusion.

Spectrum 9
Element |Weight %|Atomic %

Cr 20,23 24,86
Mn 1,42 1,66
Fe 2,23 2,55
Co 48,54 52,62

T Ni 11,8 12,84

0 1 2 3 4 5 6 7 =

Full Scale 464 cts Cursor: 0,094 (8 cts) ke w 15,77 5,48

Hivakag 4.6 T'evikevpévn ynuikn avdivon ot Beppikd ennpeacpévn {ovn.
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40um * Electron Image 1

Eixéva 4.11 Hlextpovikn pukpoypoeio BES x1500 ¢ pikpodoung e OEZ.

Wy Spectrum 20

Element | Weight% | Atomic%

o

T ow o co Cr 88 | 1755

Cr cr s
: : . . : , , : ; Co 26,49 46,26
I:-lull Scale 1454 ct= Cirsor: D.D§4 1= C’[S:]4 : " ! I?e\-" W 64165 36; 19

Hivakxac 4.7 Inuelokn ynukn avolvon kapPidiov ota opla tov kokkmv (Ewova 4.11)
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S50pm L Electron Image 1

Eixova 4.12 Hhextpovikn pikpoypoeio BES x1000 ¢ pikpodoung e OEZ.

! Spectrum 16

Element | Weight% | Atomic%

Ti M . Al 5,66 10,32
Cr Al Ti -
or Ti 75,62 77,67
(S cr
T T T T T T T T T Cr 5/03 4/76
o 1 2 3 4 5 B 7 8
Full Scale 464 cts Cursor: 0094 (7 ots) ke Nb 13,7 7,25

Hivaxag 4.8 Tnuewokn ynuikn avaivon kapPidiov MC tov trtaviov (Ewova 4.12).

H Oepukd emmpeaocuévn {ovn omotedel 10 dgvtEpO Oeppodvvopikd cOGTNHO, TO OmOoio
dwpopomoteitar o€ peydro Babud on’ avtd g Ldvng cuykdAANoNg, Kabdc 1 akolovdio twv
UETACYNUOTIGULAOV QACEDYV, 0ALL KL 1] KIVITIKY] TOV OVTIOPAGEDV d0pOPOTO0vVTaL. ATO TNV
UETOALOYPOPIKY)  avaokOmnon g Oeppukd  emmpeacpévng  Covng, mopatnpovpe  OTL
amoteAdeiton omd peyedovuévoug Kot ovopoldpopPovs KokKovs. OGo amopokpuvouacte omd v
{ovn ovykOAANnomMg mpog v Bepuikd emnpeacpévn {ovn, N ¥NUIKY cVoToon UETAPAAAETOL
wote va TANoldlel v ynuikn cvotacn tov petdAlov Baonc. ‘Etot, oty diempdvela petald

g ZX kot ¢ OEZ, and v mhevpd g ZZ, mapatnpeiton katakdpven avénon tov Co

63



KaODS Kot avEnon g TeplekTkOTNTOS TV ototyeiwv Cr kot W, evd onueidvetol peimon tov
10606700 Ni.

Metapaivovtag oty Oeppuxd emnpeacpévn Covn yivetar avayvopion g vmopéng Covng
didyvong (diffusion). Ztmv Ldvn didyvong mapotnpeitar 6Tl To OPLo. TOV KOKK®OV TOV UETAAAOD
Baonc eivor mo egvdidkpira. Tlepikpvotordikd tov koékkov Ppiokoviar kopPidie MeC,
mAovo1 o€ BOAPPALLO O POIVETOL KOl OO TIG GTOLYELOKEG OVOADGCELS, TOL OO0 OE PEPIKEL
onueioa. eppaviCovtar ¢  zipperlike. Toavtdypova, wopPidie. MeC avayvopilovior kat
SlomopTo HEGO GTOVG KOKKOVG He o@aipiko 1 Pehovoetdéc oynua Ta kapPidte M23Cs iomg
onuovpynnkav and v amocHvleon twv KapPdiov MC kot MeC katd tn dodikacio.
Koppidia MC avayvopilovior didorapta péca otn OEZ kovtd oe 0pla kOkkmv. Ta Agukng
anoypwons copotidta-kapPidw yivovror wwitepa evdidkprra ot Eucoveg 4.10 ko 4.11, ko
TOPOTNPOVVIOL MO AENTOUEPN otV apyn ™S {odvng owdyvong. Téhog, mapatnpeitor m
onuewaxn vrapén koapPdiov mov MC tov Ti (Ewdva 4.11), to omoia Ppioketar oto Opla
TV kKOkK®V. H avayvopion tov epeovi omd v mopovsio ToAd peydAov mtococtod Ti, Kabmg

ko v vmapén Al ko Nb. O oynuatiopdc y” edong givor avéeiktog Adym g anovoiog Ni.

