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IHPOAOI'OX

H Authopatikq Epyacio ekmoviOnke mopdAinio oe dvo gpyactipio tov EMIT ko
omv gtaupic EAKEME A.E. Xto EMII ekmovifnkav ot cuykoAAncels Tping ko
avadevong (Friction Stir Welding) oto Epyaoctipio Teyvoloyiag tov Katepyaoimv
™G Zyog Mnyoavordymv Mnyovikov kot oto Epyoaoctipio Metalhoyvooiog tng
YyoMc Mnyovikov Metaddeiov-Metodhovpydv ekmovinke o €Aeyxog g

HIKPOOOUNG KOL TOV UNYOVIKAV 1010THTOV .

Apywd Ba nBeha va evyapiomom tov Emikovpo Kabnynt k. Xropo IHoamaegvBopiov
v TV avaBeon g epyaciog, TV Kabodynon Tov Kat, Kupimg, Yo TV EUTIGTOGHV

TOV GTO TPOGMIO OV Y10, TNV VAOTTOINGM NG HEAETNG .

Eniong, 6a 0eha va guyapiomowm tov K. Evdyyeio I'afard, o onoiog epydleton otnv
etoupioc EAKEME ALE. yio v anegpropiot Pondeia tov ko ti¢ kabopiotikes yia

TNV OAOKANP®GT] TNG TTUYIOKTG GCUUPOVAES TOV.

[MapdAinia Ba H0era va gvyapiotion v Kadnynm k. Anuntpn Mavoidaxo yo v
TOPOYOPNCN TOL UNXAVNUATOV TOL gpyactnpiov ™G XxoAng MmyoavoAidywv
Mnyovik®v, oAAO Kol TOV VIOYNOLO OSWAKTOpa TNG XyYoANg MmnyavoAidywv
Mnyavikov k. Iodvvn Tlaravioviov yo v fonfeta tov oty Tpaypatoroinon tomv

nepapdrov FSW.

Axéun Ba MBeda va €VYOPIOTINC® TOVS LIOYNELOVG OWAKTOPES NG ZXOANS
Mnyavikov Metaileiov Metalhovpydv K. Avactacio AleEovdpdtov, k. AAEEavOpO

Mrévn kou k. Ztavpo AgAnyidvvn yio ™) ToAvTun Bonfeia tovg.

Emumiéov, Ba MBeko va evyopiomow tov K. Ilétpo Toaxipion yww v dpiotm
ovvePYAcio 0TI OOKIHEG EPEAKVLG OV, AL Kot Ta LEAT TG 3HeEAOVG GLLBOVAEVTIKNG

EMTPOTNG Y10l TIG GVUPBOVAES TOVG,.

Téhog, B NBeLa VoL EVYOPIGTAC® TV OIKOYEVELN OV TTOV GTAONKE apwYOS 6€ OAN TNV

TPOoTAOELD LLOV.



HEPIAHYH

H ovykdAinon dw tppng pe avadevon (Friction Stir Welding - FSW) givon
L0 GYETIKG KovoOpyla HéB0d0g GLYKOAANGNG, 1| omola avorTLYONKE Ao TO
Bpetavikd Ivoetitovto Zvykoincewv (TWI). Ilpoxertar yuoo po pébodo
OLYKOAANOTNG OTEPEAS KOTAGTOONG, aPOL Ogv LEAPYEL TNEN TOV TPOG
OLYKOAANON VAMK®V, Topd HOVO HEPIKN TANCTIKOTOINON Tovg. AdYym, Tng
amovciog TENG KOl GULVERMG NG MEPEVNG Oeplikng mopoyns, ot
ovykoAnoelg g uebooov (FSW), euppaviCovv Pehtiopéveg pnyovikég
wwmteg kKo avoPabuiopévn Bepuikd  emmpeacpévn {ovn (O.E.Z.), oe
ovykpion pe 11§ ovuPoatikés pueboddovg cvykdAinong. To yopaxTnploTiKd
avtd, kafiépwoav Vv epoppoyn ¢ uebddov FSW  oe  moAhovg
Bopnyovikovg topelg, Om®G OTN VOLTNYIKY KOl GTNV  OEPOSIOGTNLIKY|
Bounyavia, o1l oWONPOOPOMKEG  HETOQOPEG  KABDG Kot otV
avtokvnrofropnyavia. Ot gpevvntéc oty mpocmdbeia Tovg va PeEATIOGOVY T
AmOTEAECUATO TNG GLYKOAANONG TTpoomdOncav va Bpovv £Eumva cuoTHOTA
yoéng. H avaxdioyn e vrofpdytoag cuykoAinong da Tpipng Kot avadevong
(Underwater Friction Stir Welding - UFSW) éxgt ™ duvatdmto g ouveyode
Kol opoldopopene woéng tov dokiiov kab  OAn v ddpkela TG
OLYKOAANONG. Z& avT| ™MV AmmAopatikn peAetnOnke n pnébodog vofpvytog
OLYKOAANONG pe TP kot avddevon HeTald TV KPOUATOV OAOVUVIOL
AAS5083 kot AA6082. Tlpaypatomom)Onke cLYKOAANOT HE SLOPOPETIKES
TapapéTpovg (ToyvTnta Kot tayvtnTa Teplotpoens). Ta mapayBévta doxipa
aSoloynOnkay ¢ TPOG TIC HNYOVIKEG TOLG 1O10TNTEG MHECEH  OOKUUMV
EPEAKVOUOD KOU OKANPOUETPNCE®V KOODG Kol €EETAGTNKOV HE OMTIKY|
LKPOGKOTIO, KOl e NMAEKTPOVIKT UIKPOOKOTio capwong. Eywve cOykpion ue
T1G 101€¢ MOPAUETPOVS TMOV OMOTEAECUATOV pe dokipa mov mponAibav amd
OLYKOAANOM pe TPPN Kol avadevorn ektdg vepov. Amd to omoteAéopaTa
yivetal Katovonto 0Tl 6To dOKipe TOv 1) GLYKOAAN O £)xel Tpayportomoin el
VIOPPUYLO, VITAPYEL TEPLOPIGUEVT] BEPUIKADS EMNPEASUEVT] {DVT), Ol UNYOVIKES
Wwwomteg eivor Pehtiopéveg kol eniong mopovotdleTor eKAETTUVOT TOV

KOKK®V G€ GUYKPION UE EKEIVOL TTOV TPAYUATOTOMONKE EKTOG VEPO.



