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Abstract

H mopodoa oumlopatiki epyacio omotedel pio  €mOKOMNGON EMGTNHOVIK®OV
GpBpwv oyeTIKd pe T cLYKOAAN O Ol TPIPNG HE AVADEVLOT] GE O1APOPU LETOAAKA
KPAUOTO, TANV TOV KPOUAT®V 0AOVUVIOV. XTO TPAOTO UEPOC YiveTon pia elcaywyn
OTOVG KUPLOTEPOLS TOPAYOVIEG TNG &V AOY® MeBOdov, Omwg avtol &xovv
KOTOYpOQEl ©€ GLYKOAMGES KLPI®G KPOUAT®OV OAOLMVIOV HE OKOMO TNV
eCoweimon pe avtv. H éupaon olvetoar ommv meprypaen g pebdoov, otnv
opoAoyio TNG Kot GTOL TAEOVEKTNULATA TNG, OTIS TOPUUETPOVS TNG CLYKOAAN GG, OTIG
apyES mopaywyns epporag, ot Por Tov VAIKOV, OTIS YEWUETPIEG GLYKOAANGONG
Ko, TEAOC, GTI LWKPOSOUT| TTOV ENITVYYAVETAL.

Y10 Ogvtepo  pépoc efetdloviar Suapopo KpApaTo Yoo TO OmOiol VEAPYEL
wavortomtikny Piproypagio. Ta kpapoata mov efetdlovtal eivail: yoAkOg Kot
kpdpato yoikov (Kepdiowo 1), payvnoio (Kepdiowo 2), titdvio kor kpdporto
titaviov (Kepdiaio 3) ko diapopotl yaivPeg (Kepdrowo 4). Xe kdbe kepdrono
yiveton pio €10aymyn HE TIS OOUTEPOTNTEG TOV KAOE KPAUATOG GYETIKA HE TN
GLYKOAAN oM O1a TPPNG pe avadevon kol akoAovOel 11 cuyKpITIKY Tapdadeon TV
BPAOYPOQIKOV GUUTEPACUATOV OCOV aPOPE TN MKPOOOUN KOl TIG KUPLEG
unyavikég 10treg (Kuplowg tov gpeAkvopd). Omov kpibnke amapaitmro €yive
eW0Kn avagopd oe mo eEewdkevuévo ntyuata. Télog, oto Kepdiawo 5
GLYKEVTPAOVOVTOL To. cvumepdopota g peAég. [Hapovsidlovion TpdTa Kdmowo
YEVIKO GUUTEPACUATO Kol OVOKOMEC, KOl OTN) GUVEXEWL TO GUUTEPACUOTO VA
KPOLLOL.

The present study consists of a survey based on scientific papers concerning
Friction Stir Welding of various metal alloys. The first part is an introduction in the
main factors of the method, as these have been registered mainly in welds of
aluminum alloys, in order to get familiar with FSW. This part focuses on the
description of the method, its terms and its advantages, the method’s variables, the
principles of heat generation, the material flow, the joint geometry and, finally, the
microstructure.

The second part examines various alloys for which there is satisfactory
bibliography. The alloys under examination are: copper and copper alloys (Chapter
1), magnesium (Chapter 2), titanium and titanium alloys (Chapter 3) and various
steels (Chapter 4). Each chapter consists of an introduction on specific issues of
each alloy in relation with FSW, followed by a comparative exposition of the
bibliography’s conclusions in regard to the microstructure and the mechanical
properties (mainly tensile properties). More specific matters are examined where
needed. Finally, Chapter 5 gathers the conclusions of this study. Some general
conclusions and difficulties are presented and then the conclusions for each alloy.
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MEPOXZ ITPQTO: XYT'KOAAHXH AIA TPIBHX ME ANAAEYXZH
KEDQAAAIO I: EIZAT'QI'H
1.1.EIZATQI'IKA —ITIEPII'PA®H MEG®OAOY

H ovykdéiinon ow tping pe avdoevon (Friction Stir Welding, FSW) eivar pia
néB0d0g GLYKOAANONG oTEpPEdS KaTtAoTaong N omoia goeiydn and to Ivortitovto
YvykOAnong omv Meydin Bpetavia to 1991, ko Bewpeiton omd T1g AoV
ONUOVTIKEG eEEMEELG 0TI GUVOEST] LETAAA®V TO TEAELTOL YPOVIAL.

H Bdaon ¢ pebodoov, omme amekovileton oto Zymua 1.1, €xel o¢ €€ng: ot mpog
OLYKOAANOTN UETOAMKES TAGKEG ToTOOeTOVVTAL TOpATAELPO Ko VTosTnpilovTon amd
plo mhdxko vroompiénc. ‘Eva pn koatavaiiokdupevo epyoreio ( Zynquoa 1.2 ) pe
TEPLOVYEVIO TOV KOTAANYEL GE €vav €101KA oyedlacuévo meipo Pubileton oto onueio
EMOPNG TOV TAAKDOV KOl TEPIGTPEPETAL EVA TAPAAANAQ KIVEITOL KO KOTO UNKOG TNG
ena@ng. Ot mpog GLYKOAANGN TAGKEG GLYKPATOVVTAL TPOKEUEVOL VA TOPOUEVOLV
otabepéc. H Oepuomra mov mapdystal p€ow tping 6TV EXAPN TOL TEPLAVYEVIOL HE
TO OOKIHO  «UHOAOK®OVEL TO TPOC CLYKOAANoM pétaAro. Kotd v xivnom tov
gpyoreiov ommv  kotevBovvon G ovykOAANong  AauPdver  ydpo  TAOGTIKN
TOPAUOPO®OT Kol KaODG T0 VAKO peTapépeTar amd v eunpdcsbio oty omicOio
axpn Tov gpyoreiov mpaypatTonoleital 1 GOVOESN.

2115 oLYKOALOVUEVEG TTAGKEG OlaxkpivovTon 11 TAevpd mpo®Onong (to Nuion 6mov N
KatevBuvon g mEPIoTPOPNS ivan 101a pe v KatehBvuvon g GLYKOAANGNC) Kot M
TAELPA VIOYMPNONG. AVLTN 1 SPOPE SVVATOL VO 0ONYNOEL GE AGVUUETPIOL GTN PON
TOV DLAIKOV, OTN UETOPOPA NG Oeppomnroc Kot oTic W0tTTeg UETOED TV 00

TAELPDOV.

T'ool tilt angle

T'ool
Trailing edge
of the tool

S Leading edge
Advancing Side = of the tool

Backing plate

Yympo 1.1: H d1dtaén g ocvykdAAnong oo tpiPng pe avadevon
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Onwg Bo avorvBel mopaxkdt®, 1 TUTIKY dopur| VOTEPU OO TO TEPOS TNG OLOIKACTOG
yopaxtnpileton amd tTpelg meployéc, kotd MV akdiovdn owdtaln: ™ Cowvn
OLYKOAANONG M1 0AAMDG, Cdvn avddevong, ™ Bepuopnyovikd exnpeacuévn Covn —
povadtkd yoapaktnplotikd g FSW mov oto €€ng Ba avapépetar wg OMEZ, kot ™
Oepuikd emnpeacpuévn Lovn — OEZ, 6to e€nc.

YXHMA 1.2 TO gpyareio mov ypnotpomoteitor oty FSW.

Awokpivovtol o meipog Kot TO TEPLOVYEVIO.
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H ovykdéAinon ow tpifng pe avdoevon apyikd ypnoylomomonke yioo KpAapoTo
aAlovpviov OpmG Ta TeEAevTOia XpoOvia 1 LEB0OOC ePaprdleTaL KOl G AALOL LETAAMKA
kpapato. H pébBodog €xer Pper evpelo ypnon otn SWOGTNUIKY TEXVOAOYiQL OTOV
ypnoporoovvtol olovuivio vynAng avioyns. Emiong oloéva kot av&avovtal ot
EQUPUOYEG OTN VOLTNYIKY], TNV KATOUGKELOOTIKY] Blopmyovia, Toug 61onpodpoOLovS Kot
™ Brounyavio cLTOKIVATOV.

H pébodog é0mwoe Abon otV avaykn CLYKOAANONG KPAUAT®V aAOLMIVIOL VYNANG
OVTOYNG OV HEYPL TPOTIVOS BE®POVVTOV AGVUEOPO 1 0OVVOTO VO GLYKOAANBOVV e
ovpPoatikég pefddoovg. Zta dthpopa TAsoveKTHUATA TS LEBOSOL GLYKOTAAEYOVTOL TO
yeyovog OTL givarl QIAIKY] mpog to mEPIPAALOV, Oivel TOAD KOAES UETOAAOLPYIKESG
1010 1eC (MG CLYKOAANOT OTEPEAS KaTAoTOoNS), KAOMG Kot 0Tl ivon eEpeTikd
OWKOVOUIKY] amd evepyelokng dmoyme. I[lopaxdtw  xoatnyopromowvior Ko

ocvvoyilovtor ta Kupldtepa TAEovEKTUATA TNG HEBOIOL:

ITAEONEKTHMATA EKTEAEXHX

1.EvkoAia xeptopov
2. AxpPnc eEmTepOg EAEYYOG
3.YynA emavoAnyipotto

[TAEONEKTHMATA AIIO METAAAOYPI'IKH XKOITIA

1. E&upetikég petoaAovpytkég 1010TNTEG GTNV TEPLOYN TNG CLYKOAANGONG
Mukpdroxkn doun

Kopio awdAieio viuko

Agv vapyel poYUAT®OT KOTA T 0TEPEOTOIN O

KoAn otafepdtnto 0106TAGEDV KOl ETOAVOANYILOTNTO

A

Mewopévn otpéProon Tov doKiiov
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[TAEONEKTHMATA AIIO ITEPIBAAAONTIKH XKOIIIA

1. Agv ypnoipomolodvtal aéplo TPOoTUGING, OIAVTES
2. Agv amouteiton TPOETOUAGIN TNG ETPAVELOG

3. EAdyot pdmavon

ITAEONEKTHMATA AIIO ENEPI'EIAKH XKOIIIA

1. Amouteitonr pikpny mwoocoOtto evépyelag (evoektikd, uoévo to 2,5% g
OTTOLTOVLEVNG EVEPYELAG Y10, CLYKOAAN O pe laser
2. Aivel 1 dvvatoOTnTa Yo HEIMoT ToL BAPOVE TOV KATACKEVMOV KOOGS dlvel )

SLVATOTNTO Y10 GLYKOAANOT) SLAPOPETIKDOV TTOYDV



EISATQIH | 5

1.2. TAPAMETPOI 2YTKOAAHXHX

Ov xopteg avedptntec peTOPANTEG TOL  YPNOUYOTOWOVLVTOL Yoo Vo eAeyxOel M
Katepyaoio etvor 1 ToxOTNTO CLYKOAANGONG, 1 TOYVTINTO TEPIOTPOPNS TOL EPYUAEIOV,
N KaBetn dvvaun Tov gpyaieiov, | yovio Tov epyaieiov (N yovio petadd tov aEova
TOV €PYOAEIOD KO TNG KABETOV OTNV EMPAVELD TOV UETAAA®V) KOl 1] YEOUETPIOL TOV
epyareiov.

YHeTIKG HE TNV TOYVTINTO TEPIGTPOPNG KOl TNV TOXVTNTO GLYKOAANGMG, OVTEG
emmpedlovv Kupimg TV T ™S HEYIOTNG Beprokpaciog Kol Katd GUVETELD TN MEN
Tov VAKOV. Ev ovvrtopia, 6mmg o avaivbel mopaxdtom, n péyiotn Oeppokpacio
avéavetalr KaBdg avEaveTon 1 YOVIOKN ToxOTNTO Kol HELOVETOL EAQPPDOC LE TNV
avénon mg tayxvrog cvykoinons. [Nandan, 2008]. H avénon g Bepuoxpacioc pe
™V adEnon TS ToLTNTOG TEPLGTPOPNG OPEIAETOL PLGIKA GTNV LYNAOTEPT BEP VO
AOY® TP ko 00 yel og vyMAdTEPN MIEN Ko avddevon. Ed® mpémel va onueiwOel
OtL otV avénon ¢ BePLOKPACIag VTEIGEPYETAL KAl O TOPAYOVTOS TOV GUVTEAECTN
ppnc.  KoabBodg kot ovtdg avEdveror pe v ovénomn e YOVIOKNG ToyxOTNToC
emmpedlel onuavtika ) Beppokpocio €161 ®ote Ba NTav AdOog vo amrodd®oovE TNV
avénon g terevtaiog OMOKAEOTIKA oty meptotoPikn kivinon. H oyxéon g
TayOTNTOG TEPLGTPOPNG LE TN OEPLOKPCio TOPOLGIALETOL GTO TOPAUKAT® SULYPOLLLLLOL

EymMua 1.3).
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YXHMA 1.3: Xyéom tay0tnTog TepIoTpoens He néytotn eppokpacio.

Oocov agpopd ™ oTpéyn, ot UEIOVETAL PE TNV aOENCT NG YOVIOKNG TayOTNTOG,
AMoyom g avénong tov puBuod mapaywyng Bepudtntoag kot g Oepuoxpaciog yio
otafepéc howmég petafAntés. AnAadn n pon Tov VAKOD OLEVKOAVVETOL GE VYNAEG
Oepuoxpaciec. H tayvmta ocvykOAAnong avtibétmg dev emmpedlel onupovtikd
otpéYn. Ymapyel povo pia e ayiotn avEnomn g oTpéyng o€ LYNAEG TayHTNTES AOY®
mg pelowong g OBepudmroag ko g Oepupokpaciog, peimon mwov Koot
SVOKOAOTEPN T1 POT] LAMKOV.

Avtd av T0 dobuE KAT® Oomd TN GKOMA TNG Topaywyns Bepudtmrog pog odnyel oto
CLUTEPACUO, TG OVTE KOl OVTH emmpedletal OoNUOvVIIKE omd TV TaLTNTO
oLYKOAANONG, KaBmg 1 oxetikn tayvtnta (velocity) petald tov gpyoieiov kot Tov
VAoV kaBopiletarl KuPlOS amd TN YOVINKT ToyOTNTO.

[ToAV peydAn dOvoun katd tov kabeto dova pmopei vo odnynoetr oe eHopd Tov
gpyareiov N axopo kol Opavon. H alovikn dvvaun emnpedlel kKot v moldtnTa g
ovykoAAnone. TloAd vymAn dvvoun odnyel oe vrepBépuovon kot eKAETTLVON TNG

GUVOECTC EVM TTOAD YOUNAT OE avemopKN OEpUOTNTA KO KEVAL.
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YyeTikd PE TN Yovia Tov gpyaieiov, avtr emnpedlel onuavtikd ) pon tov vAkov. H
KOTAAANAN Yovio 010c@aAilel TNV OMOTEAECUOTIKY UETOPOPAE TOL VAKOVL Omd TNV
dyovca axpn mpog ta wiocw. Télog, To Pabog dieicdvong Tov meipov elval oNUAVTIKO
KaBmg dtav dev elvar ETOPKEG OEV VITAPYEL ETAPT TOV TEPLOVYEVIOV LE TNV EMLPAVELL
TOV OKIUioV, ONAAON OV VILAPYEL ATOTEAEGLATIKY] LETOPOPE VAIKOV Omd UITPOg TPOG
o o, UE OMOTEAEGUO OCULYKOAANGELS HE OCQAAUOTO (TOUVEA GTO E0MTEPIKO,
EMPOVEINKA KO®UaTA). XtV avtifemn mepimtwon tov vrepPoikov Pabove, to
weplowyévio Pubileton oto  JdOKIHIO TPOKOADVTOG EKTETANEVN VEePyeiMon ue
OmOTEALEC O, KOTAT GUYKOAANGN KOl TOTIKN AEMTLUVON TV VIO GUYKOAAN O TAAKOV.
INUAVTIKOG TOPAyoVToS Yo GLYKEKPIUEVEG Katepyaoieg FSW etvon n mpoBéppavon 1
N Yo&n. Ze vAkd dmwg o yaAvpog 1 To TITdvio pe vYNAO onueio ™ENG, N 6€ LMKA [E
VYNA ay@yloTTo. 0TS 0 XaAKOS, N mopayduevn Oeppotro pmopel va unv givon
EMOPKNG Y10 TNV TAAGTIKOTOINGT] TOL VAIKOD YOP® amd TO EPYOAEIO KO GUVETMOS VA
kafiotator SVOKOAN M Tapay®Yn HOG GUVEXOVS GLYKOAANOTG OlY®G OTEAEIES. €
TETOLEG MEPUTTAOGELS 1| TPOOEPLOVON 1 M| YPNON EEMTEPIKNG TTNYNG Beppdtnroc umopel
va yxpnoorombel Tpog d1EvKOAVVOT NG PONG TOV LAIKOV. Avtifeta og DAMKA OTMG
TO OAOVLUIVIO M} TO HaYVIOl0, PE XaUNAO onueio TAENG, N WOEN YPNOLOTTOoLEiTAL Y100 TN
peioon g extetapuévng avénong peyébovg avokpuoTIALOUEVOV KOKK®OV KOl TNV
AmTOPLYN OVETIOVUNTNG GKANPVVOTNC.

Téhog, Eexwplot avaeopd TPEMEL Vo Yivel 6TO POAO TNG YEWUETPIOG TOV gpyareiov
kaBmg amotedel 160 TNV KOOOPIOTIKOTEPT TOPAUETPO TNG CLYKEKPIUEVNC HEBGOOV

GLYKOAANOTC.

1.2.1. TO EPI’AAEIO

O poérog tov gpyareiov oTn CLYKOAANGOM O TPPNG pe avadevorn eivar SUTAOC.
Apevog mapdyer Oeppotro. KabBog 10 epyoreio PuBiletar oto vAIKO péypt to
TeEPLOYEVIO Vo EpOEL G€ e pe TO doKipo, 1 OeppoTnTa TOPAYETUL OPYIKE OITO TNV
PPN TOL TEIPOV HE TO SOKIMO Kol OELTEPELOVTMG, Owg Bo avaivdel TapakdT,
AOY® TG TAACTIKNG TTapapdpemons. H cuykpdtnon tov pépoug Tov vAkol mov £xet

Oepuaviel dtacporileton amd 10 TEPlEALYEVIO. AETaipov, TO epyoreio TPOKAAEL TN
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pon Tov VAKOV, HEC® TNG OVAOELONG KoL TNG HETAPOPAS TOL VLAKOV. Ev yével
YPNOUOTOI0VVTOL KOTAM TEPLOLYEVIO KOt TEIPOL LE CTEIP®LQL.

H yeopetpia tov gpyareiov ennpedlel T por| T0L LAKOV, TV Topaywyn Bepuotntog,
TNV OTOLTOVUEVT] OVVOUT, KOl TV OUOL0YEVELD TG PAPNS. AVAAoya L To emBuunTd
OTOTEAECUOTO KO AKOAOVOMVTOG TO TEWPAUATIKG KOl EPEVLVNTIKA CLUTEPAGILATO TTOV
armocapnviCovv to pOA0 NG YeE®UETPlOg TOL gpyaieiov oty KEOe mTLYN TNG
Katepyaoiag, £xovv ovomtuybel d1dpopol TOmOL epyaleimv, Ol KLPLOTEPOL EK T®V

omoiwv aneikovifovton oto Zynuo 1.4

Tool Cylindrical Whor™ MX triflute™ Flared triflute™  A-skew™ Re-stir™
Schematics " | i
t— > g
- 28 e
J W
A \
<
Tool pin shape Cylindrical Tapered with  Threaded, Tri-flute with Inclined Tapered with
with threads  threads tapered with flute ends cylindrical with  threads
three flutes flared out threads
Ratio of pin 1 0.4 0.3 0.3 1 0.4
volume to
cylindrical
pin volume
Swept volume 1.1 1.8 2.6 2.6 Depends on pin 1.8
to pin angle
volume
ratio
Rotary reversal No No No No No Yes
Application Butt welding;  Butt welding Butt welding Lap welding Lap welding When minimum
fails in lap with lower with further with lower with lower asymmetry in
welding welding lower welding  thinning of thinning of weld property is
torque torque upper plate upper plate desired

Yympo 1.4. Kdprot tomor epyareiov mov ypnoiponotovvtarl otnv FSW

Ta egpyoreion whorl xon MX-triflute éyovv pikpOTEpO OYKO TEIPOL GE GYEOM ME TO
KUAWVOPIKGE epyolieia, Kol KAVOUV €PIKTN TN CLYKOAANOT UEYOAVTEPOL TAYOLG. To
oneipopa oty yeopetpia Whorl dievkoddvel T por| Tov VAIKOD, EVED TO GOANVOELDEG
oto MX triflute av&dvel tn dempaveln petadd epyaieiov-0okiiov KAt mov avéavet

v Topaywyn Oeppomnrag, ™ mAacTtikomoinon Kot T pon Tov LAKoV. Etot, kabdg



EISATQIH | 9

EMTLYYAVETOL 1GYVPATEPT] OVAIEVOT), LELOVETOL 1] OVVOUN TOL TPOKOAEL TNV EYKAPGLN
kivnomn tov epyareiov ka1 oTPEYT GLYKOAANGNG.