4.1.3. AOKIMIO 2-METAAAO ITIPOXOHKHX AMS 4779

A. Zovn Zoykérinong

2m ovvéyewo mapatifevor ot eikdves, amd Vv {OVN GLYKOAANGNS TOL SEVLTEPOL JOKILIOV,
omov ypnowomomdnke g HETOALO TPOsOHNKNG TO UETOAAO TANPWONG OEPOTOPIKNG
npodiaypoaeng AMS 4779.

Amd ™V petodhoypagiky| eE€taom g LdvNg cLYKOAANONG Yot TO GLYKOAANUEVO SOKIO pe
pétodro mpocOnkng AMS 4779, moapatnpnbnke m yxapoxtnpiotiky doun g Cdvng
ovykoAAnone. Iapatnpovvroar moAvdpifpot yovopoKoKKol KOKKOL aKOVOVIGTOL GYNUATOS GTO
Kévipo ™G (dVNG GLYKOAANONG, He O1evBvven TAPAAANAN TPOG TNV YPOUUN GUYKOAANONG
(Ewéva 4.13 ko 4.14), evdd oy vrdroumn meployn s {dvng cvykdAANong mopatnpeitot
Aemtopepng pkpodour. Ot KOKKOL vt O EVSIKPLTOL GE GYECT] LE TO TPONYOVUEVO SOKILIO
KoL veioTaTol Kot TIA EVOALIYT PAGE®MY GTO KEVTPO NG LOVIG GLYKOAANGNG.

H meproyn g ovykdlnong nepiéyet peydia mocootd Ni, 6mov og optopéva onueio ayyilovv

10 100%, t0 omoio ctabepomotei TV y edon. H peydin nepiektikdmto oe Ni cuvdvacuévn oe
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oplopévo, onueion e UIKpA mocootd Si kaver gpeavy ™V Vmopén otepeod AV UATOG
avtikatdotoong. Kotd v amopdkpuoven oamd 10 k€vipo G CDVING OLYKOAANOMG
mopatnpovpe v otadioky avénon tov otoryeimv Cr, Co kar Fe ko v peiwon tov
nocootov  Si kot Ni  (avemaioOnta). ZOopemvo He TIC OTOWEWKEG OVOADGELS TOL
ocvvtedéomnKav oty (OVN cVYKOAANoNG, mapatnpodue 6Tl dev veiotatal Y edon Adym tng
amovoiog Tov otoyeiov Al kot Ti.. [Tapdria avtd, Tapatmpeitar n onuelakn vrapén o&ediov
tov oAovpwiov AlOs 6nwg @aiveton otnv Ewodva 4.16. O oynuoatiopds tov o&ediov
cuvteléomnKe HEG GE €vav amd TOvg TOPOLS oV gpgaviCovtol Katd meployes oty {dvn
OLYKOAMNONG Kot onuelakd meplopfaverl kot pkpd ntocootd Si (Ewova 4.15). Exniong, dev
napotnpeital n vrapén kopPdiov oty meployn e LOVNg cLuyYKOAANoNG AOY® TG OTOVGioG
GTOYEI®MV TOL EVLVOOVV TOV GYNUATIGUO TOVC.

H Ewova 4.18 amewoviler 10 mdyog t@v {ovdv GLYKOAANONG KOl GLYKOAANGMG OmmC
vroloyiomkav pécm tov SEM. Bydlovtag tov péco 6po yia t1g amootdoelg (clearance) twv
Lovav kaTaAyovpe 0Tl To HéGO TAATOG TG (dVvne cuykdAAnong extindrol ota 146.7 um kot

™mg meproyng diffusion ota 10.5 um.

s Z & phLes > . 7 it

Eixéva 4.13 Hlextpovikn pkpoypoeio BES X250 tng pikpodopng g {mvng cuykdAAnong.
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v 100pm : Electron Image 1

Eixdva 4.14 Hlextpovikn| pkpoypagio BES X500 tng pikpodopng g Ldvng cuykOAANomng.

M Spectrum 7
i
i Element | Weight% | Atomic%
Ii
1S 94 | U8
Full Sca1le 457 ctzs Cursci: 0.0244 (457 cti) i ! i : kl?\f Nl 9016 82; 18

Hivaxag 4.9 Tnuewokn ynuikn avaivon me (ovng ocvykoAinong (Ewova 4.14).
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L3

80um ! Electron Image 1

Eixéva 4.15 Hhrextpovikn pikpoypaeio BES X800 tng pukpodopng g {dvng cuyKOAANnong.

Spectrum 24

AJU Flement | Weight% | Atomic%

T
] 1 2 3 4 5 E T g g 10 .
Full Scale 256 cts Cursor: 0.024 (476 cts) ket Nl 100 100

ITivakag 4.10 Inuewakn ynuikn avéivon g Lovng ovykoainong (Ewova 4.15).
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80um Y Electron Image 1

Eixéva 4.16 Hiextpovikn pikpoypaeio BES X800 tng pukpodopng g {dvng cuyKOAANong.