ABSTRACT

Friction Stir Welding (FSW) is a relatively new method of welding, which was
initially developed by The Welding Institute (TWI). This is a method used for
welding solid-state materials as there is no melting of the workpieces and only a
minor amount of plastification occurring on them. Due to the lack of melting and
consecutively of the reduced thermal input, Friction Stir Welding methods show
increased mechanical properties and upgraded heat affected zone (HAZ), compared to
conventional welding methods. These advantages established the application of the
Friction Stir Welding method in a variety of industrial sectors such as, shipbuilding,
aerospace, motor and even in the railway industry. Researchers aiming to improve the
results of the method utilized smart cooling solutions. The invention of the
Underwater Friction Stir Welding (UFSW) has the ability to continuously and
uniformly cool the workpieces throughout the whole welding process. The study
performed examines the Underwater Friction Stir Welding between the AA5083 and
AA6082 aluminum alloys. The tests carried out varied in both speed and revolution
speed. The workpieces were evaluated for their mechanical properties with the aid of
tensile stress test and hardness measurements as well as assessed using optical and
scanning electron microscopy. The results were compared with workpieces derived
from classic Friction Stir Welding, without water cooling, with the same parameters.
The final results clearly indicate that the workpieces obtained by the Underwater
Friction Stir Welding have reduced heat affected zone, improved mechanical
properties and grain refinement compared with the ones obtained with the Friction
Stir Welding Method.
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EIXATQI'H-XKOIIOX

Ta kpapota alovpviov eivat LAKA oL ¥pNGILOTO100VToL 6T cOYYpovn Blopmyoavia
AOyo TV eEapeTik®V TOVG WI0THTOV. Touelg 6mwg N agpofropnyovia, 1 VOLTNYIKN
Brounyavio ko 1 avtokvnrofropnyovio otnpifovrol oto KpApaTa Tov CAOVULVIOV
YO TG ATOLTNTIKES avayKes Tovg. H évoon tov dtlapopmv Kpapdtov alovpwviov givol
OTOPOITNTI Y10 VO GYNUOTICTOVV GUVOETEG Kol VYNADV TPOOAYpaPdV £Qapproyés. Ot
Khaoowkég pébodot téng (TIG, MIG) dev £xouvv ta embovuntd amotedéopata, Kadmg
elte eivanr un e@ktég eite vmoPaduilovv TG uUNYavIKEG 1010TNTEG TS GLYKOAANONC.
M amd 116 AoElg 6T0 TPOPANUA TOV GLYKOAANCE®V €lval 1| GLYKOAANGN ME TP
kot avadevon ( Friction Stir Welding). H pébodog avtn sivar oyetikd mpoceat,
avokoAdvednke 1o 1991 oto Ivotitovto XvykoAincswv (The Welding Institute — TWI)
o010 Hvopévov Baciielo. H dapopd e pebddov FSW oe oyxéon pe 11g KAOoOIKES
peBodovg gival OTL KATé TNV GLYKOAANGCT TO HETOAAO OEV ALDVEL. ATOQEDYOVTOL LE
avTd TOV TPOMO T.). T EYKAEICHATO KOl Ol POYUES GTEPEOTOINGNG OV TPOKAAOVVTAL

Katd v .

‘Exel dwamotmbel oe moAAEG Epevveg OTL N YHEN KaTd TNV O1bpKELD TNV GLYKOAANGONG
Kot petd to mépag avuthg owdpapatifelt onuaviikd poOAO0 OTO ATOTEAEGUO NG
ovykOAAonG. Ot emotUOvVES G oVt TV Tpoomdbeln Tovg va PEATIOGOLV TN
uébodo FSW arralovtag to mepipdAiov oto omoio epapuodletorl ta tehevtaio ypovia
dokipaocayv vo ouyKoAAncovv e vmoPpuylo mepiPdAiov. Anuovpyndnke étol pa
vrokatnyopia tov FSW, n YmoBpoyid ZvykéAinon pe Tppn xor Avéoevon
(Underwater Friction Stir Welding) n omoio. anotelei ovo100TIKG [0, GLYKOAANON
FSW n omoia cupaivel eviog Tov vepov, He GKOmO TNV GLVEYTN KO OLOIOMOPPN YHEN
™G oVYKOAANoNG kKaBdAa ™ Odpkela . H pébodog avtn éxer depevvnBel Aiyo
OGOV apopd TNV MOPAON TNG OTO TEXVIKA YOPAKTNPIOTIKE TOV GUYKOAANGE®V OAAAL
Kot oV ovykpion ¢ pe to FSW. H ocvykdéAinon pe FSW peta&d dapopetikmv
TOTOV aAovpviov &xel Tpaypatomonfel Kot oto mapelBov kot £xovv amoderybel ot
eivar epiktés. To televtaio ypovia M mpoomdbeio ¢ Peitioong tov FSW oe
dpopeTikd Kpdpoata arovpviov €xel odnynoet oty depedivnon tov UFSW og

aVTOV TOL TOHTTOV NG GVYKOAANGelS. [Tapdia avtd TapdpeTpol TG cLYKOAANONG, Ol



UNYOVIKES 1O10TNTEG, | PON TOV LAIKOV, TO HEYEDOC TV KOKK®V, Ol TOPUUEVOVGES

tdoelg aArhd ko A yopoaknplotikd tov USFSW, éyovv modd Aiyo peretnOet.

O oxomdg avtng ™S epyosiog NTav va peletndetl n cuykdiinon pe t pébodo UFSW
petaéy tov Kpopdtov AAS5083-H111 kot AA6082-T6 aArd Kot va cuykplOel pe v
évoon tov 101V Kpapdtov vrd TG 101eg mapapétpovg pe v pébodo FSW. Ou
TOWOTNTO TOV GLYKOAANGE®V dtepeuvnnke péocwm pPeBOdwV eperkvopol, pedddmv

UIKPOGKANPOUETPNONG, OTTIKOD HKPOGKOTIOV KOl OTTIKOD HKPOGKOTIOV GApmONG

(SEM).