Ta epyareio Flared triflute kot A-skew oyedidotnkav mpokepévov va enttevydel o
mhatid paen. Kot ot 800 avtég yempetpieg avédvouv v €ktacn Tng avadevong
dtvovtag £€1o1 ™ dvvaTdTTo Yoo POPEG HEYOADTEPOL TAATOLS Kot PEATIOVOLY TNV
nmoldtnta 611 pila TS GLYKOAANGNG.

TéNog o re-stir gpyaieio mov meEPLOOKA TEPIOTPEPETOL OvTiBeTO e TV KatehOuvon
MG TEPIGTPOPNG OYEOAOTNKE TPOKEWEVOL Vo,  omo@evyfodv ta mpoPAnuota

OCLUPETPIOG oTNV Topaywyn TG BeprdTnTog Kot T por| TOL VAIKOVD.
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1.3 [IAPAT'QI'H ©EPMOTHTAX

H 0Beppémra xatd v FSW, mapdyeton péow tpifg xou pECHO TAACTIKNG
TOPAUOpP®OoNG METAED TOL epyaieiov Kol TOL OOKIWUIOL Kol HEGH TAUCTIKNG
Topapdpemong otn Oeppounyovikd emnpeacuévn (ovn (BMEZ). 'Eva pépog g
TAQGTIKNG TAPAUOPP®ONG amodnkevetol péoa otn BepuopnyaviKd KoTePYUoUEVN
mEPLOYN o€ HOpEY aterewwv vynAng mukvotntag [Nandan, 2008]. Xt poon,
ocvpPaivouy  oUYYPOVOSE QOIVOUEVE, OTOKOTAGTOONG Kol avaKpuotdAilmong. H
TOPAUOPO®OT  avEAVEL TNV TLKVOTNTO dloTapay®v, Kabdg Kol TV mTocoOTNTo
EMPAVELNG KOl OKUNG KOKKOL ova povado Oykov, kot Kotoakepuotiloviag to
KOTOKPNUVIoUOTO UTOPEL VoL 00MYNGEL GE TAUGTIKOTOINGT] TOL VAIKOV.

[T cvykexpyéva, to epyaieio Kiveital KaTd UNKOG TNG POENS Le oTabepn ToyLTNTO
U ka1 meprotpépetor Yop® omd Tov AEOVE TOV e YOVIOKN ToyOTNTA M, £T6L MOTE GE
OTO10ONTOTE OEOOUEVO ONUEID GTN SETMPAVELD TOV €PYOAEIOL KO TOV SOKIHioV, M

EQOTTOUEVIKT] TOYVTNTO TOL EPYOAEIOV OYETIKA e TO dOKIMO Vo etvat:

v=or-Usin6

omov 1 M aEoViKY| andotact ond Tov aova tov epyaieiov kot O n yovio petad g
SLVUOHOTIKNG aKTiVOG T Kot TNG 01evBuvong g GuYKOAANGNC.

‘Etol | tomkn  moapaywyn Oeppdtmrog Adym tping eivon amotédeoua g OOVOUNG
TPPNG Kot TG TaxvTNTOG OAloONoNG, evd 1M dlemPavelaK Topaywyn Bepuotntog,
OMOTEALECUO TNG OLOTUNTIKNG TAOTC KOl TNG TaXOTNTOS TOL DAMKOV TOL OOKIUIOL OV
TPOGKOALATOL GTO EpYaAEio KATA TNV Kivnon Tovg.

Yvpuporilovpe der v tomkn mapaymyn Oeppdtmrog AOY® TPPnc, eved des v
TOPOYy®YN AOY® TANCTIKNG TOPAUOPP®ONG OTOV TO VAMKO TPOSKOAAATOL GTO
epyaieio.

H npd 6ideTon amd tov tomo:

de =dv u pdA (1)
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OToV:
0, éxtaom oAicOnong
Lf, CUVTEAEGTNG TPPNC

P, TOTIKN Tieom oL £QAPUOLETAL OTO EPYOAELD GTNV GTOYXEIDOON EMpaveln.  dA

Otav 6=1, dev vpioTatal EMKOAANCT] LAMKOV 61O €pyaieio, cuvenmg OAN M BepudtnTa
mapayetal AOY® TpPnc. Avtibétwg dtav 0=0, onA dev cvuPaivel oAicOnon, 6AN N
Oepuot T TOpdyeTal amd TAACTIKN Tapapopmon. [Schmidt H, 2004].

Ed® mpoxdmrel ko éva facikd TpoPANHe VTOAOYIGHOD TNG TapayOuevnS Beppdtntog
kaBmdg 0 ocvvteleotng TPIPNG 0 umopel va mpocdloplotel amd Poacikég apyéc Ko
mepapata Exovv deiel mwg cvoyetiletan e T GLVONKES TNG GLYKOAANONC.

H 6ebdtepn mapaymyn Beppdtrog, amotédecpa e mpoavapepbeica emkOAANoNG

VAIKOV, O1d€TUL 0TO TOV TOTTO
de =(1-d)v 7 dA (2)

OOV Ty M OOTUNUOTIKY TOPAUOPPMOGT OV OVTIGTOEL 6TV TAOoN Oy, PAcEl Tov
kprtipiov von Mises, 6mov Ty= ov/3'".

H ypron o amotelespotikng Ty umopel va yivel gite vmoAoyilovtdg v amd ™)
péon woxd tov ovomquoatog [Khandkar, 2003], eite extipdron omd TOMIKN
SLOTUNUOTIKY TOPAUOPPMOGCT] XPNOYLOTOIOVTOS avaAoyieg petad Bepuokpaciog Kot
katamovnong [Nandan, 2007].

Ocov a@opd TV TAACTIKN TOPOUOPO®OT HoKPLd omd TN SEMPAVELD EPYALEIOV-
dokipiov, N emidpocn TG OTNV TOTIKN TAPAUOQ®OTN umopel va ektiun0el and tov

TOTO

de_=fuedV
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Omov B 0 PEPOC TNG TAOGTIKNG TOPOUOPP®CNG TOL EKADETAL MG BepUoTNTa, L TO UN

veutvio  1EMOEC TOL  TAOCTIKOTOMUEVOL — VAkoL ko,  Ttéhog, O

—t ] + (=t

23: ou; 2+ ou; oup\?  [ou; ous 2+ au3+au2
OX; 0X, 00Xy OX3  0Xq 0X2 OX3

¢ =2

i=1

Ta televtaio ypoOVie yivovtal omoOmeEPpeg Yoo TN Onuovpyio HOVTEA®Y  TNG
KaTEPYASIaG. XT0Y0G, 1| 0G0 TO dVVATOV TANPECTEPT KOTAVONGT TG O0OIKAGI0G, DOTE
va glvol ekt M oAloyn] TOV oLVONKOV TG KOTEPYOCIOG TPOKEUEVOL Vo
emrevyfovv emBountd amoteAécpata, Onws, N PEATIOON ™S AVTOYXNG TS GVVOEGNC,
n &&oedvion ocvvnbwv OaTEAEIDV, KOl 1 HETOQOPE HWOG YVOOTNAS KOTEPYOSIOg
OLYKOAAN GG GE VEEG GLVONKEG.

‘Eva. tét0o10 povtého mpoteivetan oto [Colligan, 2007] amd 6mov kot T0 mopaKET®
SlaypapLpo, 0Tov TaPOLGLALETOL 1) CAANAETIOPOCT) TOV UETAPANTOV TG KATEPYACTIOG

HE TIG PLOIKEG EMOPACELS TOVG, £0TIALOVTOG KUPIME 6TV Tapaywyn Bepuotnrag.

+ Thermal diffusivity (anvil & workpiece)
+ Surface heat transfer coefficient

+ Anvil cross section

+ Workpiece width

+ Workpiece thickness

Heat Loss
(to anvil, workpicce,
and surface)

Friction
F=uN

: Fop :

€

Force h

i MomengArm

+ Spindle Speed
+ Thread Pitch

+ Tool Diameter
+ Pin Length
+ = direct relationship (or Workpiece
- = inverse relationship Thickness)

YXHMA 1.5 Zyéom mopapétpov GUYKOAANONG LE TIG EMOPACELS TOVG

+ Travel per
Feature per
Revolution

+ Travel Speed
- Spindle Speed
- Number of Features (such as flats)

—
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E&apetikd onuavtikny yu v Koatovonon g mopoayoyns Bepuodmrag oty FSW,
elvar n duth g @Von. Onwg meprypdyape Ko mponyovuévag, 1 Oepudtta
mopayetal Kot Adym Tping oAAG Kot AOY® TAAGTIKNG TOPOUOPPOONS, AVAAOYW®S ME
TOV OV DTAPYEL TOTIKY OYXETIKN Kivnon HeTa&d Tov epyaieiov Kot Tov doKipiov pe
amotéAecpo TG OUVAUElS TPPNC otV OEMEAVEWN, T OV LIOPYEL TOTIKOG
anmoympiopds. [Colligan, 2007]. Avtol ot VO PUNYOVIGHOL UTOPOVV VO GLVUTTAPYOLV
OTOLOONTTOTE GTIYUN OE OLOPOPETIKES TEPLOYESG TOV £pYareiov. Av kot elvarl advvatov
va anopovmOel TEPAPATIKG TO T0G0GTO Tapaywyns BepudtnTag mov avaroyel oTov
kéBe pnyoviopd, €xovv ouedtepolr moapatnpndel mEPOUATIKE KOl VEApYoLV

apunTika povtéia yio tov kabéva [ Colligan, 2004, P.A. Colegrove, 2003].
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[.4. POH YAIKOY

H pon vAko¥ kté v FSW amotedel pio e€apetikd moAvmAokn dadkacio 1 omoio
dev €yel  kotavonBel mAnpwc axoua. H mpdcspatn épevva, HECHD TEPAUATOV KOt
HOVTEA®V, £YEL KOTAGTNGEL KOTAVONTEG TOAAEG TTTVYEG TNG PONG TOV LAMKOV KATA TNV
FSW, xvpiwg 6cov apopd ) dtadpopr| TG pong oty TAELPE VITOXOPNONG KoL TNV
mievpa mpowOnong. IloapdAinia Oumg €xovv €pbelt oty  emedveln TOAAEG
10101TEPOTNTES OTTOC 1 EAAEWYT UIENG TOV TAACTIKOTOMUEVOV UETAAA®DV GE ATOUIKO
EMIMEDO KOl O GYNUOATIOHOG EVOLOPEPOVTMOV HOTIBmV TNG dounNG Ol omoieg HEVEL va
epeuvnBovv TepaITEP®. AMMMGTE Elval KOWVMOG OTOOEKTO TG EMELON 1) YEWMUETPIO TOL
epyareiov emnpedlel oe peydio PBabud ™ pon Tov VAKODV, Ol YEVIKELGELS OMd TIG
EKAOTOTE TOPOTNPNCELS TPEMEL VAL YIVOVTOL LE LEYAAT) TTPOGOYN.

Avo glvar o1 Bacikéc 1dutepoteg g porg otnv FSW oe oyéon pe 11 ovpPatikég
popeég ocvykoAnons. Ilpdtov, 1 éAdelyn atopkng ohvoeong HE OmOTEAECUO TN
onuovpyiot U OHOOYEVOVG HUYHOTOG OTI GUYKOAANGN OlOPOPETIKAOV VAK®V, &V
avTiféoel Pe TV KON GLYKOAANGN chvTnENG, 0mov VoTEPA OO TN GTEPEOTOINGT] TO
plypo yivetalr opoyevég g mpog ™ obvvOeor. Agvtepov 10 yeyovog Otl AdYm TG
HEGOAGPNONG TOL gpyareion, OMUIOVPYOVVTOL VEEC EMPAVEIEG o€ ovtibeon pe TIg
vroéAoueS HeBdO0VE GUYKOAANGNG OTEPEAS KATATTOONG,.

[Tpoxeyévou va katavondel n pon tov vAkoH otnv FSW éyovv avomtuybei o1dpopeg
pébodot. Apevog vmdpyovv ol TMEPOUATIKEG, Ol omoieg ywpiloviol OTIC TEXVIKEG
aviyveLvoMG, GTNV OTTIKOTOINGN TG PONG KATA TN GLYKOAANGN AVOLOIWV DAMK®V, Kot
o€ ovTéG oL Pacifoviol 6TV TOPOTHPNON TG KPOSOUNG. APETOIPOV EGYATMOC EXEL
avartuyBel Kol 1 povtelomoinon g pong Tov vAKov. Mia ypnoun covvoyn twv
OTOTEAECUATOV TNG KAOE TpocEyyiong éxet yivel oto [Mishra, 2005].

Ol eprocidTepeg MEPOANOTIKEG HEDOOOL Yoo TNV KoTavONno™ TG PoNg XPNOLOTOHV
éva VAIKO aviyvevong (yuoo mapadetypo yoAkd) katd v evbeia g ouykOdAAnong, M
OLYKOAMM®VTOS avopolo VAKA. "Yotepa amd ™ ovykOAAnom, n 0éon tov  LAIKOV-
onuady, Ppioketar pécw daopmv peBOd®V — OIS o1 aktiveg X 1N M TopOYpOpio —
Kol ovykpivetar pe v apykn tov 0éom. Opwg €xovv vrdpel woyvpiopol Twg M
eloaywyn &vog vAkolh aviyvevong otnv evbeion ™G ovykOAANoNG umopel va

TOPOALAEEL TN VO] TNG POTIG AOY® SUPOPETIKADV YOPAKTNPIOTIKMOV PONG OVOUESO, GE
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avTO Ko To LETOAAD Baonc, Onwg Kot Tig emmpdobeteg (O1€)mpavelec. Amo v AL,
TO. GULUTEPAGHOTO OO TN GLYKOAANGN avOHOI®Y VMK®V Ogv  umopolhv  va
ypnoporombovv ot cuykoAAnon dpowwy. [Kumar, 2007]

Eniong €govv ypnowonomBel mepapatikd yalvBove ceaipidia n B€on Tov omoimv
votepa and T cVYKOAANON PBpioketon pe padtoypagia. [Nandan, 2008]

I'evika, n pon AapPdver ydpa Kopimg otV TAELPE VTOYOPNONG, EVAD 1 CLVOEOT
oynuotiCetor omd TN HETAPOPE TOV TAUCTIKOTOUUEVOL UETAAAOL TC® Oomd TO
epyareio. H petagopd tov vAkod @aivetat va exnpedletol omd Tpidv 10OV POEC TOL
oaANAemidpody  ovyypoves:  Ilpdtov, vmbpyer  mepotpoer,  pog  palog
TAOGTIKOTOUNUEVOL VAIKOD YUp® amd To gpyareio, kivnom mov o@eileton otnv
TEPLGTPOPT TOL EPYAAEIOL Kot TNV cvvemakOAovOn Tppn avdpeca oto epyaleio kot
70 doKipo. Agdtepov, N TEPIGTPOPIKN Kivnon Tov meipov Telvel vor GTPdYVEL DAKO
TPOG T KAT® KOVTO GTO TEIPO TPOKAADVTOG TNV Kivion iong mocdtnTag vAKoH Alyo
mo poaxpld. Télog, vdpyel | oxetikn Kivnon petald epyaieiov — dokipiov.

‘Eva evduapépov yapakmmpiotikd g FSW givar o oynuatiopds pog doKkTuoAogidong

doung OTm¢ aiveTon oty ekova TopokdTm( Zynua 1.6).

Pin shoulder side
Advancing Side Retreating Side

Onion ring
layering

Parent
material

Anvil side

Yympo 1.6: Amecovion g 00KTUAOEB0VG SOUNG TOV TOPOTNPEITOL GUYVA GTNV
FSW

Mia chvoyn g pong LAIKOV Kol TOU UNYOVIGHOV dnpovpyiag TG ovvoeons £yive

and to [Kumar, 2007], ota mAaicio piog melpopotikig owodikoaciog 1 omoia
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aval{ntobce 1N oxéon TG PoNG Kol TOL epyaieiov. XOpQovO AoutOvV UE TO

CLUTEPACUATO OVTA, O UNYOVIGHOG TG oOvoeong otnv FSW €yetl ¢ eénc:

a) Otav 10 gpyareio PuBiletan 010 pétarro Paong dnuovpyeiton €va KolAwpa, to
oynuo Tov omoiov kabopiletar amd To MEPIYpOAUUR TOV TEIpOV. e aVTO TO GTAS10
VILAPYEL TAOGTIKOTOMUEVO VAIKO YOP® amtd TOV TEIPO Ko KAT® amd TO TEPLOLYEVIO.
To mhootikomompévo vVAKO mepPairetor amd youypodtepo UETOALO Pdaong otnv
OKTIVIKT] 01€00VVGT, TO TEPLOLYEVIO OO TAV® KO TNV TAGKO VTOGTNPIENG od KAT®.
H dwdpoun g porg kabopiletor and v avotépom dtdtaln, v katevbouvon g
TEPLGTPOPTNG TOV EPYOAEIOV KO TNV TOYVLTNTOL.

B) Otav 1o epyareio apyilel vo kveiton Katd PUNKoOg TG EMAPNS, TO VAMKO omd TV
eUTPOCHIN AKPN TAOGTIKOTOEITOL GTASIOKE KO pEEL TPOG TNV oTicHio dkpn HEC® TNG
TAEVPAG VTTOYOPNONG. ALTO YiveTon pe dVO TPOTOVG: TN POT| LE 00MNYO TO TEPLOVYEVIO
KoL TN pon He 0dMyo tov mEipo.

v) To vAod mov péet e 00NYO TO TEPLALYEVIO pEEL Amd TNV TAELPA VTTOYMPNONG Kol
KkatevBuvetol mpog 10 péTaro Pdong oty TAevpd TpomOnong. To vVAKO mov péet pe
oonyd tov Telpo péel «QOAALO-QUALO» YOp® amd TOV TEIPO, KOl TO «POAAOY
otolalovtal otn paen.

0) Katd ™ petagopd vAKov av m avtiotaon yio vo petoeepbel 10 LAIKO otnv
akoAovBovoa okpf givar vynAlotepn amd exeivin Tov VAIKOD mov péegl €@ amd To
Koidmpa, oynuatileton mpoegoyn. H mpoeloyn oymuatiletor otnv mhevpd Kot oonyel
0€ OVETOPKN TANP®GT VAKOVD 6TV TAELPA TPOodON o™

€) AV T0 HETAPEPOUEVO VAIKO EMOPKEl MOTE VoL TANPAOGEL TO KOTAwpa, ot PEATIOT
Oepuoxpacio Kot mieon to VAKO Tov Kabodnyeitar amd To TEPLOLYEVIO, amd TOV TEIPO
Kol T0 PETOAALO PBdiong, cuyywveLOovTaL.

o1) H ovuykoAAnon mavel va givol GUUUETPIKT TAVED oo pia kpioiun @option. Avtd
ovpPaivel S1OTL TPOYUOTOTOIEITOL PO} VAIKOD KAT® amd TNV empdveld Adym Tng

aAANAeTidOpaong TG TAATNG HE TO pETAALO Pdiomng.
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1.5. TEQMETPIEX XYI'KOAAHXHX

O mAéov ouvnBelc kal cvpuPatéc yempetpieg ovykdAInong ue FSW, eivon  ohvoeon
KOTA CLUPOAN Ko 1 6OVdeoN pe emkdivym. ['a T GVYKOAANGN TETOI®Y GLVOEGEDV
dgv VTapyEl avaykn KAmowug €WIKNG TpoeTolaciog kabmg ov ot mAdKeg eivon
KaBopég dev evolapEPEL 1O1OITEPA 1] KATAGTACT) TOV EMPAVEI®V. [Tépa amd avtég TIg
OLVOECELG, €xouV oVYKOAANOel emtuydg pe FSW mhdkec pe odvdoeon kot axun, He
YOVIOKY, oOvoeoT, pe ovvoeon T. X1o emduevo oynua ameikoviCovtal ot d1ipopeg

yYemueTpieg cvuykOAANoNG oV Exovv emttevydel pe FSW.