Spectrum 59
Co
i
- Element | Weight% | Atomic%
i J Croor Cao !
| PR WD ) O ST SO W Aoy o S wa | [0 44,02 57,01
Ijrull Scale1454 cts Cirsur: D.D§4 g cts]4 " i ! kse\-" Al 55;98 42,99

Hivaxag 4.11 Ynuetokn ynukn avéivon o&ediov Tov adovpviov Al2Os (Ewkdva 4.16).
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; 100pm

Eixova 4.17 Hhextpovikn pikpoypapio BES X500 g pikpodoung g {ovng cuykoOAAnong.

Electron Image 1

" Spectrum B8
Co
Mi
F
" Element | Weight% | Atomic%
Cr 1,3 1,41
5 Co Co 3,19 3,04
“ o o Fe o Fe Ni 89,89 86,04
T s a s a7 eS| 38 | 7
Full Scale 464 ots Cursor: 0094 (7 cts) ket Fe 1,74 1,75

Hivaxac 4.12 Ynuewoxn ynukn aviilvon g (ovng cvykoAnong (Ewkova 4.17).
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(A . 3 —~

Eixova 4.18 Hhextpovikn pukpoypaio e pikpodoung g (dvng ovykdiinong BES x250

omov gppaviCetar n ardotacn (clearance) g {dvng cvykOAANoTG.

B. Ogpuikd Ennpeaopévn Zovn

O emdpeveg ekoOveg apopovy otnv Beppuxd emnpeacpévn {ovn YOp® omd TV TEPLOYN TNG
GLYKOAANONG.

Amd ™V HETOAAOYPAPIKY] avacKOTNon NG Bepkd emmpeacpuévng (odvng, mtoapatnpodue 0Tt
amotedeiton amd peyeBvpuévoug kol avOUOIOHOPPOLS KOKKOLG TOL UNTplkov vAkov. ‘Oco
OTOUOKPVVOLAOTE amd TV (®VN GLYKOAANoNG mpog v Oepukd emmpeacuévn Lovn, 1M
ANUIKN oVoTAoN HETAPAALETOL OCTE VO TANGLALEL TV ¥NWKT GVGTAGT TOVL PETdALOL PAonc.
‘Etol, oty dtempdvela petald g ZX kol e OEZ, and v mhevpd g ZZ, mapatnpeiton
KaTaKOpLEN ovENGN T0L 10600100 CO KAOMDS Kot aENGN TNG TEPLEKTIKOTNTAG TV GTOLYEIWV
Cr xou W, evéd onuewdveral peioon tov mocootov Ni, mopouévoviog mapoia avtd oe
peyoAvtepo mocootd amd Oho ta vrorowto ototxeio (balance). Tlepvaovrog to dapeToriikd
oTpOpa Kot petafaivovrag oty Bepuikd emmpeacpévn Lovn yiveton avoyvopilon g Vmapéng
Covng ddyvong (diffusion) (Ewova 4.19). Xty {ovn didyvong Topoatnpeitat 0Tt To Oplo. TV
KOKK®V TOov PeTdAAOL Pdomng eivar mo gvdtdkpita (Ewova 4.20). Enueidveton n dmopén

AEVKNG amOYPOONG COUATIOIMV GTA OPLOL TOV KOKK®OV ALY KOl GTO EGOTEPIKO TOVE, TOV
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yiveton waitepo  gvdtdkpitn oty Ewova 4.21. Ta Aevkd ocopotidw amotelodv
katakpnuvicpéva kapPidia tomov MeC kot M23Cs mhovowa oe Borppapio W. Ta kapPidwa
MeC evtomilovtot Kupimg EVOOKPLOTAAMKA, OTTMC POIVETOL KO OO TIC GTOUYELNKES OVOAVGCELG
LOUIOTTOPTO, LEGO GTOVG KOKKOVG HE GOAIPIKO 1 BEAOVOEIDEG TYNLA. XTO OPLOL TOV KOKKWV CE
popon zipper like avayveopilovtol kapBidta tomov M23Ce TAOVGIL GE BOAPPALLO KoL XPDLLO
mov mBavog vo Exovv mpoéABel amd v katakpuvion kapPiov MC kot MeC.
[Tepicpuotarlikd TV KOKKOV moapatnpeitor 1 vmapén kot kapPdiov tomov MeC maAl vid

popon zipper like. Zmv apyn g Covng didyvong, to KapPidto veoKkpLOTAAMKAE spoviovv

evtovotepa BELOVOEIOES GYNLLAL.

’ 100um '

Eixova 4.19 Hhextpovikn pikpoypapio e pikpodoung oty dtemdveto peta&h OEZ kol ZX

Electron Image 1

(xatw).
Spectrum 67
i
i WI Element | Weight% | Atomic%
co a

Cr 7,33 69,24
W Co 16,51 16,88

Si cr o N -
o e e or Ni 67,45 69,24

T T T T e T T T W 7’33 2’4

0 1 2 3 4 5 & 7 & -

Full Scale 454 cts Cursor: 0.034 (5 cts) ke Si 1,39 2,98

Hivakxag 4.13 Inuelokn ynuikn avdivon oe onueio dempavelag peta&d OEZ ko ZX

(Ewova 4.19)
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v 20pm ! Electron Image 1

Eixova 4.20 Hlextpovikn pukpoypoeio BES x800 tng pikpodoung g OEZ.