10



OEQPHTIKO MEPOX

Yvykoloeg Xtepeds Kataostaong

H ocvykoAinon pe tpifn kot avadevon g omoing vrokaTnyopio omoTeAel Kot 1M
vIoPpuylo cLYKOAAN O pe TP Kol ovAdELOT €ivol HEPOC TV GLYKOAANCE®MV
otepeds katdotoone. H xommyopio avt] TV CLYKOAANCE®V TETLYOIVEL TNV
KPLOTOAMKN KOl UETOAAOVPYIKY) GUVOEST TOV TPOG EVOGN LVMK®OV KLPImMG UE TNV

TAOGTIKT) TOPALOPPOGCT) TOVS Kol YOpig TNV TEN Toug[l’z]

[MAeovexkmpata ko Metovektpata tov pebodmv Xtepedc Kardcroccng.[3]

2VYKOAANGELS OTEPEAG KATAGTAOTG

[Theovektpota Meovektpato

Amovoia ™éng ATOTNTIKY] TPOETOUAGIO TV TPOG

GLYKOAAN OGN VAIKOV

Mikpn dtaTapoyn TS KPOSOUNG E&edikevpévog eEomMopog
Xopuniég Beppokpacieg Mn @opn1og oMo oG
Mucpny Beppkd emnpeacuévn {ovn Abokoln emBedpnon TG TOOTNTOG TOV
GUYKOAANGEWV
Anovcio {ovng ™Méng Abokoln Emg advvarn 1 emddphwon

TUY®OV AGBoVg

[Tivaxog 1.0

Yvykoroeg owa TpPc

Ot ovykoAoelg otepeds Kotdotaong meptAapupdvovv Kol Ty Katnyopia TV

OVYKOAM|GE®V pg TPIP).

11



Ewova 1 Zvykoiinon dwa Tpipng pe Iepiotpoen.

2T1c ovykoAnoelg pe Tpifn, péow ¢ TPPNg moapdystor  OegpudtnTar  TOL
TAOGTIKOTIOLEL TIC EMPAVELEG TTOV EIVOL TPOG EVMGT] KOl GE GLVOLOCUO LE TV GoKNOoN
dvvaung ohlokAnpovetar 1 ovykOAAnom. Kowd yopaxktmpiotikd oe Oleg TIg
ovuykoAMoelg pe TpPNg amoterel M amovcion ™ENG TOV TPOG GLYKOAANGM

L[4
vy, 450

Katnyopieg[l’7] :

. ZvykoAMoeig dwa Tping pe [eprotpoen
e  Mébodog Zuveyong Odnynong (Direct Drive Friction Welding)
e Mébodog péom Adpavelng M XZvoowpevopuévng Evépyeiag (Inertia
Friction Welding)
e  YBpdwn MéBodog (Hybrid Friction Welding)
Il.  Zuykédnon S Tppng pe Tpoappxr Hoiwdpounon (- Linear Friction

Welding)
. XZvykoAinoeig oo Tpipnc pe Avadevon ( Friction Stir Welding)
IV.  Zvykoéiinon dwa Tpipng pue Kivnon oe Tpoyud (Orbital Friction Welding)
V.  Zvykorinon dw Tpipng pe To&oedn Iepiotpoen (Radial Friction Welding)

Yuykorinon owo Tpipg pe Avaodcgvon (FSW)
Y& auTn TV TEYVIKN oLYKOAANGNG éva un Katavolokouevo Epyaieio (Tool) to onoio

amoteAeite amod to [epravyévio (Shoulder) kon to Ieipo (Pin), meprotpépetan Kotd

LKOG TMV EMPAVELDY TOL EIVaL VO GLYKOAANOOVV.

12



Work piece

Tool shoulder

a Unaffected material
b Heat affected zone (HAZ)

¢ Thermomechanically
affected zone (TMAZ)

d Weld nugget (Part of
thermomechanically affected
zone)

Backing bar

Profiled pin

Ewova 2 Aneikdvion tov (ovov FSW.

H évoon mpaypotonoteiton amd v Beppotra mov tapdystot omd v Tpir| HETAED
TOV €PYAAEIOV KOl TV TPOS GLYKOAANGT VAIK®V KoL TNV SUVOLT TOL 0CKEL TO

gpyoireio ot ovylcémncn.[&g]

Extog ™ Packng pebooov pe 1o mépacua Tov xpovav £xovv avomtuydel kot £xovv
dnuovpyndei SlopopeTIKEG TPOMOTONGELS .Y OTAd epyaieio ( double-sided friction
stir welding)

Ewoéva 3 Anewcodvion g nebddov FSW e ) yprion dvo epyoaireiov tantdypova.

13



H pébodoc FSW amotedei v mo OMpo@id; péBodo GLYKOAANONG OTEPENC

KaTaoTOoNS AdY0 TmV eEapeTikdy amotekeopdray .0

[Mieovextpota ko Metovektipota g pebddov FSW.

MAEONEKTHMATA MEIONEKTHMATA

1. Euxohia xewptopou 1. Avaykn LoYupwv NAKTWOEWY

2. Axpipnc ebwrepikdg EAeyxoc 2. Avamuén oyupwv Suvapewv

3. YynAd enavaAnyémra 3. YgnAoc puBudc  ¢Bopds epyaheiov
4, ECawpetikéc perahhoupykeq LOLOTNTEG oTn MEPLOXT TG uyKOMnong ouykoMnang

5. Aemrokokkn Sopn

6. Kapia anwhewa vkikou

7. Devundpyet pwypudrwon kavd T otepeonoinon

8. Kahq oraBepomra Siaordoewy kat enavanydmra

9. Mewpévn otpéBAwan tou Sokipiou

—
o

Aev xpnowpomotouvra aépia mpootacia, Siahuteg

. Dev amoureital mpoeTowacia e emdavelac

EAdyotn pumavon

Anawreltan pukpl moootnta evépyewas (evBewrikd, povo to 2,5% g
QaLTOUMEVNG EVEPYELC yia cuykOMnan pe laser)

Alver T Suvarotra yia peiwon tou Bapou Twv kataokeuwy kabuwg
bivet tn Suvaromnra yia ouykOMnon SLadopeTkwy raywv

—
WS

—
P

[Tivoxag 1.1

Yroppoyta Zoykorinon oo Tpiprg pe Avasevon (UFSW)

To UFSW 6nw¢ mpoavapéptnie amotelel pa vrokatyopio tov FSW, n povn
dtapopd TV Vo pebddmv eivar 6Tt oto UFSW 1 cuykdiinon copPaivetl evtdg tov

, . . o . [6,12,13,14
vepob. Emopévag o tpdmog o Aetrtovpyodv eivar kowdc.| ]
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Water tank

Ewoéva 4 Aneicovion pedddovg UFSW (Underwater Friction Stir Welding)

Tayvmnrta IIpomong ko Tayvtnra Ieprotpoeng

>t ovykOAAnon FSW, ot 600 mo Pacikol mapdyovteg mov ) kabopilovv sivor
ToOTNTO. TPOWOTNG TOV €PYOAEIOL KaTA PNKOG TNG GLYKOAANoNG (Mm/min) kot M