&7 7 a2
(a) (b) (c) (d)
(€) (f)

9

Yympa 1.7. KOpieg yeopetpiec oukOAANGNG oL €100V emtevydel e cuykoAAn o dwo TpINg
Kol avadevon
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1.6. MIKPOAOMH

Amo pikpokpvotaAlkn aroyn Eeympilovpe tpeig Loveg: ™ {dvn cvykdAAnong (ZL),
mv Bepuopnyovika exnpeoacuévn (ovn (BMEZ) kot ™ Ogpuikd emmpeacuévn (ovn
(®EZ). H pehétn tov pikpokpuoToaAMK®V aAlaymv Katd v FSW eivar onpovtikn

KaBMG aVTEG £Y0VV GNUOVTIKY ETIOPAOT OTIG 1010TNTEG VOTEPA OO TN GLYKOAANO).

Retreating Advancing

Yympoa 1.8: H dudtaén tov {ovdav mov tpokdmtovy an’ v FSW

1.6.1. ZONH YT’ KOAAHZHX

H miaotikn mapapdpewon kat 1 0éppaven Adym tping katd v FSW odnyovv oty
MEPLOYN OLYKOAANONG O WKPOOOUN AETMTOV OVOKPLGTOAAMUEVOV KOKK®V. YO
OLYKEKPIUEVES GLVONKEG TOPATNPEITOL 1 OOKTUAOEIONG OOUN. XTO ECMTEPIKO TV
KOKK®V cuvnOm¢ vtdpyel younAn Tokvotnta dtotapoy®v. Exovv avagepbel dpmg kat
MEPUITAOGELS OOV Ol KPOL KOKKOL TNG TEPLOYNG OVTNG €YOLV LYNAN TLKVOTNTO

opimv, dTapaYdOV KOl ATEAELDV.
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>XHMA THX ZX

To oynuo ¢ meployng cLYKOAANONG e0pTATAL OO TN YEWUETPIOL TOL EPYOAEiO, TN
Oepuikn| ayoyotnTa Tov peT@Alov kot ) Bepuoxpacio tov dokipiov. Ta didpopa
oynuoto mov £yovv mapatnpndel pmopovv vo Karnyopromombovv ce dVo €N TIG
OUYKOAANGCELG LE OYNUO «KAEKAVIGY» KO TIG EAAEWTTIKEG GUYKOAAGELS, TOPASETYUATO

TV onoimv ansikoviovtat oto Zynuo 1.9.

Tympa 1.9: To oynua g Cdvng cvykOAANong. (a): oynua «Aekdvne, (b) EAAEITTIKO oYL,

METE®OX KOKKQN THX ZX

Onwg avaeépOnke NN, avokpvotdiwon xatd v FSW odnyel ot onuovpyia
AEMTOV 1600EOVIKOV KOKKOV OTNV TEPLOYN OLYKOAANoNG. Ot mapdyovieg mov
emmpedlovv  onuoviikd to p€yebog TV KOKK®V glvol Ol TOPAUETPOL  TNG
OLYKOAANONG, N kABetn OOvaun, n odvleon kot n Bepuokpacio Tov dokipiov, M
yeopeTpia Tov epyaAEiOL. TOV TOPOKATO TIVOKO TOPOLGLALOVTOL Ol SLUCTACELS TMOV

KOKK®V Y10 O1690p0l KPALOTO, AAOVUIVIOV DITO SAPOPETIKEG CLVONKEG GLYKOAANOT|G.
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Material Plate Tool Rotation Traverse Grain Reference

thickness geometry rate speed size
(mm) (rpm) (mm/min) (pm)

7075A1-T6 6.35 - - 127 24 [4]
6061A1-T6 6.3 Cylindrical 300-1000 90-150 10 [5]
Al-Li-Cu 7.6 - - - 9 [6]
7075A1-T651 6.35 Threaded, cylindrical 350, 400 102, 152 3.8,7.5 [15]
6063A1-T4, TS5 4.0 - 360 800-2450 5.9-17.8 [67]
6013A1-T4, T6 4.0 - 1400 400-450 10-15 [75]
1100Al 6.0 Cylindrical 400 60 4 [76]
5054Al 6.0 - - - 6 [77
1080A1-O 4.0 - - - 20 [78]
5083A1-0 6.0 - - - 4 [78]
2017Al1-T6 3 Threaded, cylindrical 1250 60 9-10 [79]
2095Al 1.6 - 1000 126-252 1.6 [80]
Al-Cu-Mg-Ag-T6 4.0 - 850 75 5 [81]
2024A1-T351 6.0 - - 80 2-3 [82]
7010A1-T7651 6.35 - 180, 450 95 1.7, 6 [83]
7050A1-T651 6.35 - 350 15 14 [84]
Al-4Mg-1Zr 10 Threaded, cylindrical 350 102 L5 [85]
2024Al 6.35 Threaded, cylindrical 200-300 254 2.0-39 [86]
7475Al 6.35 - - - 22 [87]
5083Al 6.35 Threaded, cylindrical 400 254 6.0 [88]
2519A1-T87 25.4 - 275 101.6 2-12 [89]

Mivaxag 1: Méyebog wkokkmv otn ({®Ovn oLYKOAANONG Yoo O16popa KPOULOTOL
aAovpviov

SOUQOVO PE TIG YEVIKEG OPYEG TNG AVAKPLOTAAA®ONG, To HEYEDOS TV KOKK®V
HElDVETON [E TN pelwon g Oepprokpaciog avomtnons. Avto damotddnke Kot péca
and mepapata, Onmg pe Pelmon g apykng Beppokpaciog Tov doKIpiov HEcw YoENG
pe vypd alwto M pe Taxeio Yyo&n micw and 1o epyareio pécm piag piEng Enpov mhyov,
pebavoing kot vepov kabmg emiong Kot pe tn peimon g Beppoxpacioc Adym Tppng
pe xpnon kwvikoL meipov. [Mishra, 2005]. e OAec avTég TIG TEPMTMOOELG CNUEWDONKE
peiwon g péylomg Bepprokpaciog Kot GUVERTMOS peimon Tov peyEBoug Tmv KOKKMV.

AAlec peléteg Oeiyvouv peimon tov peYEBOLE TOV KOKK®V MG OMOTEAEGUO TNG
pelwong Tov puOpoL TEPIGTPOPNG TOV EpYaAEiov Yo 6TaBEPT| TOYVTNTA GLYKOAANONG
N ™ ueiwon tov Adyov 10V PLOUOV TEPIGTPOPNG TPOG TNV TAXVTNTA GLYKOAANOTG.

Avo térola Tapadeiypoto aneikovioviot otic akdAov0eg peyebvvoeis. (Zynua 1.10)
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Yympoa 1.10: Enidpaon tov mapapétov cuykOAANot oto péyebog tov kokkmv.(a) 350
rpm, 152 mm/min and (b) 400 rpm, 102 mm/min

To péyeboc twv kOKK®V TElvEL VO dLEAVETAL KOVTA GTO TTAV® UEPOG TNG TEPLOYNG
GLYKOAANONG Ko UELDOVETOL KOODG amopakpuvopaote omd v Kevipikn gvbeio tng
OLYKOAANONG OE OQUPOTEPES TIG KATELOVVOELS KOTA TPOMO MOV AVTIIGTOVKElL OTN
dlakvpavon g Oepprokpasciog evtog TG TEPLOYNS CLYKOAANOTG.

Y10 Zynua 1.11 amewovileton m StokOpoven tov peyéBovg tov KOKKOL Kot T

ovykoAinon 7050A1
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Bottom

Yympo 1.11: Atoxopaveon tov pey€8oug tov KOKKov avaloya Le o Babog g
GLKOAANOMNG

Avtég dwkvpdvoelg oto péyeboc TV KOKKOV amodidovial ot opopd g

Bepuoxpaciog kot oy £EKAvon Beppdtrog HEca 6TV TEPLOYT] GLYKOAANGONG.

1.6.2. BEPMOMHXANIKA EITHPEAXMENH ZQNH

‘Eva and 1o povadwd otoyeio ¢ FSW elvor n dnovpyia piog petafotiknig,
Oepuopnyoavikd ennpeacpuévng, {oOvng HETaED Tov PHETOAAOL PAONC KO TNG TEPLOYNG
OLYKOAANONG, OTmC Qaivetoan kot oto Xynuo 1.8. H OMEZ yapoaxtmpileton omd
ONUOVTIKA Topapop@ouévn ooun. Ot dwounkelg kOKkol Tov pHeTdAAOL Pdong
TOPALOPOAOVOVIOL  YOP® omd TNV TePoyn ovykoOAAnons. Ilapd v mAaoTtikn
mopapdpemon mov voeictator 1 ®MEZ, dev ovuPaivel mdvtote avakpuoTtdAlmon

Aoy  ovemapkoOg  mapapopewons.  Exer  ouwg  mapatnpnbel m 61dAvon
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KaTakpnuvicpdtov Adym éxbeong oe vynin Beppokpacio. H tumkn pikpodopn kotd

™ ovykOAAnom 7075Al anewoviCetatl oto Zynua 1.12

Yympo 1.12 Mwcpodopr| tng ®OMEZ o1 cuykloAinon 7075A
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1.6.3. ®EPMIKA EITHPEAXMENH ZQNH

H OEZ dgv vopiotatar mAactikn Topapdpemon kot dotnpel T HKpodoun Tov
petdAlov Pdaong, dpmg n ékbeon oe vynAN Bepuokpacio emNpedlel oNUOVTIKG T
douf TOV KATOKPNUVICUATOV. XtV akOAovdn €wova amekoviletar 1 doun twv

KOTOKPNUVICUATOV o€ KaOe {dvn.

Yyqpa 1.13: Mikpodoun tov Katakpnuvicpdatov. a) MB, b) ®EZ, ¢) @MEZ kovta
ot OEZ, d) ®MEZ xovtd ot ZX
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MEPOXZ AEYTEPO: XYT'KOAAHXZH AIA TPIBHX ME ANAAEYXH
XE ATA®OPA KPAMATA

KEDAAAIO 1: XAAKOXZ KAI KPAMATA XAAKOY

1.1 EIZATQI'TKA

H ovykoAinon yoikov pe ovpPatikés pebdoove cuvinéng eivar 60oKoAn AOY® TG
peyaang fepuukng otayvtottag. Evdewtikd avapépetor 0t givon 10 edg 100 popég
peyoAvtepn amd oavty tev yoivPov. Ocov agopd v FSW, n peydin éxivon
BepuomTog onuovpyel v avdykn v ToAd vymAn Beppokpacio KdTL TOV 00MYEl
o xpMon YOUNANG TOOTNTOG GLYKOAANONC. Enion
¢ M avdykn yio vymAég Beprokpaciec dSnuovpyel TV amoitnon yo VYNAES ToXOTNTEG
ePLoTPOPNG. Ot £pEVVEC Yl TN CLYKOAANGCIUOTNTA TOL YOAKOV pécw FSW éyovv
puéxpt otryung emkevipmbel oe mAdxec Kabapov yorikod mayovg 1.5 -50 mm xkabmg
eMioNg Kol o TAAKEG opelyaikov. Xtov emduevo mivoka ovvoyilovtal  To
katayeypappéva mepapoto FSW oe yadkd pe mAnpogopiec oyetikd e to méyog, to

VAMKO TOL £pYAAEIOL KOl TIC TOPAUETPOVS GLYKOAANGNG.

Materials Plate Tool materials Rotation Traverse speed  References

thickness (mm) rate (rpm)  (mm/min)
Pure copper 3.0 Tool steel [175,176]
Pure copper 10-25 Sintered tungsten-based alloy [175,176]
Pure copper 10-50 High-temperature materials [175,176]
with specific geometry design
Oxygen-free copper 1.5-5.0 Sintered carbide ISO K40UF 375-1250 250-400 [177]

(WC—-Co), Ni-based superalloy

(Inconel 718), Cr-Mo-V type hot

work tool steel (QRO90)
Pure copper 4 - 1250 61 [178]
60/40 brass - 250-1500  500-2000 [179]

(39

Mivaxog 2: Kpdpata yaikod mov &xovv cuykolindei pe FSW
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1.2 KAGAPOX XAAKOZ

KaBag dev vapyovv moArég melpapatikéc peréteg oyetikd pe tnv FSW tov yaAkov,
To OG0 KATOYPAPOVHE £YOVLV Eva VP0G GYETIKA pKkpo. H xopla perétn mov AaPape
oYM pag etvar avt Tov [Shen, 2009], €00 kot T GLUTEPAGUOTA TOV OKOAOVOOVV
emkevipovovror ekel. [MapdAinia, Ba yivouv avapopés ko ota Hwang (2010) -
C1100/ ovykorinon kot cvuPoin/ndyog 3.1 mm/800 & 900rpm/30 & 50 mm/min-
kot Lee (2003) — 4mm/1250rpm/6 lmm/min.

Ot Adyor mov emkevipovopaote oto Shen (2009) eivar kvpiwg dvo. IlpdTov evd oTIg
vroéroweg peréteg dev mopatnpeiton owaxpir] ®GMEZ, oto Shen avtr] dwokpiveran
kaBmg emiong eEnyovvtal kot ot Thavoi Adyotl mov 1 vrapén avtig g Ldvng diépuye
TOV VIOAOIMOV HEAETNTAOV. AgdTEPOV, €lval amd TIG Alyeg HeAETEC OOV TO TEipapLL
yivetal o€ YapUNAES TOYVTNTEG TEPIGTPOPNS, TPOCTAODOVTOS Vo amo@Vyel TN peimon

™G AVIOYNG AOY® aOENOMG TOV KOKKMV.

1.2.1 MIKPOAOMH

210 [Shen, 2010] xataypdaeetor pio omwd TIC MO OAOKANPOUEVEG TEIPAUATIKEG LEAETES
vy v FSW kaBapov yaiikov, Kupiwg 66ov agopd v enidpacn g taydTnTog 61N
HUIKPOJOUTN KOl GUVETMG OTIC WO10TNTEG TNG GLYKOAOVUEVNC TAGKAGS. Katd to meipapa
oLYKOAMNONKav TTAdKeG KaBapod yoikoy mhyovg 3mm kot epfadod 200 mm x 50
mm, 6€ oLYKOAANoM Koatd ovuPoAr. Ot cvykoAANcelg mpaypatomombnkay oe
otabepn mepiotpoery 600 rpm kot toyvnTeg mpoéwong 20, 50, 100, 150 wor 200
mm/min.

SOUQOVO HE TIC TOPATNPNOELS TNG HKPOOOUNG, OgV TapatnpiOnKay atéAeles oTig
younAég tayvreg (uéxpt 100 mm/min) aAAd ot LYMAEG TayOTNTEG 0ONYNGOV GTN
onuovpyia drakévoons. (Zynua 1.2.1).
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C
Yyfqpa 1.2.1: Toun g ouyKOAANOMG XOAKOD GE S1APOPES TAYVTNTESG
(a) 25 mm/min, (b)100 mm/min, (¢) 200 mm/min
H cvykoiinon yapoxtpiletor and 115 tpelg tomikég Loves e FSW. H pikpodoun
g LOVNG GLYKOAANGONG GE JAPOPES TOYLTNTES KOL 1] GUYKPIOT LE TN KPOSOUN TOL

petdiiov Phong amekovileTor otny endpEVN KOV

Fig. 2. Microstructure of NZ: (a) 25 mm/min, (b) 100 mm/min, (¢) 200 mm/min, and (d) BM.

Yyqpa 1.2.2: Mwkpodoun g ZZ tov YoAkoD G€ S1POopeS TAYVTNTEG

[Mapampodue mwg vrapyer owobnt) peiwon tov peyébovg twv KOKKwOV, AOY,
TPOPAVAOG SLVAIKNAG ovaKpLOTOAA®onS. Kabdg avédvetar n toydtmrta ot kOKKol

yivovton apyikd tpoyeig kot votepa apyifovv va peiwvovion oe péyeboc. Emiong
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mopatnpeitor peimon tov mAdtovg G COVNING CLYKOAANONG pe TNV ovénom 1ng
TOOTNTOG,

Avtiotoym pkpodoun g ZX mapatnpeital kol oTig vwolowmeg perétec. 1o [Lee
,2004] avaeépeton péyebog kokkmv ot {dvn cvykdAinong 100um eved 10 pHETAALO
Baong €xel kokKovg 210um. Eniong kataypdeetal n dtopopd TG dSouns avapesa ot

«piloy, TO HEGO KOl TNV ETPAVELD TNG GVYKOAANONC, TOPATPDOVTAG TWG 1) OOUT| GTNV

eMPAveLD givar o AETTOKOKKN, PA akdAovBo oynua.(Zymua 1.2.3)

Yympo 1.2.3: Mucpodour| e ZX tov yaAKov o€ tpia emineda, Onwg avtd opilovtal

oTNV €IKOVA TAV® 0e&14

H pwpodoun e OEZ yapokmpiletal and pikpr) avénon tov pey€6oug tmv KOKKmV
o€ oyéon pe To PETOALO BdAomg, OTm¢ Qaivetol Kot oty akoOAovdn ekdva (Zynqua

1.2.4).
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Fig. 3. Microstructure of HAZ (a) 25 men/min. (b) 100 mmymin, (c) 200 mm{min (3-c oo the &S), and (d} 200 mm/min (AS)

Xyfqpa 1.2.4: Mikcpodopn e OEZ tov yaAKkol og dtdpopeg TaydTNTES

Avt M ghappd avénon tov peyébouvg tov kOkK®V ot OEZ avaeépetotl Kot oTig
vrorowmeg peréteg (oto [Lee, 2004] avaeépetar péyeBog kdkkov 230 pum) ot
amodideTaL GTNV AVOTTNON TOL TPOKaAEL 1| Oeppokpacio Tp1Png.

H tayvmta eaivetor va unv ennpedlet to péyebog tov kokkov ot OEZ, kabdg dev
nopoatnpeitor kémowa onuavtikn aAiayn kobog avty avEdvetar. Téhog ot KOKKol

etvan peyaddtepot otnv mALLPE VITOY®PNONG and OTL 6TV TAEVPA TPODONGNG.

Téhog, n OMEZ anewcovileton avd taydtnta cuykoAAnong oto Zyfua 1.2.5

b

Fig 4. Microstrecture of TMAZ: (2] 25 fmia, {B) 100 fmin, (¢} 200 (a-c on the AS), and {d] 200 mm/min (RS).

Xypa 1.2.5: Mikpodopun e OEZ tov oAKkoh o€ d1dpopeg TayOTNTEG
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AmoO T TopaNPNoES TG MKpodoung g OMEZ  mpoxdmrouv tpla KOpla
ovunepdopata. Ilpdtov, 1 OMEZ dev eivar t6co EexkdbBapa dwakpity 660 ota
Kpapato odovuviov. Ta cOvopd g de pe ) ZZ, yivovtal o dvodldkpito. 0O
petoveton n taxvnta. Xuvenang Eexdbapn OMEZ oty FSW yoaAikov evromileton o¢
VYNAEG ToyLTNTEG GLYKOAANONG. Emtiong 660 vynAdtepn 1 TaydtTo T0G0 Mo UIKPO
10 mhyog ¢ OMEZ kol avtiotpdpws. Agdtepov, ot koOkkolr otnv OMEZ eivar
HEYOAVTEPOL OO AVTOVS TG ZX UEV, OAAG UIKPOTEPOL amd TOVG KOKKOLG 01N OEZ.
Téhog, 1 ®©MEZ dwokpiveral omd v ZX mo Eexabapa otnv mhevpd tpodOnong, evo
o1 TAELPA LTOYDPNONG 1 HETAPBaoN amd T pia {dvn otnv dAAN glval dvedldKpLY,
KATL TOL amewovilel To pnyoavicpd pong vAIKov otnv FSW.

Ta tapandve eEnyovv Kot ylati oe moAAEG peréteg 1 OMEZ tavtileton pe v OEZ.