Spectrum 12
Co
o Fe Element |Weight %|Atomic %

' Cr 20,53 24,86

Mn 1,13 1,3

Fe 1,73 1,96
W Co 52,38 55,96
12 3 4 s s 7 & 8 N 1045 | 11,21

Full Scale 457 cts Cursor: 0.024 (446 cis) ke W 13,77 4,72

Hivaxag 4.14 Tnuelokn yMuKn avdAvon oe EVOOKPLGTOAAIKO GNUEID KOKKOL TOL UNTPIKOD
vAko¥ (Ewova 4.20)
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30pm ' Electron Image 1
Eixova 4.21 Hhextpovikn pikpoypoeio BES x2000 g pikpodoung g OEZ. Ta Asvkd

copotiole  amotehobv  KopPidle  mov  €Youv  OYNUOTIOTEL  MEPIKPLOTOAAMKAE KOt

EVOOKPVOTOAMKA TOV KOKK®V.

i Spectrum 14

" Element | Weight% | Atomic%
|
T Cr 9,58 17,36
o] W Co 27,56 44,08
: Ni 5,79 9,29
1 2 3 4 5 B 7 8 3 10
Full Scale 457 cts Cursor: 0024 (466 cis) ke W 57,08 29,27

Hivakxag 4.15 Tnpelokn ynuikn avédivon kopPidiov evookpuoTaAAKE TV KOKKOL TOV

untpkov vAkov (Ewova 4.21)
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4.1.4. AOKIMIO 3-METAAAO ITPOXOHKHZX BNi-9

A. Zovn Xoykéiinong

2 ovvéyelo TapatiBevtal ol eioOveg, amd TV {®VN cLYKOAANONG TOV TPitov doKipiov, dmov
YPNOOTOMONKE MG PETOALO TPOGHNKNG TO UETAALO TANP®ONG AEPOTOPIKNG TPOIIOLYPAPNS
BNi-9.

Eixdva 4.22 Hlextpovikn| pkpoypoeio BES X200 tng pikpodoung g {ovng cuykOAAnomg.

Ao ™V petodhoypagikn eE€taocn g LdvNg cLYKOAANONG Yo TO GUYKOAANUEVO SOKIO pe
pétairo mposbnkng BNI-9, mapatnpndnke 1 yapoaktmpiotikny doun g {dVNEG 6uYKOAANONG.
[Mopatnpodvtar ovopdKokKol KOKKOL VO PACEMY, OKAVOVIGTOV HEYEOOVS KAl GYNLOTOG GTO
KEVTpo G (OVNG GLYKOAANGNG, He devBuvon TapdAANAN TPOG TV YPAUU] GUYKOAANGNG
(Ewova 4.23 kar 4.25), eved otnv vrorowmn meproyn g {dvng cuykOAANoNg mopatnpeitot
Aemtouepng pkpodoun. Ot kOKKkol givar AyOTEPO €VOIAKPITOL GE GYECT LE T TPOTYOVUEV
dokipa Ko veiotaton kot miAl evaAloyn edoewv oto kévipo ¢ (dvng cvykdiinong. H
TEPLOYN TNG GLYKOAANONG TtEPIEyet peydha mocootd Ni yio thv otabepomoinon g v dong.
Ta peydra mocootd Ni cvvdvacuéva pe pkpodtepa mocootd Cr kot onuetokd Si
VTOONA®VOVY TNV VTLaPEN 6TEPEOD SHAVLOTOG,

Kotd v amopdkpoven omd 1o ké€vipo g {dvng cvykdAinong (Ewodva 4.24) napatnpovpe
™mv otadiokny avénon tov otoyeiov Cr kot W kat v peimon tov mocootov Si kot Ni og
oAV piKp6 mocootd. [Tapatnpeitor n Vmapén otePE0D HIOAVUATOS OVTIKATAGTAOTG. ZOUPOVA
LE TIC OTOLYELNKEG AVOAVGELS TOV GLUVTEAEGTNKAV GTNV (VN GLYKOAANGTG, TapaTnpovUE OTL

dev vopiotator y” @don Adym g amovoiog tv otoygimv Al kot Ti.. Eniong, dev mapatnpeiton
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N Ymoapén kopPdiov oy meptoyn ™S (OVNG GLYKOAANGNS AOY® TNG ATOLGING CTOLXEI®V TOV
€VUVOOLV TOV GYNUATIGILO TOVG.