ToOTTA TEPIGTPOPC TOV epyaheiov (rpm).1H518]

Me Vv mePoTPOPN TOV TEIPOV TO VAIKO OVOOEVETOL KOl OVOULYVOETOL YOP® OO
aLTOV VO 1 KIvon Tov €PYOAEIOV KATO PUNKOG TNG CLUYKOAANONG LETAPEPEL TO VAIKO
amd 10 eunmpdc oto micw pépog tov meipov. H ovvbetn avty kivnon mopdyet v
KATAAANAN Oepprokpacio 0AAG Kot pUnyovikn Katamdvnon £Tol dote va. eveobodv ta

. [17,18,1
v [718:19

Avoldovtog ™ ke kivion Eexyoplotd: N TayvnTo Tpdmong kabopilel Kvpiwg To

1EMmOeC KaBmg kat Tov ¥pdvo £kBeong otig vymiég Beprokpaciec mov dnpovpyovvToL

amd v TPIPN.

H tayvmra mepiotpognc  kabopiler v Bepuokpacio (1 Oeppoxpacio mapdyetol

Kupimg amd Vv TP AOY0 ETAPNC TOV TEPLOVYEVIOL LE TO VAIKO TPOS GUYKOAANOMN)

OV OVOTTOGGETOL OAAQ KO TO TOCOGTO AVAOELGONG KO OVAUEIENS TOL VAIKOVD.

[T ovykekpéva 600 avédvetar M TOYOLINTA TEPIGTPOPNG OVEAVETOL KOl M

Oepuoxpacio AOY® g evtovotepns TPIPNG mov 0dnyel o PEYOADTEPT OVAOELOT Ko
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avapeln. Eriong, to mAdtoc Ko 10 Dyog ¢ avddevong teivouv va avénboidv kabmg
TO0 €PYOAElD TEPIOTPEQPETOL PE peEYoADTEPN TOyLTNTO. EmmpocHitmc m toyvnta
npowong kabopiletar £161 ®oTE Vo 0modo0el 1 KATAAANAN OeproOTNTO KOl ETOUEVOC

emAéyeton e Péomn v taydTNTA TEPLGTPOPNC.

Ot younAég toydnteg TPOMONG 00NYoUV o€ ekTeETAUEVT EkBeon Tov KaTEPYalOUEVOL
tepoyiov oe vyNAEg Bepuokpacieg pe apvnTikd amoteAécato (CLCCOUATOUATO,

avEnon peyéhoug koxkwmy). 202

I'ovia KAiong kar BaOog Aweioovong tov Epyaisiov

[ToA) onpavTiKy] TOPAUETPOS Y10 TV ONUIOVPYIN TOOTIKOV GUYKOAANGE®MY OMOTEAEL
N KAlon g yoviog mov dnovpyeite petald tov dova Tov epyoreiov Kot TNG

emeavelag Tov tepayiov (n kiion tov agova eivar mpog v omicHia katevOuvon).

Otav n KAion tov gpyareiov givar N KATGAANAN emTuyYdveTol 1 GLYKPATNGN TOL
VAMKOV a0 TO TEPLOLYEVIO KOL 1] OTOTEAEGHOTIKT] TOV LETAPOPA OO TO UTPOGTH GTO
nico pépog Tov meipov. M akdpa Tapdpetpog mov mailer onpavtikd poro yio vo
emtevyfel P cuyKkOAnon pe PEATioTa yopakmmplotikd givar 1o Pabog deicdvong

, . P N
0V gpyokeion evide tov tepayiov. !

INa tov kaBapiopd Tov Pabovg dieicdvong Ba mpémet vo Anebel VoYY TO0 UNKOG TOV
neipov. To pkpd Pabog dieicdvuomng éxel G AmOTELEGHO VO LNV £PYETAL OAOKAN PN M
EMPAVELL TOV VAIKOD GE EMAPY HE TO TEPLOLYEVIO, EMOUEVMOS VO UMV LIOPYEL

EMOPKNG AVAOELGT| TOV TELOYIOV KO VO dMULOVPYOVVTOL ATEAELEG GTI) GLYKOAANO).

AvtiBétmg to peydro Bébog dieicdvong odnyel otn onpovpyio veepPoiikov ypelioh
OTO AKPO TNG GVYKOAANGNG (TOMIKY UEIWON TOV TAYOLG TNG CLYKOAANGOTG) AOYO TNG

LEYGANG E10XGPNONG TOL TEPLALYEVIOL £vTOg TG ouykoAnong.?
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I'sopetpio Tov Epyaiciov

H yesopetpio tov epyoreiov kabopiler oe peydho Pobud tnv mowdTHTO NG
ovykoAnong FSW. To epyodeio amotereite amd to meprovyévio(shoulder) kot tov
neipo(pin). Ymapyet po ueyddn moikihio YE®UETPLOV o1 omoieg kKabopilovv o€ peydio

Babuod v Beppokpacio mov Oa avamtuybel Kot TV avadELON TOV VAIKOV.

Ta kbpa peyédn tov epyadeiov eivor n ddpeTpog Tov meipov dmov kabopilel tov
OYKO TOL LAMKOV oL OeppaiveTal, 1 SIAUETPOS TOV TTEIPoL oL Kabopilel o peydho
Babud v BeproTnTa TOV AVATTUGOETOL KOl TO UNKOG TOV Teipov mov kabopiletl o

Babog dieicdvong g GDYK(’)XM]GT]Q.[NQ:’)]

#«—— Shoulder

: .,d,: : d = Pin diameter
A D = Shoulder
- D > diameter

L = Pin length

Ewova 5 Teyvikd yopaktmpiotikd epyoieion cuyKOAANGNC.

H avaykn emitevéng ocvykoAMnocewv koAVTEPNG TOWOTNTO £YEL OONYNOEL OTNV
avamTuEn cHVOETOV YEMUETPIOV UE YVAOUOVO TNV KAADTEPT OVAOELOT Kol ovaén
TOL VAKOV, OAAG Kol 1 TPPN TOV AVATTUGOETOL VO TPOGOIOEL LEYAAVTEPO TOCOGTO
Bepudmrag. Mio and TG o cVVNOEg TEPITTAOGELS €ival 1) ONUIOVPYIN CTEPDIOTOC
otov meipo. To omeipopa AOYo OTL OEYETOL OHOIOHOPQO TIG TEPLUETPIKEG TAGELS
HELDOVETOL 1 TOPAUOPPOCT OTAV YPNCILOTOLEITAL GE EMAvVAAQUPaAvOUEVO TEPAUATO,

TOVTOYPOVO, EMTVYYXAVETOL KOADTEPT pon} ToL LAKOV. Ta dvo avtd yapoaknpioctnKa
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elval moAd onuovtikd otn Pounyovio mov to {nroduevo eivar vo vrdpyel KoAO

OTOTEAEGLOL, ETOVOANYILOTNTA KoL LLE TO YOUNAOTEPO dLVATO Kécrog.[20’24]

Awdpopot Tomot epyareimv cuykOAANOTG.