1.2.2 IAIOTHTEX

Yvveyilovtag ™V Kataypagn Tov cvurepacudtov oto Shen, 2010 n avroyn oe
EPEAKVOUO KOL 1 ETUNKLVOT 0kOAOLOOVV TTaPEUPEPEIC OIOKVILAVGELS OTIS OLAUPOPES
TayOTNTEC GLYKOAANONG. H péyiotn avtoyn o epeAKLOUO TapaTPEiTAL GE TOYVTNTA
50 mm/min kot Bpioketar kovid ota 275 MPa, evd 1 péytotn empvkvuvon ota
100mm/min kot givon ¢ TaENG Tov 13%. Apeotepeg apyikd avéavovtal Kot Katomw

petovovtot. Ta mapoandve coprepdopata ansikoviCovial 6to akdiovho ddypappa

EmMua 1.2.6.)
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Yympoa 1.2.6: Avtoyn oe epeEAKVGUO Kol ETUNKLVON TNG GLYKOAANONG YOAKOV

Avrtifeta, otic vrorlouteg peréteg [m.y, Y.M. Hwang, 2010] mapatnpeitor ntddon g
avtoyng g taENg tov 60 — 70 % oe oyéon pe 10 pétarro Paong dnwc eatveTat Kot
010 akOAovBo Sbypappa (Zynuo 1.2.7) thonc-mapapdpemong, KTl Tov opeileTat

OTIG VYNAEG TayOTNTES TEPIGTPOPNC.
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300
Cu, €=0.0018"
*—%—% base material
o——0 M=800rpm ,v=30mm/min
| aam amm 1=900rpm,v=50mm/min

200

100

Engineering stress (MPa)

e

0 0.2 0.4 0.6
Engineering strain

Yympo 1.2.7: Abypopp tdong — Topapdp@®aon TG CLKOAANCNS YOAKOD

Oocov apopd t 6éom ™c Bpavong, Ta copmePAoUATO SLOKPIVOVTAL GTIG HIKPEG KOt
pecaieg toyvnteg (LEPt 150 mm/min) kot otic vynAES (200 mm/min). TG TPOTEG
mapatnpeital Aapog yopw omd to onpeio g Bpavong, Katt mov amotelel EVOEIEn g
HOKPOTAACTIKNG TAPALOPPMONG KT TIG SOKIUEG epeAkvouov. H Bpavdon, oe avtég
TIG TOYVTNTES, dEpyeTan amd v ®MEZ, m OEZ kot to MB. Z1ic vynAég tayvneg,
dev mopatnpeitoar Aopog eved mn Opavon AapPdaver xdpo ot OKEVMOOTN TOL EXEL
dnuovpynBet OIS avaEépOnie TPONyoLUEVEG.

Yvykpivovtog ™ YounAdTepn ToydTTo TOV 25 mm/min pe v vynAoteptn tov 200
mm/min, 1 emeaven Bpadong ommv TpdT Ywpiletar oe 000 TEPOYEG EVAD OTN

devtepn o€ téooepic. (Zynua 1.2.8).
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Yympo 1.2.8: H emedveio Opavong g cuyKOAANonS YoAKOD
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Xpnowo otoryeio yoo Ty avtoyn g oCLYKOAANONG HOG OTVEL I EYKAPCLO. KOTOVOUN
™G OKANPOTNTOC TOL ToPovotdletal oto aKOAOVOO Obypappo Yoo O1dpopes

tayvnTeg (Zymua 1.2.9).

140 T T T || || | | | |
120 + |
— 100 B -
-
T i
‘; 80 F _
é i
- 60 |
= i
= 40 | —s=— 25mm/min
i —e— 100mm/min| |
20 F —— 150mnm/min |4
. —&— 200mm/min | -
0 1 1 1 | 1 | 1 | 1 | 1 | N | 1 | 1 |

-10 -8 6 4 -2 0 2 4 6 8 10
Distance from weld centre (mm)

Yympoa 1.2.9: Katovoun e tukpooKANpOTNTOS Yol SIAPOPES TAYVTNTES

[Mapatnpodpue Ta €€NG:

I.LH oxinpémra g ZX axolovBel Tig avEopelidoelg Tov peyéBovg Tov KOKK®V
(apywd perdveTon kot Hotepa avEdveTor).

2. X péylotn kot eAAyloTn TouTNTA, N HEYIOTN OKANPOTNTO Taptnpeital ot ZX
KOl OTOOL0KA UEIDVETOL GE OUPOTEPES TIG TAEVPEC, EVD OTIC EVOLAUEGES TAYVTNTES
EYOVUE OYEOOV OLOTOLOPOT KATOVOLN.

3. Ztic evowdpeoeg toyvtnteg (100, 150 mm/min), m oxkAnpdémrto otn ZX sivou

nepimov {om pe avtn Tov petdAlov Baong.
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Eivar evtummoiokd mmg otig HEAETEG OOV Ol TOVTNTO TEPIGTPOPNG NTAV GUPADS
VYNAGTEPT TOPOLGLACTNKAY SLOPOPETIKG ATOTEAECUATO, UE KVPLO TNV Helwon NG
okAnpodmtog ot {dvn cuykdAInong (Zymua 1.2.10). @aiveron cuvendg TS amd pio
TOOTNTO TEPIGTPOPTG KOl VOTEPA TOPATNPEITOL dPACTIKY UEIMON GTN GKANPOTNTO

mg Z2.

160
150
140
130
120
110
100
90
80
70
60
50
40
30

Hardness (HV)
L L A N R L P LG BLON PR LA B B A
-
|

-156 -10 -5 0 5 10 15

Distance from weld center (mm)

Yympoa 1.2.10: Kotavopnq okAnpotntag
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AvTég o1 TapaTNPNoELS Eival S0POTIGTIKEG O TPOg To Thova onueia Tapovsioong
™m¢ Opavong. Xe pécec tayxvmreg (100, 150 mm/min) 6mov 1o péyebog TV KOKKMV
™m¢ OEZ eivon peyoddtepo ko 1 ZXE mo opotoyevig, n Bpavon eivan mbavotepo va
ovpPet otV avopotloyevny meployn 6mov cuvurdpyovv 1 GMEZ, n ®EZ kot to MB..
Y1c axpaieg tayxvtreg (25mm/min, 200 mm/min) n Opavon eivar mbavdtepo va
ovuPet oTIg mEPLOYES YOUNANS oKANpOTTOC, ONA. otV OMEZ v OEZ 1 10 MB av
dev vmapyovv atéleleg Kol pdiota ot {oOvn vmoyopnong AOy® peyoAOTEPOL
peyEBoug KOKK®V , 1| 0TV TEPLOYN TNG ATEAEWG GE TepimTon vmoapéng Tétoag (my,
dwukévoon ota 200 mm/min). ZVUTEPACUOTIKA, GE GVYKOAANGELS OlYmG ATEAEIEC M
Kpiown weployn yia Opavon eivon oty mov amaptileton and  OMEZ, m OEZ kot
t0 MB, kot evtomiletar ot {ovn vroyopnone. Tpelc eykdpoieg Topég Tov onueiov
Opavong ancswoviovtal oy akdAovdn swova (1.2.12).

25mmymin

200munmin

Yympo 1.2.12: Enpeia Opadong avarioyo e ToOTEG GLYKOAAN GG
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1.3 OPEIXAAKOZX

Av yio mv FSW 1tov kaBapod yoAikov €xovue AMyeg HEV TEPOUATIKEG UEAETEG,
OPKETEG O Yoo Vo EAYOVUE KATTOL0L GTOLYEIMOT cLUmEPAcUaT, To PAloYpapiKd
otoyeio Yo Tov opeiyaAko givar axdpa mo wepropiopéva. H onuacio g avantuéng
g épevvag ota Kpapoto Cu-Zn elval ONUOVTIKY Y100 0VTIGTOT(OVS OAAL OKOMO
1oYVPOTEPOVG amd TN onuacio TG €PopUoyNg ™S nedddov otov kabopd yorko,
kaBmg, ot pnéBodor cHvtnéEng eivan TPoPANUOTIKES Yoo TOVS TapoKkdT® Adyovs. To
Ompo g Bepikng O1ayLTOTNTOG TOL AVOPEPONKE TPOTNYOLUEVMG, 1IGYVEL TPOPUVADG
Kol Yo tov opetyarko. EmmAéov, ta onueio ™éng kot Bpacpov tov yoAkod Kot Tov
opeiyoikov avépyovror otovg 1083/2590 °C won 419/907 °C avtictorya. Emiong n
Oepuoxpacio TENG Tov 0&ediov TOL YEVOUPYVLPOL, ATOTEAEGHO TNG EEATUIONG TOL
yevdapyvpov, givor 1970°C. Q¢ ek todtov eivor mbavd Katd T GLYKOAANGN va
eCatotel o yevddpyvpos. Ta peyédn avtd kabiotovv eEalpetikd dvoyepn
GLYKOAANGOT TOV opelyarkov pe cupPatikég pebddovg chHvInENg, Kabmg, EVOEIKTIKA, N
Oepuoxpacio cvykoAinong omv TIG avépyetar otovg 4200°C ot0 MAEKTPOSIO KO
3200°C oto doxiuo.

H FSW éyetl epappootel kupiog oe kpapa 70%Cu-30%7Zn, oe mhdxec méyovg 3mm.
H ymuwn avéivon kot ot 1016t1eg T0L €V AOY® KPAUOTOS TOPOLGLALOVTIOL GTOVG

akdAovBovg Tivakegs.
Chemical composition of the brass (CuZn30 (CWS508L) (EN 1652))
%Sn %Pb %P %Mn %Fe %Ni %Si ”/'()Mg %Al %S %Zn %Cu
0.0010 0.0110 0.00213 0.00050 0.0146 0.00196 0.00251 0.00050 0.00050 0.00100 29.23 70.73

MMivaxag 3: Xnuikn cvotaon tov kpdpatog CuZn30

Mechanical properties of base materials (CuZn30)

Material Tensile strength Ry, (MPa) Yield strength Ryo2 (MPa) Elongation (%) E (kN/mm?)
CuZn30 (CW508L) 360 215 67 110

Mivaxag 4: Mnyavikég 1010tnTeg ToL Kpdpatog CuZn30

>10 [Meran, 2006] epapuootnke vynin mepiotpoen (2050 rpm) kot peydAo €0pog

tayvtntev. Ta arnotedéopata eEetdotnkav ontikd kotd ANSI/AWS kaboh¢ otov
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OpelyOAKO €lvol ONUOVTIKY M Ol0THPNCT TOL KITPVOTOL YPOUOTOS Kot 1 Asia

emoavela. [Tapovoidomkay pia celpd and atéhetes:

I. XopunAn modtto. NG  EMQPAVEWNC GULYKOAANOMG, OMOTEAEGLO

OKATAAANANG emaen|g Ko fuBiong Tov epyareiov.

ms

2. YmopéEn Covng un avddevong kovid otn  «pilo» g GLYKOAANGNG,

OmOTEALEC O, AVETOPKOVS PUbionC.
3. Epedavion mopmddovg Loperg TOVVEA.

4. MetoAMKEC akpéEG TOV €EEXOVV ATO TNV ETPAVELQL.

Q¢ Moelg yuo v e&dretyn tov ateleltdv tpoodtopilovion n Pertioon tov EAEYYOL

g POOiong tov mEIpOL KO Ol COGTEG TOYVTNTEG CLYKOAANONG, UE KOAADTEPQ

amoteAéopaTo Vo Otvouy ot peyorvtepeg €€ avtav (89, 112 mm/min).

Ta oamotedéopato TV OOKIU®V EQPEAKLVGUOL Tapovcotdlovtal oto  akOAovbo

Swaypappo (Zymua 1.3.1), Kot Kpivovtol IKOVOTOmTIKA av Kot Oyl CLYKPICIUO LE TNV

avIOYN TOL HETOAAOL Pdong He TNV KOAOTEPN OVIOYN VO EMITLYYOVETOL OTO

112mm/min.

Tensile test results of fsw
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Yympoa 1.3.1: Avtoyn og epeEAKVGIO GLYKOAANONG OPELYOAKOV

AOKIEG EPEAKVGLOD GE SAPOPETIKES TOYVTNTEG Kot TEPIoTPoPn 2050 rpm.
Rm: Opro Avtoyng

Rp0.2: Opro Awappong

*: @pavon ot ZZ

**: @pavon ot OEZ
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X pkpodoun ¢ ovykOAAnong ot dwakpiveton OMEZ (kb1 mov mboavog va
opeidetarl otn peydAn meptotpoen|), aAld n OEZ, 1 ZX ka1 1o MB (Zyfua 1.3.2).

Weld metal

Right hand thread ' Left hand thread
Yympoa 1.3.2 : Ot neproyéc GuYKOAANGNG TOL OPEiYOAKOL

Oocov apopd 1t oKANpoOTNTO, TO KOAVTEPA OmoTEAEoHOTO TPONABay oamd 1N
oLYKOAAN oM ota 112mm/min.
TéNog o1 avaAVCELS TG YMNUKNG 6VOTAONG TNG CLYKOAANONG dgiyvouy OTL Katd v

FSW mpoctatevetor n e£ayvoon Tov yaAKoy Kot ToU YELOOPYVPOUL.
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KED®AAAIO 2: MAI'NHXIO

2.1 EIZATQI'TKA

Ta kpapata poyvnoiov eivor eEapeTikd ypNoLo 6€ TOKIAEG EQAPLOYES KUPIOS AOY®
™G OLVATOTNTOG TTOV OIVOVV Y10 KOTOOKEVEG UE PEIOUEVO BApoc, AOY® TOL LVYNAOD
Adyov avtoyng mpog Papoc mov ta yapoktnpilet. H avaykn g depgvvnong g
GLUYKOAANGILOTNTOG TOV KPAUATOV OVTOV HE TN HEB0d0 GuYKOAANGoNG Ol TPIPNG e
avadevon cvvictotol o€ pa oepd Aoywv. H FSW 6ivetl ™ dvvatdtta Yoo onpovtikny
HElON ATEAELOV TOV GLVOVTAUE GLYVE GE GVYKOAANGELS GUVINENG OT™G eYKAEioUATO
o&ediov, mopmodeg, poyués. Ev yével, ovoa pion cuyKOAANGN OTEPEAS KATAGTAONG
dvvaton vo eEAAENYEL ATELELES TTOL GLVOEOVTOL [LE TN OTEPEOTOINGT.

Onwc kot og GAAo kpdpata, n Epguva dev Exel Tpoywpnoel 6to emBountd Pdbog kot
pudAota To cvpmepdopato givor cuyvd aviipatikd. H épevuva £yl e0TIAGEL GTO KPALLQL
AZ31, ot pKpodour| Ko TG 1010TNTEG TOV 0Toiov Bl TEPLOPIGTOVUE GTNV TAPOVSH

epyacia.

2.2 MIKPOAOMH

Oocov apopd 10 péyebog tov KOKK®V £xovv avoeepbel mepmtdoelg 1060 peimong,
0060 ka1 avénong tov ot {dvn cvykoAnonc. [Wang, 2006, Satoshi, Afrin, 2007].
Avtiotoya €xer mapatnpnbel avénon mmg okAnpdtroag [Wang, 2006], eved aArov
napatnpeital n okAnpodtta va petwveton [Satoshi, 2003]. Or amoxAicelg petald tov
SPOP®V EPELVAV OQEIAOVTOL GTIG OLUPOPETIKES TOPOUETPOVS GLYKOAANCNG 7OV
ypnoporoovvtol oto ekaotote meipapa. [lapaxkdto o exBécovue TiG mEPLOYES
CLUPOVIOG TV SPOP®V TOPATNPNCEWV Kot Ba avapEPOVLLE TIC SLAPOPES TOVS OOV
avTO KpiveETO OTaPOUTNTO.

H monuc doun tov tprov {ovov g FSW avaeépetor oe OAeg TIG TEPIMTOGEL,.
[Mopakdro (Zymuo 2.1) anewkoviCeton 1 doun piog cvykoAAnuévng madrkoag AZ31B-
H24. [Cao, 2008] kou 1 pikpodoun ¢ kébe {OVNG pe mopapéTpous GUYKOAANGoNG
20mm/s ko 2000 rpm.



42 | MEPOX AEYTEPO
~YT'KOAAHZH AIA TPIBHZ
ME ANAAEYZH XE ATA®OPA KPAMATA

Xyqpa 2.1: Zoveg kan pikpodour] FSW Mayvneiov (AZ31B-H24)
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Ye Oheg TG peAétec ol KOkKol TOco ot (Mdvn ocvykOAANoMg 6co kol oty OMEZ
Exovv  1600EO0VIKY)  doun  AOY®  OLVOUIKNG  OVOKPUOTAAAMONG EVO  UEPIKN
avakpvotdArlmon moapatnpeitar ot OEZ. Ocov agopd 10 pnéyeddg toug ot dtapopég
OVAUESO OTIG OLAPOPES LEAETEG LITOPOVVY VO, €ENYNOOVV LE TIC S1UPOPETIKES TOYXVTNTEG
oLYKOAANONG Tov epapudlovioan kdbe @opd. Oco vymAdtepn M TOYOINTO TOCO
piKkpotepo 10 pEyedog TV KOKK®V 61N ZZ kot 6ty OMEZ, 31011 o1 vynAég TaydTNTEG
oonyovv oe piKpoTeEPT Beppokpacio Kot VYNAOTEPN TOPAUOPPOGCT] LE OTOTEAEGLA
Vo HEW®VETOL O ¥pdvoc avénong tov peyébovg TV KOKK®V VOTEPO OO TNV
avakpvotdAioon. 'Etolt oto [Cao, 2008] pe otabepn mepiotpoen 2000 rpm
napatnpeital peiwon tov peyéfovg TV KOKK®V o1 ZX o€ oXE0M HE TO WETOAAO
Baong amd v toyvnTa TV 20mm/min kol mtédve. Eniong oto [Afrin, 2007] 6mov
YPNOUOTOLOVVTOL CAPDG YOUNAITEPES TAXDTNTES, 01 KOKKOL 6T ZX lvar pev ThvioTe
peyoAvtepol amd avtovg tov MB oAb petdvovion capdg 660 1 taxdtnTo ovEAver.
SOUTEPAGUATIKA, 1) AETTOKOKKN doun pumopel va emrevybel oe vymAég taybTnTE
TEPLOTPOPNG TG TAENS Twv 2000 rpm kol ToyvTNTEG GLYKOAAN GO G 20mm/s Kot Gvo.
[T ovykekpyéva oto Cao (2008) avaeépeton OtTL M peimon Tov peyéBouvg TV
KOKK®V ovvtereitot omd 0.6 mm avd TEPIGTPOPT] Kot AVE.

Avtd yivetow co@ég av S0DUE TO TOPOKATO SypApUaTO OTOV OmEKOVICETOL TO
péyebog TV KOKK®V Kot 11 okAnpdtTa 6g kabe (VN Om®G 0VTEC TPOKVTTOVY Ad
Vv e€é€taom TV OOKIUI®V TV GUYKOAANONKAV GTN HKPOTEPY KOl TN UEYAAVTEPT
TayOTNTO 6T GLYKEKPIUEVT HeAén (5 mm/sec kot 30mm/sec avtioTorya).

(EMua 2.2)



44 | MEPOX AEYTEPO
YYI'KOAAHZH AIA TPIBHZ
ME ANAAEYZH XE AIAO®OPA KPAMATA

a 100 10
8
D 6 g_
3 @
= X
w
z 4 2
] ®
I _ 2 (&)
| ——Hardness ---@-- Grain size
40 1 1 1 1 1 1 1 1 1 1 1 1 1 1 0
-15 -5 5 15
Distance from center (mm)
b 100
> H
o )
- N
> ®
T i c
: T
E (&)
- : 2
[ __ & Hardness ---@-- Grain size !
40 1 [ 1 1 1 1 1 1 1 1 1 3 1 1 ] 0

-
(&)

-15 -5 5
Distance from center (mm)

Yympoa 2.2: Méyebog kokkwv kot kotavoun okAnpodttag otnv FSW Mayvnoiov yia
(a) 5 mm/s kou (b) 30 mm/s
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2.3 IAIOTHTEX

2.3.1. Zklinpdémta

[Mapampodue o611 OGOV a@POPE TN HKPOCSKANPOTNTO OUT HEIDOVETOL KOODG
TPOYMPALE TPOG TNV ZX Kol 1 LElwoT TG 0eV eMNpedleTal oNUAVTIKE omd TO TEMKO
péyebog tov kokkmv. BéPata or peydieg tayxdtnTeg Kot cuvakodAovOa ot HKpOTEPOL
KOKKOL o0nyoldv o€ pio pukpn ovénomn g okAnpdtrog, emPePordvoviag tnv
vdOeom mov yivetal oe dAdeg pehéteg, kabmg Kon pe tov tomo Hall-Petch 611 mBavn
emitevén AentOKoKKNG dopung Oa glye g amotédecpa avénuevn okAnpdtra. (PA.
[Afrin,2007]). 'Etol omnv mAeoyneio Tov avaeopdv Tapatnpeital okAnpotnta ot

7% ™ téEng Tov 80-85% g oxAnpOTNTAG TOV pETAAAOL PBdomg.