H Ewoéva 4.26 amewkovilel 1o mhyog TV (@VOV GUYKOAANONG KOl GUYKOAANONG OTMC
vroloyiotnkav uécm tov SEM. Bydlovtag tov péco 6po yia tig amootdoelg (clearance) twv
Lovav kataAnyovpe 0Tt T0 pé€co TAATOC TG LMVNG cLYKOAANONG ekTipdtal oto 126 pm kot

¢ meployng diffusion ota 10.25 um.

i - “‘ P
= 100pm >~ Electron Image 1

Eixova _4.23 Hiextpovikny pikpoypapio o ewova BES X500 g pkpodoung mg Lovng

GLYKOAANONC.
Spectrum 56
i
Co
Mi
n]
Element | Weight% | Atomic%
Cr
or o o | Cr 12,46 13,85
T T T T T T T T T CO 9,55 9,36
0 1 2 3 4 5 & 7 8 -

Full Scale 464 cts Cursor: 0.094 (9 cts) ke Ni 77,99 76,78

Hivaxag 4.16- Inuewoxn ynpikn avaivon g {ovng cuykoiinong (Ewova 4.23)
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T ’ i B "
» 100pm » Electron Image 1

Eixdva 4.24 Hlextpovikn| pikpoypaeio oe eucéva BES X500 tng pikpodopng g {ovng
GLYKOAANONC.

Spectrum 57

Element | Weight% | Atomic%

Cr 17,62 19,8
Co 9,5 9,42
T T T T T T T T T Nl 70,33 69,98
i 1 2 3 4 g B 7 B
Full Scale 464 s Cursor: 0094 (3 cts) ke W 2,55 0,81

Hivakag 4.17- Inueoxkn ynukn avaivon g {ovng cuykoAinong (Ewova 4.24)
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Electron Image 1

Eixova 4.25 Hlextpovikn pkpoypaeio og eiéva BES X500 tng pikpodopng g {ovng

GLYKOAANOTG.
Cr Spectrum 62
Element | Weight% | Atomic%
o i Cr 70,05 75,86
W % e Co 645 | 616
Co
Wy Co P ) )

U\’"“J\H-" Ni 1651 | 158

i 1 2 3 4 B 7 8
Full Scale 464 cts Cursor: 0.094 (9 ctz) ke W 7,00 2,14

Hivakxag 4.18 Xnuewokn ynukn avaivon edaong TCP (Ewova 4.25)
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A= eanand

.'__\‘ ‘ :

Eixdva 4.26 Hhextpovikn pikpoypoeio g pkpodouns me Ldvng cuyKOAANoNg o€ €Kova
omcbookedalopevov niektpoviov BES x300 omov sppavileton n amdotaon (clearance) g

{avng cvykOAANONG.

B. Oegpukd Exnpeaocpévn Zovn

Ot endpeveg ekdveg apopobv otnv Bepuikd ennpeacpévn (ovn yop® amd TV TEPLOYXN TNG
GLYKOAANONC.

ATO TV HETOALOYPAPIKT OvOoKOTNGN TG Beprikd emnpeacuévng (dvNg, Tapatnpovre OTL
amoteleiton amd peyeBLUEVOLG KOl OVOLOIOUOPPOVS KOKKOVG TOL pntpikold vAwkov. Oco
amopakpuvopacte amd v {dvn cLykOAANONG TPog TV Bepukd emmpeacpévn Covn, M
AMUKN cOoTOoT HETARAALETAL MOTE VO, TANGLALEL TNV ¥NUIKT] GVOTOCT TOV HETAAAOL BAonC.
‘Eto1, oty dlempdvela peta&d g ZE kou e OEZ, and v mievpd g ZX, mapotnpeiton
aeOnt) avénom tov Tococstov COo Kabdg Ko avénomn tng meplekTikdTnToS TV ototyeiov Cr
kot W>11%, evd onpeidveral peimon tov mocootov Ni, mopapévoviog mopoia avtd G€
peyoAvtepo mocootd amd Oho ta vrorowro ototyeio (balance). Tlepvaviog to dapeToriikd
otpouo Ko petafaivovtog otnv Oepuikd emnpeacuévn (ovn yiveTar avayvapion g VTopENG
Ldvng duyvong (diffusion) (Ewdva 4.27 ko 4.28). Zmv {dvn didyvong mapatnpeitarl 6Tt Ta