@

Shoulder outer surface

|
LI r !

Shoulder cndl surface

1]

N

‘_,
\
)
3
—hmrmim i i i -c-

Cylindrical Conical Flat Concave Convex
SO
Rl
End surface 3 /—\ /—\
- catureless Yeature
feature N Featured
Scrolls Ridges Knurling  Grooves Concentric circles
®)
Cylindrical s
end shape
Cylindrical s
outer s
surface |
Pued r\ua-nam Thacakd n-uunmmhua Thocakod and flat oy hindee
oln-k nlndn

Slnke

(HO® O ¥ ' ®A4AD000
surface . ' . A .
. b Cwcle Thioe s Four wiod .M»-N‘w Gk Threesdd  Fourwdsd  yande w« .h_,._ " "
Tronghe ‘;-nu ‘-
ponalichopran
Tapered | |
outer \
shape
l.@u-ltnm Thecadod WHM Thecodod and Nt
9)
9 ABO® O@F 0 ABOO
i e A@ e e T D e ST e
Trowghe  Squarcor -
ponaliiogras
1 %
C/indiicel Worl MX Triflute Flared-Triflte  A-skew -

[Tivaxog 1.2
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Po1] Tov Ylkov

211¢ ovykdAAnong FSW ta vAikd mov evivovtol yopilovtatl avdioyo pe TV pon Tov
vAkov. H mAevpd (vAkd) otnv omoia | TepIoTpOoPIKn TaOTNTO TOV £pYaAEiov Kot 1
oo TPOWONG £X0VV TNV 10100 popd ovopdletal TpombBovpevn (advancing side),
EVD 1 TAELPA GTNV OTOI M TEPICTPOPIKN TAYVTNTA KoL 1) TaOTNTA TPOMONG EXOLV

avtifeta popd ovoudletal vroympovoa TAevpa (retreating side).
Pon tov vAod katd tn cuykdAAnon yopiletor o€ OVO Pacikd pépn:

1. H pon mov mpokodeitor amd to meplavyévio ( shoulder-driven flow) ko katd
TV omoia 1 LETAPOPE TOV LAKOD YiveTal KaTd OYKO.
2. H pon mov mpoxaieiton amd tov meipo (pin-driven flow), katd v omoia 1

LETAPOPE TOL VAIKOV YIVETOL KOTE GTPMLOTOL

H pon viko¥ mov opeireton oto meipo Aappdvet ydpa katd v aAAnAenidpacn Tov
petdAlov Bdong pe Tov mEipo Tov epyaieiov ot TEPLOy cvyKkOAANoNC. H kivnon tov
gpyoreiov wOel 10 LAKO amd TO UTPOGTA LEPOG TNG OKUNG VO LETAPEPDEL HECH TNG
TAELPAG TTOL VILOYWPEL GTO TG® PEPOG TNG AKUNG. To TAACTIKOTOINUEVO VAKO TOV
pEEL TPOG TOL oW SEPYETAL OVALEGH GTO EPYAAEID KOl TOV GYETIKA TTLO YLYPOV

petdArov Bdcmg,[lﬁ'%,%]

H avtictaon 610 vAKO oL peTaQEPETAL KATA TNV TEPIOTPOPY| EEapTdTan amd TO

TAGTOS TOV TAUGTIKOTONILEVOL VAIKOV OV TTEPIPAAEL TOV TTEIPO KOOGS Kot TOV OYKO

VAKOV oL Kiveite pe Kabe TeptoTpon.

Ewova 6 Anpiovpyio oTpdoe®v VAIKOL KATH TNV TEPIGTPOPT| TOV EPYAAEIOV
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21N PON TOV LAIKOV KT TN SLAPKELN TNG CVYKOAANONG EMOPE OTwg TpoavapEpOnke
TO TEPLOWYEVIO, TO OTOLO LE TNV TEPIGTPOPT] TOV GUUPAALEL 5T POT| TOL VAIKOD Od

TNV VTOYWPOVGA TAELPE GTNV TPOMOOVUEVT).

H petagopd tov vAKov opeiletan 6t oMcOnon tov meplavyeviov Thve amd To LAMKO

KOl TNG TOVTOYPOVNG TEPLGTPOPIKNG KIVIONG TOV TTEIPOV.

H pon vAko® mov opeirleton otov meipo AapPdavel ydpa Katd TV GAANAETIOPOGT TOV
HETAAAOV Bdiong Le TOV TTELPO TOL epYaAEiov 6T TEPLOYN TNG CLYKOAANONG. Kabm¢ o

neipog Pubiletar oto pétadrio Pdong, Snuovpyeitar pia Komémw.[%]

To oynpa g Koo TG TaipVEL TN LOPEN TOV EEMTEPIKOV TPOPIA TOL Tteipov. Me
v Kivnon tov gpyaieion, 10 VAIKO oty Tpdcbia ok péEL LEGM TNG VIOXWPOVGOG

mAevpag (RS) mpog v micw axun.

Kotd ™ dugpxeta avtg g Kivnong, 1o TAAGTIKOTOmUEVO VAKS péet puetald tov

gpyarelon KoL TOL GYETIKA YuYpOTEPOL HeTAALOL PAonc.

Av n avtiotaon ot por VAKoD petald Tov epyaieiov Kot TOV GYETIKA TLO YLYPOV
petdAlov Bdong tvor vymin, o VAKO Ba TpoomadnceL va dapvyet EEm amd TV

KOWOTNTA GLYKOAANGNG avTi va eOdcel otV TpomBodevn TAevpda.