2.3.2. Epelkvouog

To6co M avioyn o€ €PeAkLGUd 06O KOl TO OPLO JLOPPONGS, OTMS KOl 1| ETUNKLVON
petwvovton kKatd tv FSW tov payvnoiov. H taydmra eaiveron dpmg va amotelet
oNUaVTIKO Topdyovia Kabmg 660 avédvetal, T060 VYNAITEPT AVTOYN TOPOTNPEITOL.
Avtd e€nyeital ko av dovue TN oyéon HETOED opiov dtappong Ko peyEBovg KOKK®mV

péoa anod v e€lowon Hall-Petch. (Zymua 2.3)
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Yympoa 2.3: Xyxéon petald opiov dappong Kot pHeye0oug KOKKwV

210 emouevo odypoppo amewoviletal 1 oyxéon HETaED avioyng Kol ToyVTNTAG Kot
TOPATNPOVUE OTL TO OP1o dlapPoNg avEAVETOL 0G0 aLEAVETAL 1) TOYDTNTA, EVO TO OPLO

avioyng ov&dvetor pev apywd oAl mapoapével otobepd amd pio taxdtnTo Ko

voTEpal.
250 15
- g ]
— 200 E . """ L u 4
a i i <
C o e o
S 150 f e e 13 ¢
& A k)
g’ : 4 \\I - ‘6
o 100 Z/, _L‘\séz’ T \§ 12 g)
. o
2 C ] w
50 11
I ® YS---B-- UTS - —A-EL
0 [ 1 1 1 1 1 1 1 1 1 i 1 1 1 1 1 1 1 1 1 ] 0
0 10 20 30 40

Welding speed (mm/s)



MATNHEIO | 47

Yympoa 2.4: Enidopaon g tayhtntog oTig 1010TNTEG EPEAKVGIOD

210 TOPAKAT® OLAYPOUUO LITOPOVUE VO TOPOTNPNOOVUE TN OYECT TNG OVIOYNG
VoTEPO. OO TN GLYKOAANGY] GE OVO SPOPETIKEG KTOGTAGELS HE TNV OVTOYN] TOL
petdAdov Paonc. Eedcov kot otic Vo pehéteg to kpdpo elval TOVOHOIOTLTO
(AZ31B-H24) pmopovpe vo movpe 1o e€ng: H péytom xatayeypappévn avioyn oe
eperkvopd etvor g tdéng tov 70-75%, wor epdoov otabepomoleiton amd pia
TayOTNTO Kot VOTEPOU UTOPOVUE, UE TO VTAPYOVTIOL dedopéva vo. Bewpricovpe v
avioyn avt) Péitiotn. To d6po dwppong, @taver 10 90%, pmopodue OP®S va
vroBécovpe 0Tl GLYKOAANON o vyNAdTEPN TaxLtTo O €01ve akOpo KOoAVTEPO

OTOTEAECUATO, 0POV, OT®G avapépOnke mponyovpévme, peumvetol to péyebog twv

KOKKOV.
350
o
300 - o ©
@ 250
s
i ® 8
é 200 A YS (1000 rpm, 2 mm/s) g A
E’ 150 AUTS (1000 rppm, 2 mmSs)
g ® YS (1000 rpm, 4 mmi's) ° ®
@ 100 - : A
O UTS (1000 rpm, 4 mm/s) A
50 * YS - base metal
© UTS - base meial
0 T T T T
1.0E-08 1.0E-07 1.0E-06 1.0E-05 1.0E-04 1.0E-03
Average strain rate, s™
Fig. 11. Yield strength and ultimate tensile strength as a function of the strain

rate for the base metal and friction stir welded samples IV (1000 rpm, 2 mm/s)
and VI (1000 rpm, 4 mm/s) of AZ31B-H24 alloy.

Yympa 2.5: Op1o d1appon|g Kot avtoyng 6€ EPEAKLGLO
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Opadon
Oocov agopd ™ Bpadion ce €PEAKVGUO, Ol TEPICCOTEPES AVUPOPES AVAPEPOVY TTMOG

ot cvpPaivel oty mAevpd Tpo®ONoNG, 6T0 GHVOopo peETAL ZX kor OEMEZ

Yympoa 2.6: Xnueio Opavon cuykdAAnong poyvnoiov

2.4 ATEAEIEZ

O xvpuotepeg atédeleg mov €yovv avagepbel oyxetikd pe v FSW kpoapdtov
payvnoiov eivor 10 mopmdec Kol ol poypotosdeils atédeteg. H mAetoymoeio tov
HEAETOV GLOYETICOLV AUEGH TO TOPMOES UE TNV TOYVTNTA GLYKOAANONG, KAOMG M
éxtaon Tov avéavetar pe v ovénomn g toyvntag. [Hopaxkdtw ameikoviletor to
TOPMIES Katd TN oVYKOAANoN oe Tayvtreg and 40 edg 600 mm/min kot ctabepn
nepiotpodn 1000 rpm. Tapatnpovpe 6t To TOpdOES apyilel va eppaviCeton ota 200
mm/min o€ £va A0Yo taOTNTOG/ TEPIGTPOPNG dNAoT 0.2mm/r.

[Tépa amd to mopmoes, £xovv mapatnpndel poyuatoedeis atérele. H ocvvnbéotepn
poypotoedng atéheln oty FSW elvar o Aeyoduevog «deopodg @iov», o omoiog
TPOKVTTEL AOY® NG maryidevong ofedinv amd v emeaveln Tov doKipiov. Avti N

EMPAVEID OTOL KPAUATO HOYVIOLOV ouvvictotal o Eexmplotovg KPLGTAAAOVG
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payvnoiog, ot omoiot potalovv pe tpayld yvordyoapto. H mapovsio tétotov &idovg
Tpoayeiog empdvelng KOKKOV HITopel Vo OLGKOAEWEL Tr ONUIOLPYiD UETOAMK®V
deopmv [Cao, 2008], pe amotéreopa T ONUOVPYIR TOV SEGUOD PIALOV.

Térolov TOmov atéheteg Exovv mapatnpndel oe VYNAEG TadTNTEG GLYKOAANONG. Opmg
Ol YPOUUIKEG POYUOTOEWEIS otédeleg mov €yxovv moapatnpnbel oe younAdTepPES
TayvTTES, UAAOV dev TaStvopodvTal 6 TRV TNV Koatnyopio kaBdg n «yolopn

doUN» oL TIG TPOKAAEL OPEIAETAL BTNV AVETOPKT POT).
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Yyfqpa 2.7. Atéheteg og dapopeg tayvmteg. An’ v eikova (a) — (h) ot taydnTES
etvan 40, 120, 150, 200, 250, 300, 400 ka1 600 mm/min. To PBéAog vVITOdKVOEL T
d1evBuvon g cuKOAANONG
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e perétec, 6mwg tov [Cao, 2008], n péylom emedveln TOL TOPDOOVG TPOKVTTEL GTA
20mm/sec- 2000rpm, oA oe Adyo 0.6/rpm, axorovBmvTog avéNTiKeég TAGES AL
KOTOTLY LELDVETOL.

To mopmdeg cvvBwg amodideTal 6e ATMOAELD VAIKOV OTav gu@aviletal Kovid oty
EMLPAVELD, KO GE OVETOPKT poT VAoV kat peién otav epgavifeton kovtd otn «pilo»
G ovykOAANoNS. ‘Exel mapatnpnOel 6tL 1 averapkng pon opeiletal € mOAD VYNAESG

TayOTNTES GLYKOAANGONG 1 6€ AavOUGUEVO GLUVOLAGHO TOYVTNTOS KOl TEPIGTPOPNG.
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KED®AAAIO 3: TITANIO KAI KPAMATA TITANIOY

3.1 EZATQI'TIKA

Av Kot To TITdVIO Kot T KpApatd tov Osmpovviol cuykoAAGIa pe pefdoovg
oVVINENG, TO TPOLOVTO TNG CLYKOAANGONG dEV £XOVV TTAVTA TO ETOVUNTO OMOTEAEGLLOL.
Ady® ™G YoUNANG OepIKNG ay@yOTNTOC, TPOKAAEITOL TOPAUOPPEOGT) TOL VAIKOV
kot ™ ovvinén. Eniong tétotec péBodotl 6to T1TAvVio TPOKAAOVY GUYVA TOPMDOES Kot
ofeldla. Xuvemmg, Kol GE aLTN TNV Koatnyopio Kpopdtwv Oempeitor onpovtikn n
épeuva YOpw omtd TN cvykoAAnoiudTnTa ToUg HE T HEBodo FSW.

To Titavio €xet vynAd onueio ™MENC oLYKPWVOUEVO pe TOV YGAVLPO, GUVETMG
amottovvtol epyoreio avlextikd oe vyniég OBeppokpacies. Emiong owwbéter dopn
péylomng mokvomtog eaywvikov (hep), otabepn oe Bepuokpacio mepipdAiovtog, n
omoio. amd tovg 880°C «xou move petacynuotiCetor oe  dopn]  KLPUKoL
Y®POKeEVTPOUEVOL (bee). AvTdg 0 OAAOTPOTIKOG LETACYNUATIGUOS PAoNG LTopel va
AMiBer yopa xotd v FSW  koabiotdviag dOckoAn m dnuovpyio TOl0TIKGOV
ovykoAoewv. [T éov, pe v avdntuén tov epyaleiov VITaApyeL N SLVATOTNTO Yo
EMLTUYY] CLYKOAANOT KPOUATOV TITaviov. ['evikd moALég peréteg (evoewctikd, [Fuyjii,
2009]) detyvovv 011 uopovv va emitevyBodv Peltiopéveg 1010TrTeg pécm FSW, dpmg
VILAPYEL OKOHO EAAELYT) GTNV £PELVO. YOP® OO TIG TOPAUETPOVS GLYKOAANGNG KoL TNV
EMPPON TOVS GTN UIKPOSOUT KOt TIG 1O10TNTEG.

[Tépa amd 1o Kabapd TiTdvio €101k avagopd Ba yiver oto kpdua Ti-6Al-4V. H vymAn
avTOYN Kot 1M €E0UPETIKN OVTIOTAOT GE OAPPMOT TOV GLYKEKPYEVOL KPAUOTOS, TO
Kkaf1otd TOAD yproo oe Prounyovikég epapuroyés, kot 1 FSW pmopet va BeAtidoet
TIG GUYKOAANGELS ATOPEVYOVTOS TPOPANLLOTO LIKPOOOUNC, TAPOUUEVOVCHV TACEWDV Kol

VYNANG TOPOUOPP®CNG TTOV TPOKVTTOLV OO T1 GLYKOANGN He peBOdovg cvHVINENC.
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3.2 KAGAPO TITANIO
3.2.1 MIKPOAOMH

O mhetoymoia Tov peretdv Eeympilel tpeig dakpitéc Loveg otnv FSW tov Titaviov.

Tn ZZ, 1o MB ka1 ©GMEZ.

Thermo-Mechanically Affected Zone

Stir Zone

1 mm “Kissing bond”

RD WD

Yympoa 3.1: Zoveg e FSW titaviov

ZONH XYTKOAAHZHZ

H doun mg ZX amotekeiton amd Aentolg 1600Eovikovs kOkkovs.. Xto Fujji (2009)
avaeépetor péco péyebog kokkov 10um. Emiong ommv mAeioymoeio tov pHEAETOV
yivetal ava@opd Yo 0dvpieg, ol omoieg otnv akOiovdn ewtoypagios amd onTIKO

HUIKPOOKOTI0, GNUEWDVOVTOL LE AEVKO PEAOG. (Zymua 3.2)
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Xyfqpa 3.2: Mwpodoun g ZX tov titaviov. Ta Agvukd BéAn

OTLEIDOVOVV TIG SIOVUIES

Ye pio evpela yrapo and eEetaldpeveg tayvnres, (50, 100, 200,300mm/min) ota
200 rpm ot péyioteg Oeppokpaciec cOLE®va pe v 101 pedétn eivon 843, 694, 555,
498 °C avtioctoyo, CUVETMG OeV VWAPYEL UETOCYNUOTIOUOG @donc. Xe OAec TG
TOPATOVEO ToXOTNTEG amd 1o HEYEBog TV KOKK®OV cuvayetal 0Tt Aapupdver ydpo
duvopkn avakpvotdAioon. Ocov agopd TN oxéon g TaxdTNTOS pe To péyebog
TOV KOKKOV, o0TO pHEIdVETOL KaODSG avédvetal 1 ToydTTa, KATL EUEOVEG KOl GTO

Yynpa 3.3 (TEM —transmission electron microscopy).
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Fig. 4. TEM images showing the microstructure of the stir zone at welding speed of (a) 50 mm/min; (b) 100 mm/min; (c) 200 mm/min; and (d) 300 mm/min.

Yympoa 3.3: Méyebog kdkkwv 6tNng ZX 1o S16Ppopes T LTNTES

‘Eva yapoakmpiotikd mov dtakpivel Tn pkpodoun tov titoviov votepa and FSW ano
oA to dAAa kpdpato mov efetdlovpe elvor M VmapEn  KPLOTOAAOYPAPIKNG
dwebuvong .

Téhog mapatnpeitar VYNA TLKVOTNTA STOPAYDOV GTO KEVTPO NG ZX, M omoia

péAtota avéavetor 6060 avéaveton n TayHTTO
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3.2.2 IAIOTHTEX

3.2.2.1. Zxhnpomra

Amo T1G Jwbéoeg pEAETEG OlamoTOVETOL avENOT TG okAnpdttog ond ta 0.25

mm/r  (Adyog TaydTNTOC/TEPIOTPOPT) . £T0 aKOAoVOO Oldypoppo ametkovileTon M

oKANPOTNTO GE SLAPOPES TayHTNTES, Kol akoAovBel o mivakag pe Tig TES otn ZX.

250
> - . &
T 200 .-. .\_.l.\“.,b\ /.0 ’.\
73 > Q‘Aﬂ AAAA“\ \.‘.. /.. o ./ I\ 2P
(7] 1 "{“ * ’A. ‘\. 7/ /’/ A\-A AA‘ A A A xA\_
£ o[ ¢ ¥ oo LN 4 or
— R b - * - -
g >e ¥ AT o /’1/-\’”: ‘/- ‘7\ /‘/
T 3 / &
L
2 100 | '
O —&— 50 mm/min
> [ 100 mm/min
50 - —a— 200 mm/min
—e— 300 mm/min
0 'WEEE FENTE PRTRE FTRTNE FUNTE CRNTE FCRREE FRWEE RWWEN N Wa

10 8 6 4 -2 0 2 4 6 8 10

Distance from weld center, mm

Yympoa 3.4: Kotavoun okAnpotntag y1o Stpopeg ToyOTNTES
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Welding speed (mm/min) Grain size (p.m) Hardness (HV)
Base metal 10 146
50 6.3 150
150 4 175
200 38 180
300 35 190

Mivakag 5: Zxinpomrta kot péyedo KOKKmV ot ZX y1o 014popeg ToyOTNTES

Eivor cagég 01t 660 avédveton n ToydTNT, KOl GUVETMS UEIdVETAL TO pEyehog Tmv
KOKK®V, avéaveton Kot 1) okAnpdtnta. Exet opwg domotwdel 6t1 avt n adénon dev
akoAovbel o pvOud mov avapéverar amd v egicwon Hall-Petch, mapd povo otig
YOUNAES TayOTNTEG G€ avtifeon pe o alovpivio 1 Tov xdAvPa, Onwg eaiveTol Kot 6To

aKkdAovho duaypapLpa.

200
)
E I _
cp-Ti (hcp)

:>: 150 |- g =
)
m b
2
©
:c:? 100 |
[
) I
-
s
> 50l pure Al (fcc)

o - B

0 2 1 2 1 2 1 2 1 2 1 2 1 2

0.0 0.2 04 0.6 0.8 1.0 1.2 14
Grain diameter ", gm"”

Yympoa 3.5: Xyxéon mpaypatikng ckAnpotntag pe ektipnon e&icoong Hall-Petch

vl ahovpivio, TITdvio Kot ydAvPo
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3.2.2.2 Avtoyn o€ epeAKLOUO

H avtoyn oe epeikvopd eivar yevikd peliopévn oty ZX oe oyxéon Pe 10 UETOAO
Baong, exktdg amd €va GLYKEKPIUEVO GLVOLOGUO TOYVTNTAG-TEPIOTPOPNG OTOV EYEL
napatnpnOel n avioyn e ZX va Eemepvd ta 420 MPa tov petdAiov PBdong, upe
amotéleopa 1 Opavon vo avapévetor oto pETaAro Paonc. o cvykekpyéva, OTmG
eoivetal Kol 6to akoAovBo didypappa, 1 avtoyr] akolovdel avodikn mopeion KabMG
avéavertal 1 toyvLINTO, ETAVEL o€ €va PEYoto ota Imm/r (200 mm/min — 200rpm) ,
Kol katomy pewwveral Eava. H peiwon g avioyn otic vynA&g ToydTnTeg amodideTon

OTO GYNUOTIOUO ATEAEIDV AOY® TNG OVETOPKOVG POTG DAKOV.

500

S

S

Ultimate tensile strength, MPa

S

100 200 300
Welding speed, mm/min

Yympa 3.6: Avtoyn o€ epeAKLOUO aVAAOYQ e ToyOTNTEG. ME dtaKeKOopEVT
N ovToyN Tov HETAAAOL Bdiong
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3.3 Ti-6Al-4V

M oglpd peret®v yopw amd TN cvyKoAAnoudtta tov Ti-6Al-4V poag divouv
duvaTOTNTO VO GLVOYICOVLUE TO POCIKA GTOLXEIN TNG GLUTEPLPOPAS TOL KPBALOTOC
avto o FSW. KaBog 10 Ti-6A1-4V egilval, og yvootov, dupactkd kpdpa, 1 Kuptotepn
TopAueTpoc mov kobopilel v ocvumepipopd tov eivar N vaépPacn N OxL ™G
Oepuoxpaciog petafaong amd t @don o ( doun hep) o edon B (doun bee), n Ty
¢ omoiag givar 995 °C. 'Etol, vrmdpyovv amokAicelg oto OGO avapEPOVIOL GTIC
dlapopeg perétec, kabmg ol petacynuatiopol mov Aapfdvovv yopa koatd v FSW
001N Y0V G€ TEPITAOKES LUKPOOOUES.

[Tépa amd Tic d10pOPES, LILAPYOVY APKETE oNUEI CVUPOVING. X OAEG TIC LEAETEG OEV
napatnpeitor dwokpiry OMEZ, pe efaipeon to [Ramirez and Juhas, 2003] 6mov
napatnpeital pia eEoupetikd otevy ®OMEZ, ndyovg nepimov 30um. [1€pav tovtov, 1
OEZ eivar ovvnbBog moAd otevh, KATL mov o@eileton otn  YopnAn Oepuikn
AY@YLOTNTO TOV KPAUATOG GE GYEon Ue TO aAovpivio. Ocov agopd Tic Oepprokpaciec,
TNV TAELOYN QIO TOV HEAETMV JOMIGTOVETOL TG 1 Oeppokpoacio oty ZX vrepPaivet
M Oeppokpacio petacynUoTicpod o€ B @Aom, HE OTOTEAECUO VO TPOKLITEL
TAOKOEWNG  pikpodoun. ‘Exovv Oupmg mopatnpnbel kol TEPMTOOCELS TOL M
Oepuoxpacio ot ZX dev vmepPaivel v tun avt) (PA. mapokdtm). Tt OEZ, n
Oepuoxpacio dev vrepPaivel v Oeppokpacio PETACYNUOTIOHOD LE OTOTELEGUO VO
dwutnpeitan ekel oe peydio Pabuo n pukpodopr| Tov HETAALOL BAaonc.

Ocov apopd T 1010TNTEG TO. OAPOPE GLUTEPAGHOTA EIVOL AVTIPOTIKA. XVVIO®G
napatnpeital peiwon g okAnpotntag ot ZX, aAld oto [Juhas, 2001] avagépeton
capéotactn avénon, eved oto [Lienert, 2001], mapatnpeitar avénpévn okAnpdtnta
ot OEZ og oyéon pe to MB. Avtipatikd ivon to copmepdopato Kot OGOV apopa
v avtoyn Ttov Jdokiiov vVotepa omd T ovyKOAAnon. Ilapoakdteo oavtd
avartoocovtot 01e£odkotepa, pe faon to apbpo [Zhou, 2007] evd, 6mov kpivetan
avaykaio 6o 6YoMacTOOV KOl GUUTEPACUATO GAA®Y LEAETMV.

2  OoLuYKEKPIUEVT,  HEAETN  ©TN  OLYKOAANoM  tov  kpdpatog  Ti-6Al-4V

ypnonpomoteitat £51kd VOPOYLKTO pyareio pe Tpootacia agpiov (PA. Zynua 3.7).
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(a)

(b) Unit:mm

Pin tool

Yympoa 3.7: Yopoyvkto epyareio yia ) cvykOAAnon Ti-6Al-4V

[Mapakdte yivetor pio avaokOTNon TOV GUUTEPACUATOV KATA Tr GLYKOAANGOM

dokipiwv whyyovg 2mm pe taydnto 75Smm/min kot mteprotpoer) 400, 500 ko 600 rpm.