OploL TOV KOKK®OV ToL PeTdAlov Bdong etvar o evdidkpita (Ewkdva 4.28). 10 ecmTEPIKO TOV
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KOKK®V M yNukn obotaon eival oxeddv Tavopoldtumn He ovTh Tov petdAlov Pdong.
[Mopdiinia, onueidveton 1 Vapén AEVKNG OTOYPMOONG COUUTIOIOV 0To 0Pl TOV KOKK®OV
oAAG Kol 010 €6mTEPIKO TOVC. Tar Aevkd copatiow amoteAohV Katakpnuvicuéva kopPidta
tomov MeC kou M23Cs mhovoia oe Co, Cr W. Ta xopPidie MeC evtomilovtor kvpimg
EVOOKPLOTOAMKE ,d1d0TapTo HECH GTOVS KOKKOUG HE Qaiptkd 1 PeAovoeldéc oynpa. Xto
opla TV KOKKV o popen zipper like avayvopilovior kapPidia tomov M23Ce mAovoio o€
BoAppdipio Kot xpduo mov Thavoc va £xovv TpoéAbel amd TV Katakpnuvion KapPidiov MC
kot MeC. Ta xoapPidwe M23Cs umopodv emiong vo eugoviotodv vwd v Hopon
GLGGMOUATOUATOS KopPdimvy, dnwc aneikovileton kot otnv Ewkdva 4.29. v apyn g {ovng
dudyvong, ta KopPidio eivar mo Aemtopepn. Tavtdypova, 1n EUEAVIOT KOTOKPNUVICUEVOV
KkapPdiov Perovoeldods oynpatog elvar mo €viovn otnv opyn TS Oepuikd emmpeacuévng

Cdvng Kot LELDOVETOL OGO ELGYMPOVLLE IO TOAD TPOS TO PETOAAO Pdong.
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. 60pm ' Electron Image 1

Eixova 4.27 Hlextpovikn pikpoypagio tng pkpodoung BES x1000 oty diempdvela petacd

OEZ ko ZX (xb1tm).

Spectrum 45
N Element | Weight% | Atomic%
o Wy
i 9 T oR° Cr 169 | 2031
Wy
cr o o or Co 31,69 33,44

T T T T T T T T T Ni 40'08 42'44
i 1 2 3 4 5 & 7 8
Full Scale 464 cts Cursor: 0.094 (3 cts) ke W 11,24 38

Hivakxag 4.19 Tnpelok ynuikn avdivon coe onpeio demeavelag petach OEZ ko ZX

(Ewova 4.27).
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. 200pm

Electron Image 1

Ewcova 4.28 Hhextpovikn pikpoypaeio BES x250 ¢ pkpodoung g OEZ.

Spectrum 49
Element | Weight% | Atomic%
Co
- cr _ Cr 20,68 25,49
i W o " Co 51,00 | 5545
cr w Moo W . Ni 11,11 12,13
LI AL B R R B LI B R R B RN R | L B L R R | T W 16'07 5,6
i 1 2 3 4 =1 E T g
Full Scale 464 cts Cursor: 0.084 (7 cts) ke Mn 1,14 1,33

Hivakag 4.20 Tnpelokn ynuikn avdAvon o eVvOOKPLGTOAAKO oNUEI0 KOKKOV TOV UNTPLKoD

vakov (Ewcéva 4.28).
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-Hp" ) rr——————
s0pm Electron Image 1

Eixova _4.29 Hhextpovikn pikpoypoeio BES x2000 g pikpodoung g OEZ. Ta Aevkd
copotiole  amotehobv  KopPidle  mov  €Youv  OYNUOTIOTEL  MEPIKPLOTOAMKAE KOt

EVOOKPLOTOAMKA TOV KOKK®V KaBDG Kot cueompatdpato KopPdiov (onueio otavpov).

1 Spectrum 48
Co Co Element [Weight %|Atomic %
i Fe
F Cr 17,99 21,86
& Cr i
() w0 Mn 1,17 1,34
v M ke o Fe 1,54 1,34
Cr Cr
W Ly Mn f Co 49,08 52,61
312345,3?8 Ni 16,47 17,72
Full Scale 464 cts Cursor: 0094 (S cts) ket w 13,75 4,72

Hivakxag 4.21 Ynuelokn ¥NUKn ovaAvct GLGCOUATOUATOS KopPLdinV TEPIKPLOTAAMKE TV

KOKK®OV ToL UnTpikod vAkov (Ewdva 4.29).
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4.2. OIITIKH MIKPOXKOIIIA

2m ovvéyewn mapotifevrar ewkdvec omd TV TApoTNPNON TOV JoKWimV o€ OmTIKod
UIKPOGKOTLO.

[Mpaypatomrombnke emiong pérpnon oty {dvn cvykOAAnonG, pe v Pondeia KoTaAANANG
KAlpokog Tov pokod Tov pikpookomiov (eyepiece graticule) kot mpocapuoyn (Babpovouncn)
og povadeg punkovg mm (povadeg Sl) mote vo ektyundei to mhxog g cvykOAAnong. H
KApoko yopiCetor o 100 tuquata (divisions) kébe éva amd ta omoio avtictoryei o€ 0.1 mm.

To mpaypatikd péyebog g KAipakog Pabuovopeitol avaioyo pe tov peyebuvtikd eaxo.

4.2.1. AOKIMIO 2-METAAAO ITPOXOHKHX AMS 4776

H mapomipnon emikevipovetor oty {Ovn cvykOAANong tov dgvtepov dokipiov, Omov
ypNoonomdnke mg PETOALO TPOSHNKNG TO UETOALO TANPOONG AEPOTOPIKTG TPOIALYPAPTS
AMS 4776.