H avtictaon oty pon Tov VAIKOV oty mAevpd mov vtoxwpet eEaptdtot omd o
TAGTOG TOV TAAGTIKOTONILEVOL VAIKOV YOP® amd TOV TELPO Kot armd ToV OYKO TOV

, I3 I , [1
VAKOD OV petagépetar avé tepotpon. it
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pin-driven flow

|

layer by layer

shoulder-driven
flow

|

by bulk

Ewova 7 Por| tov vAkod Katd tnv cuyKOAANon

[T avodvTikd TepIoTPOEN TOL TEIPOL dNUIoVPYEL TNV apyik) (dVn Tapaudpemong

Hésa otV omoia To VAIKO wbeite o€ avodikn kivnon, 6tav To VA £pBet 6 emapn

pe tov meipo mov oMcBaivel 6To TAVE PEPOS TNG EMPAVELNS wBeiTe Eavd TPOS TaL

Kdto ot {dvn diélaong.

Kobmg 10 epyareio Kiveitar dnpuovpyeite kv T0 0TOI0 TANPOVETOL OO TO VAIKO TNG
Ldvng d1€AaoTMG TOL £PYETOL GE EMAPT] LLE TOV TEIPO KOl LETAPEPETAL TPOG TO TC®
pépog tov. H ouykdAinon evioydetar AdOyo TG GeUPNAATNoNS TOV TPOKAAEl TO ToW
HEPOC TOV TTEPLOLYEVIOV GTO VAIKO Tov Ppicketar ot (v e£®ONONG dNpovpydvTog

™ Cdvn ceupnAdToNG.

TéNog 10 VAIKO ov £xetl dnpovpyndel yoyetar onpovpymdvtog £T1ot ™ Ldvn
amdYvénc.

Enopévac n dwadikacsio FSW pmopet va dtoympiotel o€ mévie S10QopeTIKEG

(;o')vsg[ﬂ’ze]:

e Apywn {hvn Tapapopemeng
e Zmvn dtéloon

e Zmvn oceupnAdtnong

o Zmvn amoyvéng
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Z.oveg Xuykoiinong
Onwg Kot oTIg Tapadostakes GVYKOAMGES cVVINENG Ywpilovpe o GUYKOAANGN

FSW ¢ (®@veg avaroya pe T0 Tmg Exovv emmpeactel amd T depyasio TG EVeong

TV VAMKOV. ETopéveg o cuykdiinon yopiletol o Tpelg dtapopetikéc (dveg:

1. Zovy Avadevone(Stir Zone, SZ)

To vAKd evioc g (ovng déyetan £viovn TANCTIKN TOPAUOPP®oN Kabmg Kot
extiBetan og vYNAES Bepuokpacieg AOYO ™G TOAD peydAng Tping mov mpokaAeitat
1660 AOYyo ¢ kivnong tov meipov 660 kol tov mEPLavyeviov. Emopévag
onpovpysitor e AETTOKOKKT]  OVOKPUOGTOAAMUEVT] HIKPOOOUT] HE GOUEYEDELC

KOKKOUC.

‘Exer mapompnbel 6tt o Adyoc Taydtmra Ilepiotpoerg / Tayvnta IIpdwong
emnpedlet dpeca 1o péyebog TV KOKK®V €viog TG Bepuikd emnpeoacpévng (ovng.
2y mepintoon mov o AOGY0S amokTd LYNAES TWES TO OmOTEAESHO €lval poL 7o
YOVOPOKOKKN CmVN avadevone, evad Otav Toipvel YounAég TWEG TopdyeTol Uio o

AEMTOKOKKT HIKpodour).

H picpodoun opmg dwpépel o péyebog kot evtog g Stir zone kvpiog Adyo tov
dtapopeTikod Bepprokpactakol Tpoeid mov mapovcsidlel KaOe meployn. Xto avdTEPQ
otpopato 10 péyebog TV KOKK®OV glval HEYOADTEPO AOYO NG LYNAOTEPNG
Bepuokpaciog mov oynuatifetor amd TV GLVOLAGUEVT TPPN OV TPOoKaAgital amd

TOV TEIPO KOl TO TEPLOVYEVIO.

Evo 10 xdtow pépoc n Oegppokpocio mov oynuotiletor oAl kol 0 ¥pOVOG TOL
extifetoar T0 VAKO efvor pkpOTEPN pHE OMOTEAEGUO. TOV CYNUOTIGUO Mo O

AENTOKOKKNG UIKPOOOUNG.

Onwg elvar @uowkd 000 av&dvetal TO TAYOS TOV TPOS GLYKOAANGT UETAALOL
avEavetol Kot m dpopd 6to PEYEBOC TV KOKK®V TOL IOV Kol KAT® HEPOVS TNG

Covng avadevong.
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"Evog axopa xopaktnplotikd e GLYKOAANGNG Tov OAAALEL OVAAOYQL LLE TV TOYDTNTO
neploTpoPng eivor 1o oynua g {ovng. Ot vynAég taydtnteg mapdyovv {dveg pe

EMEMTIKO GYNLLO EVED 01 YOUNAEG TOYVTNTES TAPAYOLV YEMUETPIES GE TN AEKAVNG.

Extoc t0v peyébovg kOKKmV katl Tov oyfuotog tng Stir zone onupoaviikd poro oTig
wWmMteg T1¢ dadpopatilovvy or kotakpnuvicelc. H Ogpuoxpacio oy (ovn
avddevong @OAaver o LYNAEG TWMEG HE OMOTEAEGHO TNV OlOALTOTOINGN TV

KOTOKPNUVIGUATOV Kal Ty dnpiovpyia Aertdtepwv (coarsening).

Téhog drapopomoteitan 1 dtempdvela mov oynuotiCeton petald g (ovng avadevong
Kot ™G Oepuopnyovikd emmpeacpuévng (dvng avaioyo pe To av givol  TAevpd oL
vroywpel 1 avty mov mpowbeite. XNV mAevpd mov vmoywpel N dempdveln givan

. . , . . [1827
dudutn, EVO €lval To EUEOVIG GTNV TAELPE TOV npoco@ans.[ ]