3.3.1 MIKPOAOMH
H ovykdiinon dwkpivetar oe tpelg meproyés (ZX, OEZ, MB) diyog v guedvion
dwakpitng OMEZ.

Xympa 3.8: Zoveg e FSW tov Ti-6A1-4V

H ppodopr| g OEZ dev dtopépel oNUOVTIKA od otV TOV HETAAAOL BAonc, OTmg
eoivetal kot amd v okdéAovdn ewdva (Zynua 3.9), tov omoiov M pKpPOSOUN
yopaxTNPileTon amd SIUUNKELS KOKKOLG 0 Kol B pAoNC, GUVETMS CLUTEPOIVETOL TG M

Oepuoxpacio ot OEZ napapével Kato omd to enimedo aAlayng eaong.
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Yympa 3.9: Mucpodour| oo MB kat g ®EZ (a-MB, b- ®EZ ota 400rpm, c-OEZ
ota 600 rpm)

> ZX n Beppokpacio vrepPaiver ) Beppokpacio aAlayng @AONS HE ATOTEAEGLO T
onuovpyion TAOKOEWWOVG dounc. Avtd cvpepoiveTol Kol OTNV TAEOVOTNTO TOV
vréAom®VY Obéciumy peket@v, 6mmg oto [Ramirez — Junas ,2003] kot [Mironov,
2008].

E&aipeomn €dd amotedel | mepintwon twv 400rpm 6mov TPOoKOLITEL AETTOKOKKT SOUN
o€ oyéon pe to PETaALO Paong, o’ to omoio cvumepaiveTton Twg 1 Beppokpacio dev
vrepPaivel ™ Beppoxpacio petdfaong. Kar oe avty v mopatipnomn vrdpyovv
avtiototyieg pe dAheg perétec [Zhang, 2008].

[Mapakdro aneikoviCovrat ot pikpodopés e ZE (Zynua 3.10)

Oocov agopd Vv enidpaon TOV TAPAUETP®V GLYKOAANCTG, N AOENGT TNG TOYVTNTOG

TEPLOTPOPNG 00N YEL 6 AENOT TOL HEYEDOVG TV KOKKMV.
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Yympoa 3.10: Mwpodopun g ZZ yia nepiotpo@és 400rpm (a), 500 rpm (b), 600 rpm
(c)

3.3.2 IAIOTHTEZ

3.3.2.1. X KAHPOTHTA

H oxinpdémra o WZ sivon petopévn. Avtd oty mepintwon mov AapPavel yopo
SLVOUIKY] OVOKPVOTAAAWDGT OTOSIOETAL GTNV HOAGK®OOT TOL AT TPOKAAEL KO GTNV
TAQGTIKY] TOPOUOPP®CT AOY® TOV TTEIPOL TOL EPYALEIOV, EVD OTIG AALEG TEPUTTOGELG

amodideTat 6T peimon g mukvotTog TV datapaydv. [L. Zhou, 2010]
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400
I —=—400rpm
—o— 500rpm
380 —+— 600rpm
- 1
T 360t
"
) L
z
T 340F
L
(U
3 I
320

3001.!.1.1.1.!.1.!.1.1.1
10 -8 6 4 -2 0 2 4 6 8 10

Distance from weldcenter, mm
Yympoa 3.11: Katoavoun g okAnpotTtos yio Sdpopes TayOLTNTES TEPIOTPOPNS

3.3.2.2. Avtoyn o€ epeAkucud

Xe OMEC TIG MEPIMTMGELS TOV CLYKEKPIUEVOL TTEIPAUOTOS VITAPYEL LEIMOT TNG AVTOYNG
oe epelkvopd. EmmAéov m avtoyr] pewdveron pE TV adENCT NG TOYOTNTOG
TEPLOTPOPTG.

Oocov a@opd 10 onueio Opavone, avtd tovtileton pe to onueio yaunAlotepng

oKAnpoOTTOG.
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1050

1000

950

900

850

Tensile strength, MPa

800
BM 400 500 600

Rotation speed, rpm

Yympa 3.12: Avtoyn o€ e@eAkLGO Y10 SIAPOPES TAYVTNTEC.

Yympoa 3.13: Znueio Opadong tov doxipimv
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Emonuévoope 6t1 oe dAdeg peléteg €youv TPOKLYEL PEATIOUEVEG UNYOVIKES

womrec. [Hapabétovpe evoektikd ta amoteAécparto and to Lienert (2001).

Material YS (MPa) UTS (MPa) Elongation (%) Failure location
Base metal 897.0 £ 0.7 957.7+34 127 £05 NA
FSW 9129 +8.3 1013.6 + 8.3 127 +£09 Base

Mivaxag 6: Mnyavikég 1010t teg FSW kpapoatog Ti-6Al1-4V
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KEDAAAIO 4: XAAYBEX

4.1 EIZATQI'IKA

H épevva yoo ™ ovykdAAnong oo tping He avadevon YoALPmv €xel GNUOVTIKA
kaBvotépnon oe oyéon Ue TN GLYKOAANGN TOL HAOVUIVIOV, KATL TOV OPEIAETOL GE pLaL
oelpd Aoyov. Tlpdtov vdpyovy mOAAEG amoTEAECUATIKES LEBOOOL GUYKOAANGNG TOL
yoAivBa. Agdtepov, AOY® NG aVENUEVNG AVTOYNG TOL YGAvPa, To Epyareio TpEmeL va
elval avBextikd oe cuvOnkeg peydang katamodvnong. Tpitov, dev £xovv peretnBel oe
apkeTd PdBog ta emakdAofa TOV PETACYNUOTICUOV PAGEOV TOV AaUPBdvouy ymdpa
kata v FSW. Télog, n mowiMa tov yaAvPov eivol tétota mov amotteiton peyaio
mbog mepapdtov yu vo PedtictomomnBel 1 GLYKOAANGON COUPOVO UE TIC
emBopntég 1010 TeG. Evoeiktikd g kabvotépnong g épeuvag etvan Twg mépa omd
OOKIUEG EPEAKVLGLOV, KAUWYNG Kol CKANPOTNTOG, OEV LIAPYOLV, ANV elayioTwV
eCapécemv, OedOUEVA YIO. O TOAVTAOKEG 1010TNTEG. Ol TEPIOCOTEPES EPEVVEG
eotialovv ot pkpodoun g (VNG GLYKOAANGONG €VM OEV VIAPYOLV OPKETEC
avaQopES OMMC ot OEPUOUNYOVIKN KATEPYOOSIO KOl OTOVG HETACYNUATIGLOVG
QacemV.

To wOpro evowpépov oty épevva FSW otovg yaivPec mpoxdmter amd 1
dvvatdétto mov diver M péBodog yu oLYKOAANoM o€ yaunAéc Oepuokpaciec,
OLYKPITIKA UE TS OLYKOAANGE ovvtnéng. H yapnin Oeppoxpacio peudvel Tig
petodovpyikés oAlayéc ot OEZ, kabog emiong mepropiler onuovtikd Tig
TOPOUEVOVCEG TAGELG Kot TNV oTpEPAmon, KATL €EOUPETIKA ONUOVTIKO Yoo TN
GLYKOAANGT TUNUATOV HEYOAOV TAYOVG, CTNV VAT YIKN Kol T Baptd Bropmyoavia yio
napaderypo. Eniong ta mpofAnuata yabvpomroinong Adym vopoydvov Bempntikd 0o
umopovcav va eEarelpBovv pe pio péBodo otepeds Katdotaons. TELog dev vapyovV
aéplo GLYKOAANONC.

Axolovbel wivakag émov elval kaToywpnuévol ot xaAvPeg Kot o1 GLVOEGELS TOVG TOV

&xovv peretnBel otmv FSW.
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Table 3

Compositions of steels [wr.E) that have been studied using PSW

Allky < Si Ma Ni Mo Cr v Others Hardness (HV) Reference

Plate HAZ TMAZ

1 am 033 109 055 003 112 anl o7 158 #0230 1176)
2 Qe 016 085 008 00 e - 15 149 158 [178)
3 anaz 0.10 o4 9 100 130 [422,180.108]
" Q12 02s 110 130 {160) [180,108|
5 a1 024 050 125 230 {500}  [108)
6 034 021 08 Ca 155 280 {360) [180,108|
7 as0 oW 0 e Q0 200 360 (520  [108)
8 Q18 0582 135 165 |48]
9 ai o 14 Cu Q22 180 200 [181)

10 QiB 030 135 008 Q35 175 320 [123)

11 ald om 064 008  ass 280-460 150 [182)

12 Q13 0% 152 008 047 ans  Qao0s 200 00 [183)

13 03z 035 120 D20 065 130 Q05 BODM@S 2% 360 |183)

14 32 03 120 020 065 130 Q05 BOQOWS 20 450 [183)

The Vickers hardness values repeesent approxianate mean valoes within the zone comcerned; more detall can be found (n the

origingl references. Peak hardness values are repocted in Brackets, [a some cases the

published specificacion raage.

v

Mivaxag 7: votoaon yaAvPwv mov £xovv cuykoindel pue FSW

4.2 OEPMOKPAZIEX

ions are &

d from the

[Mapakdteo mapovoidletor pio Tomiky Oepuoxpacioky katavoun otmmv FSW tov

yoivBa. H péyiom Beppokpacio pravel AMyo kdto and tovg 1200° C evd o ypdvog

ntoong g Bepupokpaciag and tovg 800° C otovg 500 °C eivar mepimov 11s,

dedopéva mov eivar ovykpiowo pe GAAeg peBOOOLE OTMOC Yoo TOPASEO TNV

cLYKOAMNoN TOE0L e etopor] Oeppdtnrag 1.3kj mm™. Q¢ ek tovTov o avapévape va

UMV LIAPYOVV UEYOAAEG OLAPOPES OTIG LETAALOVPYIKEG OALOYEC TOL AapBdvouy ydpa

omv FSW oe oyéon pe 11g xowég pebooovg ovykOAANonG. (meplocotepa otn

pucpodopn)
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Distance behind tool / mm

Yympoa 4.1: Oepurokpociec oe oyéoyn pe v andoTact and 10 epyareio

Ol mopamdve mopatnpNoElS OXETIKA LE TIC BEPUOKPAGIES TOL AVATTUCCOVTIOL GTNV
FSW tov yolBov emPePaidvoviar 1o and mepopotikd dedopévo 660 Kot omd
npoPAéyelc Oepuikddv poviéAwv. Evdeswktikd, éxer dwumiotwbei [Mishra, 2005]
dwmotddnke Beppokpacio Tov meprawyéviov mave ond 1000° C, otn cvykdAAnon
xaAivBa youniov dvlpoka kot xdAvPa 12% Cr pe taydvtnteg 102, 240 avtictoryo evod
Oepuoxpacio oty poaer| micw and v akolovBovcoa akun tov gpyaieiov 900° C —
1000 °C. X10 Lienert (2003) petpndnke nwg n péyiotn Oeprokpacio vrepPaivel Tovg
1100° C, evo PBaoel Tov Oeppikod pHoviéEAOV Tov avartucoetol kel 11 Oeppokpacio
ot (v ovykdAANoNg TpoPAémetal va vepPaivel katd moAv Tovg 1000° C.
Oocov apopd ™ oyéon TV TopaUETp®V GLYKOAANONG He T Bepuoxpacio, oto [Fujii,
2006] xoatd T ovykOAAnom Tpiwv avBpaxovywv yoAvfov( IF, S12C, S35C)
mapoatnpiOnKav ta e&Ng:
e H péyiom Bepuoxpacio avéavetar pe tn pelmon e TovTNTOS GLYKOAANONG
(ko yua Ta 3 kpapota, wepimov 650°C og TayvnTa 400 mm/min.
e O pvBuog Béppavong kot YoENG HEIOVETOL HE TN Helwom TG ToydTNTOG
GLYKOAANOTC.
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o [evikd avapépovtal YapunAotepeg LEY1oteg Bepprokpacieg amd dAleg PeEAETEC.

Ta copmepacUATO AVTA ATOTLTMOVOVTOL KOL YPAPIKH TO ETOUEVO OLAY PO

1000
900 400rpm,100mm/min
800 - N
700 + 400rpm,400mm/min
i
600 -

Temperature, °C
™h
<
L —

400
300
200
100
0
0 20 40 60 80 100 120
Time, sec

Yympoa 4.2: Oeppokpocieg yio 600 ToydTNTEG
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4.3 ANOPAKOYXOI XAAYBEX

4.3.1. EIZXATQI'H

Ot mep1ocdtepec HEALTEC Y10 TN GLYKOAANGN Ol TPIPTG HE avadevon avOpakovywv
YOAOPOV, OVOPEPOLY TTOG EMTLYYAVETAL AETTOKOKKN doun ot {dvn GLYKOAANoNG
avVTioTOYYN HE OLTH TOV KPOUATOV OAOLUIVIOV, Kol AQUPAvouy y®po TOAOTAOKOL
LETOCYNUOTIOUOL QACE®V HE OMOTEAECUO PEATIOUEVES UNXAVIKEG 1O10TNTEG ©E

oVYKPIoN UE TO PETAAAO Pdonc.

43.2 ANGOPAKOYXOI XAMHAHYX KAI MEXHX IIEPIEKTIKOTHTAX
(YIIOEYTHKTOEIAEIY)

2NV TAEOVOTNTO TOV UEAETAOV Y10 YAAVPEC YOUNANG KOl HECNC TEPLEKTIKOTNTOS OE
dvOpoka, avagEPeTal AETTOKOKKN OOUN OVTIOTOUYN HE OVTH TOL OAOVLUIVIOL KOt
avénon ™¢ okAnpdmroc. Ot dapopeg HEAETEG OUMG OMOKAIVOLV MG TPOG TOVG
HETOGYNMUOTIOUOVS 7OV  AQUPAVOUY YDPd, GUECT) CULVEREW TMV  OLPOPETIKDOV
petpnoewv g péyomg Bepuoxpacioc. [apakdtom Ba ypnoipomomcovpe ®g KOPLO
napaderypa to [Fujii, 2006], kabag ekel o1 péytoteg Beprokpacieg eivol Katmtepeg o€
oxéon pe TIG vmoérowteg peréteg kou e€etdlovtar 2 onuovtikol mopdyovteg: m
EMIOPOON TNG TOXVTNTOS KO TNG TEPLEKTIKOTNTOS TOL AvOpaKaL.

Oo emkevipmbodue ot peEAET TPV Kpoapdatwv. Ta tpla kpduata mov Bo pog
amacyoAncovv ivar o ydAvPag IF, eEopetikd yoauning mepiektikomrog o dvOpoxa,
o JIS S12C (1012 xatd SAE-AIEI) mepiektikotntag katd Papog 0.12%, wor o JIS
S35C, (1035 xatd SAE-AIEI) mepiektikomrag k.. 0.34%. . ['a Adyovg gvkoAiog
TOPATIOETAL TOPOKATO TO UEPOG TOL OLOYPELUATOS ICOPPOTING TOV LG EVOLUPEPEL

KaBmg Kot 1 akpPng cvotaon Kot 01 KOPLEG Uny. 1010TNTEG TOV EV AOY® KPOUATOV.
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IF S12C S35C
A A A
910°C |o
860°C
A 4§
$00°C _:_ 800°C
o . o+y
P g
E - [P 723°C Al S
g i
) "
ro .
600°C b
: o+P
=
. | | | | >
0 0.2 0.4 0.6 0.8

C I“’tool

Yympoa 4.3: Aldypappo 160ppomiog VITOEVTNKTOEWOVS YAV o
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Type Chemical composition in mass% Mechanical property

C Si Mn P S Cu Ti Tensile strength (MPa) Yield strength (MPa) Elongation (%)

IF 0 - 0.1 0.01 - - 0.04 284 155 92
s12¢ 0.12 - 0.29 0.01 0.02 - - 317 202 76
S35C 0.34 0.21 0.69 0.01 0 0.01 - 533 327 57

IMvakag 8: Zvotaon kot unyavikég 11otteg xarlvPov IF, S12C, S35C

Onw¢ mpokvmtel kol and 10 ddypappa woppomiag, o yaivpag IF, yapaxkmmpileton
amd LOVOPUGIKO PePPiTN 68 OAN TNV ékTaoT TV BEpUoKpacidV KdTm amd Tov 910°C,
Omov AapPAveEl YOPO UETOCYNUOTOIOUOS @eppitn-wotevitn. o Tovg 000 yaAivPeg
S12C xou S35C, o petaoynuoaticpdg Aappdavel xopa petad g Az (860°C wor 800°
avtiotorya), kot ™ Oepuoxpacio A; (723°C). Zvvenmog o S12C avapéveton vo
YopaKTNPileTon amd TPOELTNKTOEWN QEPPIT Ko TEPAITN OTOV VOTEPOL OO OPYN
Yyoén oamd 1oV otevitny, pe AOyo Oykov tov mepMtn 13%, eved oavticoyo o
oynuoTiopdg eeppitn-nepiitn mov Ba mpoxvyel yoo tov S35C avpévetar vo sivat
o(e00V 1601m000G (57% @eppitng -43% mephitng).

Ta axdiovBo coumepdopoTo TAVE GTN UKPOOOUN Kol TIG 1010TNTEG TOV YOAVPwV

avtov petd amo v FSW, Bacilovtat otig axdiovbec mapapétpoug cuyKOAAnong:

Awgpetpog mepravyéviov: 12 mm

Awgpetpog meipov: 4 mm

Mnxkog meipov: 1.4 mm

lI'ovia epyareiov: 3°

Tayvtnta neprotpoeng 400 rpm

Tayvtnta cuykdéAinong: 100 — 400 mm/min



XAAYBEZ | 73

4.3.2.1 BEPMOKPAXIAKH KATANOMH

O1 Bepuoxpaclokés LETPNOoELS E0E1EAV:
- H péyriom Ogppoxpoacio avédvetal 660 peidvetor n taydTNTO GLYKOAANGNC.
- Ot pvBuot Béppavong kot yoEng petwvovtatl 66o peidvetar n Oeppoxkpoasia.
- H péyiom Ogppoxpocio ot péytotn toydnTa givon Tvio KOt and v A

(mepimov 650°C) o yio Tovg TpELS YOAvPE.

dvowd pikpdtepeg ToyvINTEG Ot popovGav var 0dnyncovy o vEpPacn g A M

™me As.

4.3.2.2 MIKPOAOMH

Ievikad n tehkn doun etvon AemTOKOKKN, pe pEYeog KOKKOV [KpOTEPO amd avTd TOL
petdArov Baong. To mo onuavtikd ototyeio yio TV TEAKN dour| elval 1 TePLoyn TOL
Sy pAUUATOC 1GOPPOTHAG EVTOG TG OTOT0C TPAUYUATOTOLEITOL 1] GUYKOAANGN KOt Ol
LETOGYNMUOTIGUOL TOV TPAYUATOTOOVVTOL PE TNV TTMOT NG Oeprokpaciog HeTd 1O
népag TG ovyKOAAnonc. ‘Etol, to Kupldtepo eivar M €0peon 1oL KATAAANAOL
GLVOVAGUOV TEPLOTPOPNG KOl TOXVTNTOS £TCL MOTE 1) PEYIOTN Oeprokpacio va etvon n
embount. Amo TG UEYPL TOPO UEAETEC GLUTEPOIVETOL OTL 1| KOVOTOMNTIKOTEPN
pikpodoun aArd Kot ot BEATIOTES 1010TNTEG TPOKVTTOVY OTOV 1) GUYKOAANGN AapPavel
YOPO OTNV TEPLOYN PEPPITN-OOTEVITN KOl O HETACYNUATIGUOS TOV OGTEVITN OE

TEPALTN TPOAYLLOTOTOIEITOL LETE TO TEPAG TNG CLYKOAANOTG.
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XAAYBAY IF

H pwkpodopn tov petdiiov Bdong, @aong o, ametkoviCeTon 6TV ETOUEVT EIKOVOL:

Yympoa 4.4: Mikpodoun pepairov Baong yaivpo IF

Ta amoteréopata ¢ pkpookomiag (EBSP) yuo ™ {dvn ocvykOAAnong kot to

HETOAAO BAONC TOPOVGLALOVTOL TOPUKATM.
839°C ()

111

101
Yympo 4.5: Mikpodounn FSW ydivfa IF. o-MB xor ZX, b- 100mm/min, c-
400mm/min

KaBadg n péyrot Bepuoxpacio yio v eAdyiotn Kot ™ HEYIGTN TOYLTNTO LETPONKE
839°C ko 643°C avtiocTorya, 1 GLYKOAANGN £YIVE GTNV LOVOPUGIKT PEPPLTIKY] PAOT).
Ymapyer onuavtikny peimon tov peyébovg tov kokkwv. To pétario Pdaong €xet
KOKKOLG pey€Bovg 25um, evd o1 KOKKOL 6TO KEVTPO NG ZX elvarl 6pm Kot Sum oTig
péyloteg ko eAdyioteg Bepprokpaciakég cuvOnkeg avtiototya. Ot 1looaovikoi Aentol

KOkkol otng ZX yopoktnpilovior amd dwtapoyéc, KATL mov oamoteAel €voeiEn
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ONUOVTIKNG Tapapopemons. H avantuén tov kokkmv cuvenmg yopoktmpiletor omd

GLVEYT] VOKPLOTAAAW®GT Kol VYNAY TOPAUOPPMOGT), diYMG LETUGYNUATIOUO PACTC.