Eixéva 4.30 Eikdvo onTiko) pKpOoKOT{ov Yo To dOKIHO OV VIEGTY GLYKOAANGT e DAKO

mpoong AMS 4776.
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Eixova 4.31 Ewdvo ontucod pkpookomiov pe kApoKa yio Ty eKTiunon Tov méyovg g

ovykOAMnong. Iapatnpovue 6Tt To TAYOG TG GLYKOAAN oG gival mepimov 150 um (x200).

4.2.1. AOKIMIO 1-METAAAO IIPOXOHKHX AMS 4779

H mapampnon emkevipovetor ommv {dv) cLYKOAANONG TOL TPAOTOL OOKIiov, OTOv
yxpNoonomdnke g PETOAAO TPOGHNKNG TO UETAALO TANPOONG AEPOTOPIKTG TPOIIALYPAPTS
AMS 4779.

Eixéva 4.32 Eikdvo onTiKoD PMKPOGKOTIOV Y10 TO dOKIHO OV VIEGTY GLYKOAANGCT e DAKO
mpoong AMS 4779.
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Eixéva 4.33 Ewkdvo ontucod pkpookomiov pe kA{poKo yio TV €KTIUNGN TOL THXOVS TNg

ovykOAMnong. Iapatnpodue 6TL T0 TAYOG THG GLYKOAAN oG givarl mepimov 100 um (x100).

4.2.3. AOKIMIO 3-METAAAO ITPOXOHKHZX BNi-9

H mopatypnon emkevipovetor oty (ovn ovykOAANong tov tpitov dokiiov, Omov
YPNOOTOMONKE MG PETOANO TPOGHNKNG TO UETAALO TANP®ONG AEPOTOPIKNG TPOSIAYPAPNG
BNi-9.

Eixova 4.34 Eikdvo onTIKOD HUKPOCSKOTIOV Y10 TO dOKIHO TOV VIEGTI] GLYKOAANGCT LE DAKO

mAnpwong BNi-9
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Eixova 4.35 Ewdvo ontucod HKkpookomiov pe kA{poKo yio v €KTIUNon Tov méyovg g

ovykOAMnong. Iapatnpodue 6TL T0 TAYOG TG GLYKOAANONG givat mepimov 160 um (x100).
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4.3. EPEAKYXTIKH KATAIIONHXH

Metd v oAokANpwon Twv Hefddwv eE€Taong TG MKPOOOUNGS, TO TEAMKO GTAS10 LEAETNG TV
SOKI®V OmOTEAEGE 1 OOKIUN EQPEAKLGHOV. TNV OLVEYELD Topatifetor 1o Oldypappa
UNYOVIKNG KOTamovnong Kot Tov S dokipimv, to omoio £(00v cLYKOAANOEl pe v pébodo
pecainv Beplokpacidv 6e povpvo kevoD kal UETaAAo mpooOnkng to AMS 4779 kabng kot
dedopéva Tov ANEONKaY VITOYN Yo TV SOKIUN EPEAKVGLOV OTMG TO A0S TV dOKIUI®V, TO
TAGTog Kot 0 puOude doknong dbvaung ekppalopevog og yhootd avd Aertd (mm/min). To

apyIKO UNKOG TV dokiuinv nTov 57 mm.

Company HELLENIC AERQOSPACE INDUSTRY
Laboratory Mame COMPOSITE REESEARCH LAB
Thickness 5.00000 mm

Width 12.70000 mm

Rate 1 3.00000 mm/min

Hivakxag 4.22 Agdopéva otoryeion g SOKIUNG €QPEAKVGHOV GE unydvnuoe tomov Instron—
Model 4482.

BRAZING TENSILE 5-9-2017

Fo0o
EDD:
SDD: &
4001
SDD:

2001

Tensile stress (MPa)

1001 = "
] Specmen #

LN s L B e

0 1 2 3 4 35 = 7 8 S 10 11 12 13 14 15 16 17 18 1t

Tensile strain (%)

Adwgypapua 4.1 H pnyavikny kapmOAn T0onS -Tapapdpemong Yo To 5 SoKipo EQEAKVGUOD.
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Aokt Zuus'atu(o Opto Opto Opavong OAxtudTnTa %
Atapporc 0,2 % (MPa) (MPa)
1° 424,17 436,97 1,25%
2° 446,92 505,9 1,72%
3° 440,57 524,28 3,72%
4° 476,04 522,11 2,04%
5° 460,6 625,09 8,19%

Hivakag 4.23 XopakmploTikd peyedn and 1o mépag TG SOKIUNG EPEAKVGUOD Yol TO TEVTE

doxkipa.