2. Ogppopunyovika Emmpeoocuévny Zovn (Thermomechanically
Affected Zone, TMAZ)

H Lovn mov gpdmtetan g {dvng avdadsvong kot yopoktnpilet v cvykKoOAAnon
TG Ko avddevong etvar n Beppopnyovikd emnpeacpévn {ovn, n omoio vIOKELITAL
o€ Oeppukn oAAG Ko punyovikn Kotamovnon. H mlactikn mopapdpemon mov déxetat n
TMAZ dev  xota@Epvel VO TPOKOAEGEL  AVAKPLOTOAAMGY|, TPOKOAEl OH®G
TOPALOPPMCT 6TOVS KOKKovG. H katakpnuvicelg 10hotonolovvial 6€ £va T0GOGTO
avédioyo pe to av m Ogpuokpacio eivor VYA kot €yovpe €vtovn TAAGTIKN
TAPALOPP®oT). O KOKKOL TOPAUOPPAOVOVTOL LUE TPOTO TETOL0 MOTE VO KOAOVOOVV

pio avookn eopd yopw amd v {odvn avdé‘)sucng.[lgl

3. Ogpuika Exnpeacpnévny Zovny (Heat Affected Zone, HAZ)

H heat affected zone vrokerton pévo v emppor| g OepproTnTOg OV TOPAYETOL ATTO
™ kivnon tov gpyadeiov kot Oyt TAACSTIKNG Topapdpewons. H Beppokpacio mov
déxetan dev emnpedlel TV Soun TOV KOKK®V, TOL TOPOUEVEL 10100 LE OLTH TOL
UNTPIKOV LDAIKOV, ennpedlel OU®G T doun Tov katakpnuvicpdtov. To Babuog otov
omoio emmpedlovtal To Katakpnuvicpato enxnpedloviol availoyo pe tn Oeppokpacio

nov Séyxeton 1 {ovn. 227
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Atélereg mov Aquiovpyodvtal Katd T XvykoAiinon

H smruyla pog ocvykdAnong tpifng kot ovadevong emmpedletal omd TOAAOVG
nmapdyovtes. Ot atéleleg mov pmopel va onpovpynBodv oty pKpodoun Kot Gty
yYe@UETPiaL TNG CLYKOAANGNG OPEIAOVTOL GTOV LT GMOGTO GLVOLAGUO TMOV TAPAYOVIMOV

g dlepyaciag.

Ot atéheteg givar o1 €€nc:

e Zhpayya N tovvel (wormhole)

e T'péCt (Ribbon Flash)

e Emoavelokn amokOAinon vAKov

(Surface Galling)




e AmnokoAARoeLg UALKOU, Yp€lL (Chips and Lack of Fill)

o Atéheln popeng aviakiov (Surface
lack of fill)

e " Xtéviopa ~ (Scalloping)

O atéleleg opeilovtorl og Tpelg KHpLovg mapdyovteg mov Kabopilovv kot tnv 1ot v

oLYKOAANON:

1. H Beppokpacio g katepyaciog
2. Tov tpdmo pong tov LAKOD

3. Tn yeoperpia g cLYKOAANGONG

H Beppokpacio g katepyaciog kot o TpOTOS pong Tov VAKoL kabopiletarl Kupiwg

amd TNV TOYVINTO  TEPLOTPOPNS, TNV ToOTNTO TPOMONG Kol TO EPYOAELD
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ovykoAAnone. H yeopetpia g ovykoAAnong kabopiletor amd tov tpdmo Ko tn Béon
TomofETong TV TPOC GLYKOAANGOTN €AOCUATOV o oYéon He TO epyaAeio

GLYKOAANOTG.

Ymroloywopog Iapayopevng Oeppotnrog

H mapaymyn e Oeppomrog oto FSW mpoépyetan amd v tpif] petald twv
emoaveldv. Emopévog anapaitnto givor yio vo vtoloyiotetl n Oepuotta, o
TPOGOIOPICUOS TV EMLPOVEIDYV TOV EPYOAEIOD TOV EPYOVTINL GE ETOPY| LLE TO
SOKiula.[30’31]

e Emodvelo tepravyeviov (tool shoulder)
o Kexhpuévn Emoedvelo kepoaing (curved surface of tool pin)
e  Kato emodvela g kepaing ( bottom surface of tool pin)

Yroloyionoc tnc Ospuotnroc Kade smoaveroc Esymprota

O 2 H probe

Q" R

probe

R

shoulder

Ewova 8 Yrnoroyiopdg tov emoaviov Tping.

— 3 3
Q1=2xm X (1+tana) X TshearX (R shoutder -R pin)
— 2
Q2 - 2 X T X Tshear X R meCl)
— 3
Q3— 2/3 X T X Tshear X R me(D

Qtotal = Q1+Q2+Q3
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Yroroyionoc XovoMKknc Oepuotntoc

[MopapeTpot vITOAOYIGHOV TG BEpHOKPAGING TOV TOPAYETOL OO TNV TPIPN.

SVVTEAECTEG
GLVTELECTNG OAIGONONG
A (fractional slip)
uUNYoviKog Pabpog amdsoong
H (mechanical efficiency)
b KOTAKOPLON TTiEoN
(axial pressure)
TaOTNTO GLYKOAANGNG
U (welding speed)
TEPLGTPOPIKT TOYVTNTO
Q (rotational speed)
T GUVTEAEGTG OLOTUNTIKNG
dvvaung (shear yield strength)
OLVTEAESTNG TPPNG
f
" (coefficient of friction)

[Tivaxog 1.3

. , . , ., . - [32,33].
Emopéveg 1 oMKHG OeppuoTTo. pmopei vor vodoyiotel and tov mapokdre tomol>3:

Q=[(1-8)xn X T+ 8 X ur X P] x (rdfrdr) x (w x r — U X sin§)
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Alovpivio kan Kpapata ALovpiviov

To aAovpivio 1 apyidio givar Eva apyvporevko pétairo mov cvuforileton pe Al, Eyet
atopko apfud 13 kot avrkel oty opdda 1A Tov meprodikod mivaka. Ta kpapoto
70V GAOVIVIOL GG KAt TO 1810 &yovv oyeTIk pucph TokvoTta (2.7 g/em?), vymid
avtiotaon ot SaPpwor, vYNAN Oepliky] Kot NAEKTPIKY Oy@YOTNTO, TOAD KOAY|

J ’ r ’ /. 1
AVOKAOGTIKOTNTA, gV eivar poryvntikd ko givot 100% (XV(lKUK)\,(D(Slu(X.[ ]

Ewéva 9 Edpokevipopévn kuPikn kpvotorhikr doun (FCC)

E&aitiog ¢ peyding oAkiudTTog Toug, 1 omoin SloTnpeite oKOUO Kol GE OPKETEC
YopUNAEG Beprokpaciec AOYo NG €0POKEVIPOUEVNG KUPIKNG KPLOTUAAKNG OOUNG

(FCC), ta kpapata aAovUIVIoD LopPOTOlovVTaL EDKOALL.

To yoaunAid onueio t™éng (635-660°C), amotelel TO ONUAVTIKOTEPO UEIOVEKTNLLOL

OLTOV TOL UETAAAOL KoL TOV KOPLO TEPLOPIGTIKO TOPAYOVTO GTNV EQAPLLOYY| TOV.