S12C

O péyoteg Beppokpaciakéc cuvOnkeg (100mm/min) édwooav péyiot Oeppokpacio
790 °C, ouVER®OC 1 GLYKOAANCT TPAYLATOTOWONKE OGN SUPACIKN TEPLOYN PEPPITN-
epAl (o + 7), CUVETMG O LETACYNUATIOUOG EAAPE ydpa KoTtd TRV YHEN Votepa amd
™ ovykOAANon. H telkn @epprtiky] Ooun eUmePLEXEl TEPMTN  OAVOUOLOYEVAS
Katavepunuévo kdatt mov eényeitar amd 10 yeyovog O0tt povo 1o 13% tov wotevitn
HeTOTPATTNKE G€ TEPMTN KAT® ammd v Aj. O KOKKOG TOV Peppitn elvar pikpog (3um),
KaOMOG N LVYNAN TAPAUOPP®OT GTN SLPACIKY] TEPLOYN QEPPITN-®OTEVITN TPOKOaAEl
AemtdKKOKN doun AOY® OVOKPLGTAAAWDGNC.

Ov eldyoteg Beppokpaciokéc ovvinkeg €owcav péyiomn Oepupokpoacio 640°C.
Yuven®g M oLYKOAAN GO TpaypotomoOnke Katw amd tn Oepupokpocio Aj, dpo dev
VILAPYEL LETOCYNUOTICHOG KOTA TNV YOEN HeTd To TéPOS TG ovYKOAANons. 'Etotl o
TEPAITNG TOL peTAAAOV Pdomg SloTAGTNKE G€ UIKPA KOUUATIO Kot Kotaveun et
OHOLOLOPPO. LEGH GTN QEPPLTIKT dopT]. O @epplitng eivor AETTOKOKKOC.

H dopn g ZX otig 600 meputmoelg avtiotoya ansikoviCeton mapokdtm. Ta BEAn

OVTIGTOLYOVV GTOV TEPALTY).

790°C((x +7) 640°C (o + P)

fZ

\\.

!.

Yympoa 4.6: Mikpodoun g ZZ oty HEYLOTN Kot 6TV eAdy 1ot Beprokpacio
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‘Eva axoéun onueio oto omoio mpémel va. otabolpue elval 1o yeyovdg OTL evd otV
VYNA TaOTNTO, TO HEYEDOC TV KOKK®V Qeppitn Kot 1 pHoporoyio Tov @eppitn
elval opotdpopepa  ota ddpopa onueia g ZX, otn younAn tayxdvmmro, to péyedog
KOKK®V @eppitn ot Pdon elvar pikpotepo amd OTL 6TO PHEGO KOL TV EMLPAVELL TNG
Z%. Avtd eényeitarl and to yeyovog 0TL 1 Beppokpacio 6To HECO KOl OTNV EMPAVELL
mhavog va Cemépace kot v Oeppokpacio Az, pE OmOTEAEGUO 1 GLYKOAANGT Vo
TpayHoTorombel 6TV TEPLOY TOV MGTEVITN KOl KATOTLY, VOTEPA A0 TNV YOEN, Vi
OMOEL AEMTOKOKKY] HEV OO OAAL KOKKOVG UEYOADTEPOVLS CLYKPITIKA UE TN Pdaon

kaBmg N avakpuotdAlmon ennpealeton omd T Oeppokpacia. [Fujii, 2006]
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S35C

Yno T meplocdtepec GLVONKEG GLYKOAANGONG, 1 TEAMKN OOUN OTOTEAOVVIOV OO

Qeppitn-mepAitn, dnwg eaivetal oto Tynua 4.7.

position|  400rpm, 100mm/min, 873°C (y) 400rpm, 200mm/min, 741°C (o + 7)

middle| 558

bottom

Yympo 4.7: H pkpodopr| oto péco kot otn pilo g oLykOAANOMG, Yo TPELS
KOTOOTACELG

Oocov apopd TOVG HETACYNUATIGHLOVG TOL EAAPOV YDPO CNUEIDOVOVTIOL TO £ENG: Ol
péyioteg Beppoxpaocieg yio tig taydtreg 100, 200 xor 400 mm/min, ftav 873°C
(wotevig), 741°C (peppitng + motevitng) kot 653°C (@eppitng Kol GEUEVTITNG).
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4.3.3.3 IAIOTHTEX

4.3.3.3.1 ZxkAnpomta

Kot ota tpia kpdpato domiotdveror avénon g okAnpdttog o oyéon pe to MB.
I'a tov IF, n taydmroa cuykdAAnong eaivetol va unv ennpedlel I oKANpOTNTO, EVO
Yy To AL VO KPAUOTOL, 1) CKANPOTNTO ALEAVETAL LE TNV AOENCT] TG TOYVTNTOG.
E&aipeon amoterel o S35 6mov 1 péyiom okAnpdtta mpoxvzmtel oto 200mm/min.
Avtd ovpPaiver 016t n péytotn Beppokpacio oy mepintwon avtr, onwg eényesital
TPONYOLUEVMG, PplokeTor omnv TEPLOYn @eppitn + mePAiTn, &vd M HEYIOT
Oepuoxpacio mov aviiotoryel oty vyMAdTEPN TayvtTa Twv 400mm/min PpickeTon
oTNV TEPLOYN PEPPITN + GEUEVTITN, TOV €lvan poAakdTepn doun.

O «Vp1log TapAyovVTag GTOV OMoio amodidetal 1 avénon g okAnpdtTOg €ivol M
peiwon tov peyéfovg twv kKOKK®V. AKolovBovv o dStaypapUaTo GKANPOTNTAG KATA

Vickers yw ta tpia kpdpara.



Vickers hardness (Hv)

(a)

Vickers hardness (Hv)

(b)

Vickers hardness (Hv)

(c)

Yympoa 4.7: Kotavoun oxkinpomrag. (a) IF, (b) S12C, (¢) S35C

IF

400rpm,400mm/min

f

400rpm, 100mm/min

1 1 1 ! L 1 1

-15 -10 -5 0 5 10 15 20
Distance from the welding center (mm)

S12C

400rpm,400mm/min

400rpm, 100mm/min

Distance from the welding center (mm)

300 |

S35C 400rpm,200mm/min

400rpm,400mm/min

Distance from the welding center (mm)
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4.3.3.3.2 Avtoyn o€ epeAkucpd

H avtoym og epelkuoud tov Tp1dv YoAOPwv ametkovileTol 6TO ETOUEVO SLAYPOLLLLOL.

9200
800 |- ¥ __ S35C
— - = \; -~
700 [
X B
600 [

500 M
400

Ultimate strength (MPa)

.......... e G-
o0 —°° ¢ &
200 - IF
B 400rpm
0 1 1 | 1
0 100 200 300 400 500
(c) Welding speed (mm/min)

Yympoa 4.7: Avtoyn o€ epEAKLOUO TOV TPLOV YOADPOV

Yrapyer Bertioon g avroyng (6Aa ta dokipa vréotnoav Opavon ot1o pETOAAO
Baong), ko n avtoyn deiyvel va PeEATidveTal OGO QVEAVETOL 1 TOYVTNTA, ETCL MOTE VO
UTOPOVUE VO, TOVHE OTL M ovToyn ovEdveTol OGO HEWDVOVTOL Ol OEPLOKPUCIOKEG
ovvOnkeg — mpdypa mov £yl mapotnpndel kol oe AALA Kpapata (aAovpivio, YaAkog).

E&aipeomn amoterei o S35C, yia Adyovg mov e€nyndnkay mponyovpévad.

4.3.3.3.3 2YMIIEPAXMATA

To xvprotepo ovumépacpa e€etalovrog avOpakovyovg ydAvPeg eivor 6TL OVTO TOL
€xel M peyoAvtepn onuoocio elvar m oyéon twv Oeppokpacidv A; kor Aj,
[Mapampodpue 4Tt N KOADTEPEG 1010TNTEG TPOKLTOVYV OTAV 1) GLYKOAANGON AouPdvel

YDPO GTNV TEPLOYN PEPPITN- WOTEVITN.
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4.3.3 XAAYBEXZ YYHAHZ IIEPIEKTIKOTHTAZX (YIIEPEYTHKOEIAEIY)

Kot 6toug vepevtnkoedeic yoivPeg (teprektikdtra ¢ K.p.: 0.8-2%), dev dakpiveton
Eexoplot] Oepuopnyavikd emmpeocuévn (ovn. Emiong moapotmpeiton onpovtikh
avénon g okAnpomntag ot ZX. ['o vo KaTovornoovpe KOAVTEPH TO PaciKA
otoyeio g FSW o€ vepeutnroetdng yaAvpes, Ba ¥pnoIOTOU|COVLLE TO TAPAOELY LA
tov yoivPa SUJ2 (1.02% c x.B). Zt0 mapdderypd pog [Sato, 2007] , o ydAvPog
vréotel, mpwv v FSW, Beppucn kotepyosio kot teAkd améktnoe tn OutAhr] doun
QEPPITN-CEUEVTITN OV ATMEIKOVILETOL GTNV EMOUEVT] EKOVA (C).

) ) -

A (1176K)

- Ae8K)

| e2aK 1.8ks

Temp. (K)

A.C.\ Duplex structurei

o

1.0

C content (wf%) Time (s)

Yympoa 4.8: H doun peppitn oepevtitn mov anéktnoe o yaAvpog

VoTEPO OO KATEPYOTIOL

H ovykéAnon mpaypotomomOnke 1.27mm/s kot oe  OSdpopec  TayOLTNTESG
neptotpoPns. Kabott dpmg dev damotmdnke onuovtikny enidopacn e ToydTnTog
TEPLOTPOPNG, TOAPOLGLACTNKAY TO OTOTEAECHOTO OV Tpofkvyav oto 400 rpm.
INUEIDOVETOL OTL YPNOILOTOMONKE AEPLO aPYO Y10 TPOGTAGIA.

H toun tov dokiiov, 6mov dwokpivovtar n ZZ, n OEZ ko to MB, anewoviletat

TOPOKATO.
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g Weld center ®Welding direction

p SN S dan o A L‘I‘JA
Retreating side : Advancing side

b : Width of dark gray region .

‘ L Shoulder diameter | |

N\
HAZ HAZ

Yympa 4.9: Topr| ™ GLYKOAANONG

21 HEAETT OOMIGTMVOVTOL GTNV 0VGia OVO TTEPLOYEG TNG ZZ, 01 0TolEG ameikovilovTal

aKoAovBm¢ pe A ko B.

a i Dark gray region

X

H

HAZ

Retreating side Advancing side

Region A Region B

Yympoa 4.10: H pikpodoun tov 600 tepoydv g ZX ko g OEZ
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H pikpodopun oty meployn A eivor poptevortikn kot Aentopepng eétaon £6eiée pala
wotevitn 11%, evd oty mepoyr] B moapatnpodvtal péoa ot HOpTEVOLTIKY OOUN
adtdivta copatiown ocepevtitn. H dopun ot OEZ amoteleiton amd @eppitn Ko
oepevtitn kabaog kot v mpoavagepbeica paptevoltikn doun. H dopn g meproyng
A umopet va eéEnyndel og eéng: H apykn owmAn doun petaoynuatiletor TANpog o
wotevitn kotd ™ Oépuacvon mov mpokaAegiton amd ™ cvyKOAAnon. Kotdmv, o
wotevitng petaoynuotiletor o€ HOPTEVGIT] OAAG Oyl TANP®G O0TL M TEAIKN
Oepuoxpacio. Tov popteEVoLTIKOV peTaoynuatiopod (My), eivonl xotdtepn TG
Oepuoxpacioc mepipdriovtog yoo xdAvPeg meplektikdtrog o dvOpaka 0.6% Kot

avo.

4.4 (MAPTENIZITIKOZ) XAAYBAYZ YWYHAHZ ANTOXHZ

Xe xaAvPec vyMANG avtoyns, N Epevva yu v epoppoyn s FSW eivan onuavtikn
AOY® g un dvvatodtntag cuyKOAANong ovvtnéng. H tedevtaio mpokaiel aAloyég
o1 HIKpodoun AOY® TS vynANG Bepprokpaciag, H1EVKOAVVEL T POYUATMOOT KOTA TN
otepeonmoinom kot VToPaduilet Tig PN aVIKES 1010TNTEG,.

H pikpodoun kot ov petasynuatiopol pdoewv xatd v FSW €yovv pelemnBel kot
eV oe kOmown onueic pmopovpe vo OE®PCOVUE TO CLUTEPAGUATO OGPOAY|,
vdpyovv axoupo onuelo mov dev  €yovv  eEnyndel  emapkadg. TlapoakdTm
TOPOVCIALoVTaL To KOPLOL GTOLYEID GYETIKA LE TN OOUN KOl TIG WO10TNTEG TOV YAAvPa
M190 éyovtag wg kvpro onueio avaeopds to [Ghosh, 2010], kabbdg N mheloyneio
TOV LEAETAOV SIVEL TOPEUPEPT] GUUTEPACUOTOL.

Y10 Zynuo 4.11 amewoviCetar n pikpodoun g LOVNG GLYKOAANONG TEGGAP®V
derypatov yaivpo 190, kébe éva amd ta omoia cLYKOAANONKE pe TOPAUETPOVS TOL

KaToypapovtal 6tov akoiovo mivaka.

Sample ID Tool description Tool rotation rate and tilt Processing condition Linear velocity (mm min~ ")
Sample | Hybrid carbide tool: 1000 rpm and 2.5° Forced air cooling from 50.8
Sample 2 shoulder ¢ 10 mm, the top and a chilled 101.6
Sample 3 cylindrical pin ¢ 4 mm, backing plate 203.2
Sample 4 pin length 1.1 mm 304.8

Mivakag 8: Ot TapdpeTpol GLYKOAANGNG Yo TOL TEGGEPA OOKIpLNL
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Figure 1. Optical microstructure of WN showing prior-austenitic
grains: (a) sample 1, (b) sample 2, (¢) sample 3, and (d) sample 4.

Yympoa 4.11: Mucpodoun g {dvng cuYKOAANONG, Y10 TEGGEPQ OOKILOL TOV
CLYKOAANONKAV LE TIC TOPAUETPOVS TOV OVOLYPAPOVTOL GTOV TIVOKOL

H pxpodoun eivatl kvpiog poptevortikr. Ot petaoynuaticpol g OoUng Katd )
OLYKOAAN O €xOVV ®G €ENG: O APYIKOG LOPTEVGITNG HETACYNUATIOTNKE GE MOTEVITN.
Koatoémvy o wotevitng vréotn HOPTEVOITIKO HETACYNUATICHO agod TO €pYaAeio

Otétpeée 10 dOKIUO.

210 emOUEVO YN TAPOVCIALOVTAL T EMITES Y10, TO. OTTOLO EYIVALY VITOAOYIGHOL TNG
oKANPOTNTOG, Kol OKOAOVOEL E€KTEVIC TEPLYpAPN TOV CYNUATICUAOV GTO O16popa

EMmEdN PE TIG AVTIOTOLYEG OKANPOTNTES TOL £XOVV KATUYPAUPEL.

Ara'aA  Weld nugget

B'ba’A’ & BbaA - HAZ-1 (A-A,)
D'd’byB’ & DdbB : HAZ-2 (<A,)
xx' . Faying surface

ee' * Bottom surface

00’ weld centre line &

i y microhardness measurement

1
Y !
RS !." L5 1 .
e d'b'a’ o' abd e

Yympoa 4.12: Eninedo vroloyiopob g KANpOTNTOG

Olo ta dokipa mwapovotdlovy pio eEAa@pd TT®oT HKposkAnpottag mepimov 200

VHN, ot Jdemedveln tov vmo ovykOAAnon upepov. Exel mapotnpeiton o
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oYNUOTIGUOG piaG OTPOONG PePPITN UE TEPALTY, Yia TNV oTtoin dev Exel vTdpEel aKOpQ
ernapkng eénynon [Ghosh, 2010]. Kdtw and ™ otpdon @eppitn, n doun eivor
HOPTEVOLTIKY], KATL 7OV OMOTLIMVETOL KOl OTN OKANPOTNTa. X1 Pdon tov
oLYKOAANoEWV, oynuotileton eeppltng-mepAitng, 0 0mOIOC OMOTLITMOVETOL KOl [E TN
paydaio peimwon g okAnpotroc. Avt n peiwon oeeidetor oty apyn EkAvon
BepuotTTOg HEGH TNG TAGKOS VTOCTAPIENC.

To mpmto pépog g OEZ, amoteleitor amd TOALY®OVIKO Qeppitn-mepAitn, VD TO
deVTEPO OO EMAVAPEPUEVO LOPTEVSITT).

To mopomdve oamotuvmdvovIol oTIg aKOAoVOEC €kOvEG OMOL avomapioToTOl M
KOTOVOUN TNG SKANPOTNTOG 0 TNV EMPAVELD £0C TN Pdon TG CLYKOAANONG (XM o
4.13) kaBmg Kol M HKpodour| oTlg mpoavapepOeiceg EMPAVEIEG Yo TO OEVTEPO

doxipo tov mivaka. (Xynqua 4.14)

g

{c)

o)

.................

g &

Microhardness (VHNSO
n
[~
(=]

-
o

ow

=]

0.5 10 15 20
Distance {mm)

ymua 4.13. Kotavopn okAnpotntag avaioyo pe to fabog g cuykOAAN oG
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Yympoa 4.14: Mucpodoun tov Aokipiov 2.
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4.5 ANOEZEIAQTOI XAAYBEZ

4.5.1 EIZATQI'H

H £épevva yopw amd v FSW otovg avoleidmtoug yaAvPec dev €xel Tpoympnoel oe
peydro Badud yuo avtiotoryovg AOYous e avTOLG TOV avaPEPONKAY 6TV €100 YW®YN
tov Kepaiaiov 4. TTap dha avtd, n €pevva €xetl 1dtaitepn onuacio Kupimg 6TOoVG
WOTEVITIKOVG avo&eidmToug ydAvPeg , KaBdg 1 cvykOAAN oY Tovg pe peboddovg dmov
Aappavet yopa Bépuavon onpiovpyet T AeyOUEVN TEPIKPVOTAAMKY O pmon, Ady®
TOV oYNUATIGHOV KoapPdiov ypopiov. Ta kapPidia ypopiov oynuatiloviar 6tav o
yahivBag Bepuavliel oto gvpog Beppokpaciov amd 773 wg 1073° C. 'Etot, yuu va
Eemepaotel To TPOPANUA TS vOPAduiong ¢ avtioTaong g OdPpwong cuvibmg
ypnowomoleiton  taxeio wo&n otov kOKAO g  ovykOAAnong. Ot youniég
Oepuoxpacieg mov avantvcocovror katd v FSW, kabiotovv v €pguva yopw oamd
™V €QapuoYn TG HeBOd0V 6ToVG VOEEIdMTOVG YAALPEC oNUAVTIKT OGOV APOpd TNV
emiAvon tov mopamave (ntuatog. ITlapoaxdteo extiBovior o PiAtoypopikd

CUUTEPACUATO GYETIKA LLE TIG 1O1OTNTEG Ko T1 SOUN TOL avo&eidmTov yaivpa 304L.

4.5.2 IITAPAMETPOI YT KOAAHZHXE KAI GEPMOKPAXIAKOXZ KYKAOX

H mieovémta tov melpapdtov (pnottorotohy GYETIKA YOUNAEG TOXVTNTEG TPOWGCNG
Kol pecoaieg tayvtnteg meplotpoPnc. Ta cvumepdopata mov mapatiBevial apopovv
Kupimg To [Reynolds, 2002], pe toyvnta 1.7 mm/s ko meprotpo@r| 300 kot 500 rpm.
Yyetkd pe ) Oeppokpacio, To copumepdopota givol avtiotolryo He to. OGO
yvopilovpe yio T cuYKOAANoN Tov alovpviov. H péyiotn Bepuoxpacio sivor
VYNAOTEPN GTNV LYNAN TEPIOTPOPY] TOGO GE SAPOPEC OMOCTAGELS OO TN
poen OGO Kol OTNV EMQEAVEIL ETAPNG TOL €PYOAEiov pHE TO OOKipo.