Ixéon Overlap- Tensile Stress

700
I [ ]
o
= 600
g °
[ 500 ]
=
)
£ [ ]
B 400 —8— Aokipwo 5
@
= —8— Aokiuwo 1
300
—8— Aokipuo 2
200 —@— Aokipo 3
Aokipo 4
100
0
0 0,5 1 1,5 2

Amootaaon Overlap (inches)

Awgypoppa 4.2 Yyion peta&d amdotaong overlap (inches) kot cvpfotikod opiov dtapporng
(MPa).

Ao TIG SOKIUES UNYOVIKNG OmOKPIoNG TOV OOKIIOV HECH EPEAKVOTIKNG KOTOTOVNONG,
Kataypaenkay to mopondve dedopéva. [apatmpndnke 611 6o ta dokipa Eomacay amd
mAevpd tov petdAlov Paong Haynes 25 kot pokpid and v Oeppkd exnpeacuévn Lovn. To
yeYovog avtd Bempeiton 1KOVOTOMTIKG, OGOV aPOpd TNV TTOOTNTO TNG GLYKOAANGNG, O10TL
QaiveTal, ek TPMOTNG OYEWS, OTL 1] GCLYKOAANGOT OTOKPIONKE LE EMTUYIO EVOVTL TNG UNYOVIKTG
katandvnong. To dokipo 5 pe emkdivoyn 6T, dniadn 13.70 mm, napovcioce To péyioto 6plo

Bpabong Kabdg Kot T0GOGTO OAKILOTNTOG.
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KE®AAAIO 5 - XYMIIEPAXMATA

2V Topovoa SITAOUOTIKY EpYacio LeAeTHONKE 1| GUYKOAANGN TOV LVIEPKpPApaTog Haynes 25
pe v uébodo pecaiov Oeppoxpacidv oe @ovpvo kevov (Vacuum Furnace Brazing).
Xpnowomombnkov Tpiot  OlPOPETIKA  VIKEAOVYO Kpapato ¢ UETOAAO TPOcHNKNG
npodiaypapng AMS 4776, AMS 4779 xou AWS BNi-9 kot ot cuykoAAnoelg peretnoniay
GLYKPITIKA MG TTPOG TNV UIKPOSOUN TOVG, EVM GVYKOAAGELS e TO VAKO TAnpwong AMS 4779

VIOPANON KOV Kot € UNYOVIKEG SOKIUEG LE GKOTO TNV EKTIUNOT TG OVTOYNG TOVG.

Amd ™V pEAETN NG MWKPOJOUNG GTO MAEKTPOVIKO HUIKPOGKOMIO GAP®GONG O£V TPOKLITOLV
dvoueveic @aoelc oe kapio omd TIC TpElg mepwmTooelc. H mepoyn g ocvykOAAnong
yopaxtnpileton amd Aemropepn Kkpodou| eva oev tavtonomOnkay emProfeic KpPLOTOAMKEG
dopés. Iapatnpnbnke n Vrapén TEPIKPLOTAAMK®OV ELTNKTIK®OV Pdcemv 0nwg MC, MeC kot
M23Ce wvpimg otmnv mepoyn g Oepukd emmpeacuévng Lovng. H doun Bewpeiton
YOPOAKTNPLIOTIKT Y10 OVTIGTOLES GUYKOAANGELS VTG NG neBddov Ko Bempeitar 6tL 1 yprion

KOl TOV TPLOV VAMK®OV TANP®OONG TOV ETLITUYNG.

2VYKPLTIKA, OO TV XPNOT TOL KPALATOG aepomoptkng Tpodtaypaens AMS 4779 ¢ pétairo
mpocOKng mpokOITEL Alyo KOAVTEPO OMOTEAEGUO MG TPOG TNV HiKpodoun omd
UETOAAOYPOAPIKNG AmoyMms, Om®G TPOocsolopiotnke 6t0 avtictoyyo kepdioto. Emiong amd ta
AMOTEAECUATO. TNG UIKPOOKOTIOG TPoEKvye OTL 1 {dvn dudyvons epeavile opeAntéeg
amokAicels. To yeyovog ovtd €pyetar va eVIGYUOEL KOl 1) UEAETN] UNYOVIKOV OOKLUOV

EQPEAMKLOUOD TTOV TPAYHATOTOONKE.

Katd mv mpaypoatomoinon t@v S0KIUOV £PEAKVGUOD Yo TIG O18QOPES TIHEG EMKAALYNG
(overlap) 2T éwg 6T (6mov T tO ThYXOG TOV EAAGUATOC), TO SOKIUIL E6TOCAV GTO WETOALO

Bdong, onAadr| N GLYKOAANGN amoKpiONKE EMTLYMG ATO UNYXAVIKNG ATOYNC.

ZOUTEPACUATIKA OVOPEPOVIE OTL 1] CLYKOAANOT Bempeitarl APTIOL KoL OTIG TPELS TEPIMTMOGELS
HE SLOPOPETIKA HETAAAD TPOCONKNG EVAO 1 UNYOVIKY OVTOYY] TNG GLYKOAANGNG HE OVTH TNV

1EB0S0 amOdELYTNKE IKOVOTOINTIKY).
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