[TapatiBeton n ypaeikn amelkKdVIoT QVTOV TOV TOPATI|PT|CEDV.
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1000

900 -

800 -

Temperature, K

700 A

600

Peak Temperature, K

500 {1 —@— 300 rpm
O~ 500 rpm

400 L Al Al L) ] T ' T
10 12 14 16 18 20 22 24 26 28

Distance from weld centerline, mm

Yympo 4.15: O péyoteg Beppokpacieg yioo TG 600 GLYKOAANGELS GUVAPTNOEL TNG
andotacng and v evbeion GULYKOAANONG. XT0 GUVNUUEVO SLAYPOLLLLO. OTTEIKOVICETOL 1
ocuvvdptnon Oeppokpaciag — ypdvov oe amdctoon 12 mm ond v evbeia
GLYKOAANONG

4.5.3 MIKPOAOMH

H pxpodoun tov petdiiov Baong eivar n tomikn Sop] OGTEVITIKOD 0VOEEIDMTOL
YOAvBa VoTEPA ATO OVOTTNGTY, UE 100aEOVIKOVG KOKKOVLG Kot kamoleg owovpies. O
KOKKOG TOL PeTdAAoL Baong elvarl mepimov 15um. X cvykOAAnom ot KOKKot eivan
EMIONG 1600EOVIKOL Kot PELWHEVOL UeEYEDOVE, avAAOYo e TN HEIMON TNG TOYOTNTOG

neptotpoPng (7.6 um ota 300 rpm, kot 13 ota 500 rpm).

B " SN ORI
i T W ST R IS
e - “ / . / ‘\ 2

" B ~' .‘1>A ;. ” = 3
»—'/."J N ?—L"_" r » . - "«"rl\ 1
J A A LA ) L.

Yympo 4.16: Mucpodopés :(a) petoro Baong, (b) ZX ota 300 rpm, kot (¢) ZX ota 500 rpm .
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4.5.4 IAIOTHTEXZ E®GEAKYZMOY

H avtoyn oe epelkvoud eivarl BeAtiopévn Kot n KaumOAN TAONG-TOPOUOPPOCNS TOV
OLYKOAANGE®V 0KOAOVOEL TNV TOV petdAlov PBdong. Ot yapniéc otpopég Tmv 300
rpm divouv koAvTEPEG 1010TNTEG amtd Tor SO0 rpm. Xvykekpiuéva, o OpLo dSPPONg
etvan 430, 360, yand 295 MPa kot Ta 6pra avtoyne, 735, 678, and 667 MPa ota 300
rpm, 500 rpm, kot to pETOAAO Paong avtiotoryo. H PeAtiouévn oavioyn g

GUKOAANGOTG OVTATOKPIVETOL GTN LMKPOOOUN TTOV TTapatnPNONKE TPONYOLUEVMG.

800

700 1

600 1

©
Q. 500 4
= f
@ 400 4/~
73
2
& 300 § - '
200 - | 300 rpm weld
| ==—— 500 rpm weld
100 4 [ s 304L base metal |

0 +— T v v T
0.0 0.1 0.2 0.3 0.4 0.5 0.6

Strain

Yympoa 4.17: Abypoppo Tdong- Topapopemaong Yo To LETOAAO Baong
Ko 11 ovykoAinoelg 300 kot 500 rpm
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4.5.5. TAPAMENOYZEX TAXEIX

Ot péoeg OLOUNKELS KOl  EYKAPOIEG TOPAUEVOVCES TAGES 7OV  HeETpNONnKav

napatiBevtal 6to akdAovho didypapLpa.

500

® 300 rpm, longitudinal
O 500 rpm longitudinal
400 {v 300 rpm, transverse
v 500 rpm, transverse

300 -

200 -

100 A

Through thickness average stress, MPa

-100 -50 0 50 100
Distance from Weld Centerline, mm

Yympo 4.18: Méoeg S1ounKeLg Kot £YKAPGIES TAGELS

Onwg eaivetal Kot 6To S1dypoppio, 1 TEPLOYN VYNA®V TAGEMY glval EDPVTEPT GTNV
VYNAGTEPN TEPIOTPOPY], KATL 7oL TOAVOTATO OPEIAETAL OTNV  KATOVOUN 1TNG
Oepuoxpacioc mov mapovoidomnke mponyovuéveg ( ota 500 rpm mapatnpovvTOL
peyoAvtepeg Beppokpacieg oe peyolbtepn andotacn and v gvbdeio GLYKOAANOTG).

Ewwotepa, n katovoun tov eykdpoiov tdoewv, otn pilo Kot v KOpven g
OLYKOAAN OGS, akoAoLOEl TO dtdypappa Tov oyfuatog 4.19. Tapatnpeitor Twg oV

KopLON €lvorl EPEAKVOTIKEG eV ot pilo OAmTIKES.
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120

Transverse residual stress, MPa

® 0.55 mm from weld crown
O 2.8 mm from weld crown

-120 T y T
-100 -50 0 50 100
Distance from Weld Centerline, mm

Yyéonwo 4.19: IMapapévovoeg eykdpaoieg taoelg otn pila
KOl GTNV EMPAVIA TNG CLYKOAANONG

4.5.6 ANTIZTAXH XE AIABPQXH

XOuQovo pe pehéteg, 1o mPOPANUO TNG TEPIKPLOTUAMKNG OdPpmong, HeEIDdVETIL
onuovtik@ otv FSW  ovykputikd pe  dAdeg peBodoovg ovykodAnong. Ilo
ovykekpléva Exel olamotmbel oAy pikpn 0dPpwon ot OEZ Adyw tov piKkpov
xpOVoL €kBeomng otV TEPLoYY| OEPLOKPACIOV TOV TPOKAAEL TO GYNUATIOUO KapPLdimv
Ypouiov. Opmg mapdAAnio OlOMIGTOVETOL 0pKETA VLIOPaOUIcUEV) avtoyn o€
dwppwon oty mhevpd tpowong g FSW [Park, 2004]. Evoewtikd mapatiBovion ot
eIKOVEC TV TOp®V 6VYKOAANoNG FSW kot GTA votepa and ékbeon 72 wpodv og 050

(Betikd GOVAPIKO — GOVAPOPIKO)
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(X) Welding direction (WD)

Retreating side
-10 -5 0
1 | |

5 10 (mm)

Yyéor0 4.19: Toun g cvykOAANGONG VOTEPQ
amd dokiuég dappwong ya (a) FSW ko (b) GTA
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KED®AAAIO 5 : XYMIIEPAXMATA
5.1 'ENIKA XYMIIEPAXMATA

Onwg yivetar €O0koAo avTIANTTO, 1 €E0Y®YN] YEVIK®OV GULUTEPAGUAT®V Yo TN
OLYKOAANOM O TPIPNG HE avASELOT O KPAUAT EKTOG KPAUATOV ahovutviov, Bacet
¢ oBéoung PipAoypapiog dev eivan edkoAn vtobeon. H dvokoiia avtr opeileton
oe mokilovg moapdyoviec, KAmowol €k TV omoiwv oyetilovion AQUECO  HE
BipAoypapucéc ehdelyelg eved aAlot pe v idta T evon g pHebodov.

H Biproypagio améyel moAd amd 10 va yopaKTNPIoTEL EMOPKNG Yo (o GEPE oo
kpapata. Emiong, oOmov Ppébnkav extetapévec HEAETEG, OVTEC  OVOTOPELKTO
neplopilovial 6€ €vo GLYKEKPIUEVO KPAUO, HE OTOTEAEGUO TOV TEPLOPICUO TOV
CLUTEPACUATOV. AVTO TO TPOPANUA YiveTOl TOAD €VTOVO Y10 TOPAOEIYUO GTOVG
xoAivPeg, 6mov 1 ovvBeon tov Kpdpatog moilel eEopeTikd oNUAVTIKO POAO OTIC
teMKkég 1010t Tec. Emiong, mépav g e€etdikevong twv HEAET®OV avd KpAapo, Kot TG
EMLEWYNG OLYKPITIKAOV HEAET®V, &va onuaviikd {nmmua sivon m e€edikevon twv
onueiwv 6mov gotialel n perétn. O kdbe epevvnTig eMAEYEL Pt GKOTIE TOV KOTE TN
yvoun tov €yel koipla onupacio, eufabddvel e avtnV AL TO CUUTEPAGLOATO TOV
elval 0VoKoA0 Vo cLYKPOOVV e KATO10L GAAT HEAETN OV €GTIALEL GE OLULPOPETIKOVG
TOPAYOVTEG.

Avt n advvopio cOHvOEoNg TV SOPOPWV LEAETOV EVTEIVETOL OO TEPLOPIGUOVE TOV
wpokvrtovy an’ T evon e FSW. Tlpdtov sivon pia pébodog oyetikd kavovpia, pe
amotélecpa 1N €pevva va KatevBhveTol  KATOEG QOPEG  «OTO TLEAG» diymg va
ompileton o KATOWL TPONYOVUEVA OCQOATY GLUTEPAGHOTO Kol peBodoroyia.
Agvtepov, givor po péBodog e€apetikd evaicHntn oTig TAPAUETPOVS GVYKOAANGNG,
01 01010t HAALOTO OAANAETIOPOVV peTalh Toug pe amotédeospo vo Kabiotatolr S0GKOAO
va aropovmBel kamola ko va egetaoctel | enidpaoct c. 'Eva mapddetypa yio va yivel
avtOd coPEotepPo, €ivor M emidpacn NG TOYLTINTOG TPOWONG KOL TNG TOYVTNTOG
neplotpoPnG. Evd givon dedopévo 0Tt 660 avéavetal n TaydTnTo TPO®ONG LELDOVOVTOL
ol Bepuoxpaciec evad avtiBeta, 1 adENCN TG TOYVINTAG TEPIOTPOPNG OVEAVEL TN
Oepuoxpacio, Kabmg N cLyKOAANGON YiveTon VO TNV EMIOPOCT TOV GLVOLOGLOV KO
TV 000 Ko kabmg, emiong, n Kabe pio Eeympiotd emnpedlel S10POPETIKA TO TEMKO
amdTELECUO, TO CUUTEPACUATO KAOE TEWPANOTOS dEGUEVOVTAL OO TN pio 1] TNV GAAN
nopauetpo. H mhetovotra tov peietodv ypnoyonotel otabepn taydtnto Tpodmong

KOl OlPOPETIKES TAYVTNTEC TEPLOTPOPNG, M TO avrtiotpopo. 'Etcl pmopodv va
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TPOKLYOVV GULUTEPACHOTO OO KOmMOwL WHEAETN Yo TO g emmpedler m pia
TOPAUETPOC TO QOIVOUEVO, OAAG OVTO To cvumepdouato meplopilovtor o1
OVYKEKPIUEV TIUN NG GAANG. Avtd tOo TPOPANUO KATOlEG POPEC WTOPEL va
Eemepaotel ouyKpivovTtag TIG TIHEG TOV AdYOL TOLG (Mm/T), SU®G aVTO dev givor ThvTa
EPIKTO S10TL 01 10101 AOYO1 TOL UTOPOVV VO TPOKVYOLV ATd SLUPOPETIKO GUVIVACUO,
emmpedlovv pe dapopeTikd Tpdmo T OadiKacia TG cvykOAANnons. To avagépovpe
oVTO EKTEVAS, KOODG SOMGTAOGAUE OTL AMOTEAEL TO ONUOVTIKOTEPO EUTOOI0 GTNV
eEayyn CLUTEPACUATMOV TOV VAL £XOVV EVPEIN EPUPUOYT].

AgdopEvoy aT®OV TOV SVCKOAIDV, 0KoAOLOOVV Ta KOPLO CUUTEPAGLOTO OVEL KPALOL

oL UTopovV va eEayBovv amd  dabéoiun Pipioypaeio.
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5.2 KAGAPOXZ XAAKOX

e H vynin Beppikn droyvtotnrTa Onpovpyet v avdykn yio. vyniéc Bepuoxpacies,
GUVETIMG Y10, XAUNAES TaOTNTES TPOMONG KO YAUNAES TAYVTNTES TEPIGTPOPNC.

e H ppodoun yapaxtmpiletor and m ZZ, m OEZ, kot 10 MB, evd ce kdmoteg
peréteg avagépetor oakpity @MEZ. Avtod ogeidetal oto yeyovog ot 1 OMEZ
yivetalr OAO Kol 7O SVOGOLAKPLTN OTIC YOUNAES TOYVTNTEG WE OATOTEAEGUA VO
eCapavifeton teAkd. Eniong, elvat yevikd mo opatn oty mhevpd mpomOnong.

e H ZX é&yer Aemtdkokkn Oopn AOyY® OLVOUKNG ovokpuotdAilwone, ot OEZ
mopoatnpeital pKpn avénon tov peyEBove TV KOKK®OV AOY® avOmINnomg, Vo
otV ®OMEZ, 6tav avtn dtakpivetal, ot kKOkkot £xovv pKpoTepo péyebog amd v
OEZ kot peyordtepo and  OMEZ.

o  YyETIKA UE TNV OVTOYN], TO. GUUTEPACUOTO OOPEPOVY CNUOATIKE OVAAOYO UE TIG
TOPAUETPOVG GLYKOAANONC. MEYioTn avtoyr| o€ epehkvono: 275 MPa
I'evika n avtoyn peidveTon 6060 avéaveTon 1 ToyHTNTO.

e H oxknpomra av&dvetor 660 HEUOVOVTOL 01 KOKKOL OAAL TopoTpEiTOL dPACTIKN

peiwon g and pio ToydINTO Kot VOTEPO.
5.3 OPEIXAAKOX

e H épevva €yel aoyoindei kvpiwg pe to kpdpa 70% Cu-30% Zn.

e Aev dwkpivetar OMEZ.

e H avroyn elvarl wovomomriky] aAld Kat®dTEPT TG Tov MB. Méyiom avioyn:
340 MPa. Méyioto 6pro dwoppong : 210 MPA.

e 'Eyovv mapatnpnOel o oelpd atéleleg avaroyo LLE TV TOYVTNTO GLYKOAANONG,
OTMG: KOKY TOOTNTA  EMPAVEING CLYKOAANGONG, TOPMOES MHOPPNG TOVVEA,
UETOAMKEG aKUEC Tov e€€yovv am’ v empdvela, {ovn un ovadevong ot pila

NG GLYKOAANGNC.
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5.4 MAI'NHXIO

e Awxkpivovtal ot tomikég Loveg g FSW (ZZ, ®EZ, OMEZ).

e H ZX xar n OMEZ éyovv appotepeg 10600E0VIKODG KOKKOVG, AOY® OLVOUIKNG
OVOKPUOTAAAMONG, VO  UEPIKY] avAKPLOTAAA®on Tmapatnpeitar ot OEZ. To
péyeBog TV KOKKMV UEIDOVETOL [LE TNV ADENGCT TNG TOYVTNTOG.

e H oxknpoémra givar oto 80-85% oawtig 0L petdiiov Baonc.

e [evikd M avroyn eivor petdpévn aAld Bertidvetoar 660 aviavetal 1 ToyOLTNTOL.
Méyiot avtoyn : 230-240 MPa, Méyioto 6pro dwappong: 180-190 MPa.

e H Bpavon AapPdver yodpa otnv TAeupd Tpom®OnNone, 6to chHvVopo TG ZE Kot TG
OMEZ.

o TJlapatnprinkav atéreleg OTME TOPMOES KAl POYUATOEIOEIG OTEAELES.

5.5 TITANIO

e  Kupu mapduetpoc 1 vrépPaon 1 0yt g Bepuoxpaciog (880°C) o6mov cupPaivet
0 OALOTPOTIKOG LETACYNUATIGHOG amd dopn| hep o€ bec.

e Awxkpivovtair ot ZX, OMEZ ka1 MB.

e H pikpodoun ot ZX elval AETTOKOKKT) KO IGOOENVIKT] EVAD VTTAPYOLV KOl KATOEG
dwvpiec. Mewwvovror pe v avénon g toyvroc.  Ilapoatmpeiton
KpvoTaAhoypapikny oevhlvvon. Zto Kévipo ™G ZX vmdpyel avénon g
TLKVOTNTOG OLOTOPAYDV.

e H oxAnpomra avidvetar and éva cuvovacud ToxOTNTOS TPOMONG — TOYVTNTOG
neptotpoPng kot votepa (0.25 mm/r). H avénor| g dev axorovbel tnv e&icmon
Hall- Petch 6g 6A0 10 €0pog TV TaYLTNTOV ( GTIC VYNAEG TOYVTES VEAVETOL UE
cOPAOS VYNAOTEPO PLOLO).

e H avtoyn oe epeAkvopd eivar pedpévn ektoc amd éva PEATIOTO Tov €yEl
napatnpnfel ota 200 mm/min -200 rpm 6mov kot vmepPaivel EldyioTa TV

avtoyn Tov MB.
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5.6 XAAYBEX

5.6.1 ANOPAKOYXOI YIIOEYTHKTOEIAEIZ

e Agv dwaxpivetan OMEZ. H pikpodoun ¢ ocvykOAAnong eivar Aemtdkokkn pe
péyebog KOKKmV HiKpoTEPO 0d awtd Tov MB.

e H woavomomrtikdétepn pikpodouny (kor 1010tnTeg) emrvyydvetar  Otav ot
TOPAYOVTEG TNG GVYKOAANONG eMAexB0VV £TG1L OGTE 1| GLYKOAANOT VA YIVEL GTNV
TEPLOYN PEPPIT — ®OTEVITN KOU OTOV O HETOCYNUOTIOUOS TOL MOTEVITN OF
wePALTN cvuPel petd to mEPG TG CLYKOAANOTG.

e Jlapatnpeital adénon g okAnpdtToag AOYm peiwong Tov pey€éBoug Tmv KOKKOV

e H avtoyn eivan PeAtiopévn oe oyéon pe to pétairo Pdong. e OAo to KpApoTo m

Opavon €ywve oto p€TaAlo Paong.

5.6.2 ANOPAKOYXOI YITEPEYTHKTOEIAEIX

e Ae odwaxpiveton OMEZ.

o Y1 ZX dwaxpivovion 000 meployés. H mpdtn €xel poptevottiky dopn pe £vo kpod
T0GO0TO HALOC MOTEVITN v M OeVTEPT €YEL LOPTEVOLTIKY OOUN HE COUATIOW
oepevtitn. H dopn ot OEZ amoteheiton and @eppitn, cePevTitn Kol LOPTEVGITY.

e [lapatnpeital onpavtikn adénon okAnpotntag ot {dvn GLYKOAANGNG.
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5.6.3 MAPTENZITIKOX XAAYBAYX YYHAHX ANTOXHX

H tehwkn doun g ZX eivor xvpiog poptevoltikn kKobdg o popteveimng
LETOGYNUOTIOTNKE GE MOTEVITN, O OMO10¢ KATOTLY VIEGTY €K VEOU UOPTEVOITIKO
LETOGYNMUOTIOUO.

H OEZ amoteleitar and 600 meproyéc, pion moAvywvikoh geppitn-mtepAitn kot pio
EMOVOPEPLEVOV LLOPTEVOITN.

[MapammpnOnke peimon g okAnpodTaG. YTAPYOLV GNUOVTIKEG OLOKVUAVGELS

o1 GKANPOTNTA AVAIESH GTNV KOPLPT Kot TN pilo TG GLYKOAANGTG.

5.6.4 ANOZEIAQTOI XAAYBEZX (304)

H pkpodoun g ZE yapoxktmpiletonr amd 1600Eovikovg KOkkovg peyéfoug
pikpotepov amd to MB. H peimon tov kékkov sivar 1660 peyoaivtepn 660
HIKPOTEPT Elvan 1 TaHTNTO TEPIGTPOPTG.

O 1010t Teg elvan Pedtiopéves. Méyioto dpro avtoyng : 735 MPa, Méyioto 6plo
dwppong: 430 MPA.

H avtoyn oe owPpwon Adym mepikpuoTaAlkng ObPpwong eivor kaAvtepn
CLYKPITIKA HE GAAeG nueBOOOVLE GLYKOAANOTMG HE TO TPOPANUA va. evtomileTon

Kupimg o1V TAeLPd TPOWOTNC.
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