I516ttec Kabapovd Adovuviov

IAIOTHTEX KAGAPOY AAOYMINIOY
Tég Movédec Métpnong
Atopukd Bapog 26,98
vkvomta (20°C) 2,6898 gr/cm®
Ynueio TRéng 660,2 °C
I'poppukn Awotodr (0-100°C) 23,5x10° mm/20°C
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H\extpikn Avtiotoon (20°C) 2,69 pnQcem
Métpo Eraocticomrog (E) 68,3 GPa
Métpo Ztpéyng (G) 25,5 GPa
Yvvieleotng Poisson 0,34
[Tivaxog 1.4

H oyeticd younAn pnyoavikn ovioyn tov kabopod alovpviov Beitiobnke oe peydlo
Babuod pe TIg KPAUATIKEG TPOCONKES TOV YPNCULOTOLOVVTOL (TAPASELY O OTOTEAEL TO
kpapa AA7050 to omoio pmopel va @tdoet puéypt kor ta 650 MPa avtoyng oe

EPEAKLGLO). [34]

Kpdapata Arlovpviov

To olovpivio éxer v dvvatdTTO, HE TNV TPOGONKN HKPOV TOCOTHTMOV YNUK®OV
otoelmv, vo dnpovpyel kpdpoata pe dapopetikég widtteg. H dvvatdotta avtn,
Ka016TA TO GAOLUIVIO Kot To KPAUOTd TOV ™G TNV TALOV KOTAAANAN Tp®dTN VAN Yo
TNV TAPOYOYT TEMKOV TPoidVTOV LE EEXWPIOTEG WOIOTNTES Kol EOIKES OTOLTNGEL.

H dvvatdomta mov éxet 1o aAovpivio, vo EmTUYYAVEL SOPOPETIKEG 1O1OTNTEG
TPOKEWWEVOD VO, KOADYEL TIC €W0KES amontoelg Kabe mpoidvtog, ogeileton oTO
YEYOVOS TNG €UKOANG KPOAUOTOMOINGoNG Tov. Me v mpocHnKn HKpOV TOGOTHTOV
KPOUOTOTOI®MV  (YMUKAOV) otoryelov (). YOAKOS, HOyviGlo, TUPITIO, HOyYOVio,
YELOAPYVLPOG KAT), LWTOPOVUE VO ETITOYOVUE TPMTN VAN 0AOVUIVIOV pE TIG EMOVUNTES
Kol KOTAAANAEG 1010TNTES Y10 KGBE TOTO TPOiIOVTOC,.

Ot teMKég 1010t TEG KABE TPOidvTog oL Ba TapayBel amd arovpivio, emTvyydvoviot
LE TNV €MAOYN TOL KOTAAANAOL Kpdpatog adovpviov, Ty pnéBodo eneEepyaciog Tov
(Unyoviky TAOGTIKN SOUOPP®ST N ¥0TEVOT) Ko TIG Oepuikés Katepyaoieg (Poen,

TEYVNTI YNPOAVCT, OVOTTTNON KAT) oL Oa vTooTel.
210, TOPOKAT® OVOQEPOVTOL TEPIANTTIKA Ol KOTNyopies Kot ot cuUPoAcuol yio ta

dlapopa kpdpato arovpviov, ot Bepuikég eneepyacieg mov cuvnBmg vofaiiovTon,

KaBmG Kot 1 ETLOPACT] TV S1POPOV KPULOTOTOIMV GTOXEIMV GTIG 1O10TNTEG.
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Ovopaocio Tov Kpopdtov Alovpuviov

To koo dvopo kabe kpauatog Baon tov Aluminum Association kabopiletar Baon

KOO0V GLUYKEKPLEVOV TOPAYOVIMV.

Amoteleital omd dvo pépn mov ywpilovron pe wavia (wy. 5083—- H111).

Ipoto Mépoc Tov Kmdkov

Ta xkpapato orovpviov ywpioviar ce dvo Paocikég katnyopies, ta Kpdpota
Awpopemong ko ta Kpapota Xdtevong, avaioya e v Katnyopic mov oviKel To

Kké0e kpapo, kKabopilovrol Kot To TEGGEPA TPATA YPAULATE TOL KOOUKOV

Kpéapata Avaepépomong

e O npotog apBudc kabopiletar e BAcn TO KUPLO KPAUATIKO GTOLXELO.

e O odevtepoc apBuog kabopiletar ovOAOYR TIC TPOTOMOMGELS TV OPimMV
TEPLEKTIKOTNTOV TOV 0KAOOPSIDV.

e To d&0o televtaio otolyeion YPMNOULOTOOVVTOL OTOKAEICTIKA YloL TOV
TPOGIOPIGUO TNG EWOIKNG KATNYOPING TOL KPALOTOS TG OIKELNS OUASOLG.

e To 000 terevtaio otoyyeio oty mepintmon g oepdg 1 XXX, divouv 1o
JEKUSIKG TOGOOTA, Y10, TEPIEKTIKOTNTEG OAOLLIVIOV vyMAdTEPES Tov 99,00%

KOTA deog.m

Ovopoatoroyio Kpapdtwv Alapdpemonc.

Ye1pa KPopdtmy S1opopemong Kvpro kpapotiko ctovyeio
Eivar ovclaotikd kabapd alovpivio pe
IXXX EMAYIOTT TTEPLEKTIKOTNTO GE OAOVUIVIO
99% katd Bapog
Kpdapata ota omoia o yarkog eival 1o
IXXX KLpLOTEPO Kpapatikd otoryeio. H oepa

OLTH UTOPEL e TNV KOTAAANAN
Katepyaoio va cuykpldel pe tov yaAvPa.

3IXXX [Ipoxertan yo kpdpoto oto onoio To
payydvio ivot 1o KuptoOTEPO KPOLLOTIKO
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otoyyeto. H avtoyr tovug eivan pétpla

[Ipokerton yio kpdpoto 6to oroio To
mopitio ivat 10 KuPrOTEPO KPOUATIKO
oTolyElo

4XXX

[Ipoxertan ylo kpdpoto oto onoio 10
HoyviGlo givat To KuploTeEPO KPOUATIKO
otoyelo

SXXX

[Ipoxertan yio kpdpoto oto onoio 10
LOyVI|G10 KOl TO TUPiTLo €ivat To
KLPLOTEPO KPAUATIKA GTOTYELL

6XXX

[Tpokerton ylo kpdpoto 6to oroio 0
YELOAPYLPOG EfvaLl TO KVPLOTEPO
KPOUOTIKO GTOYEIO

7XXX

[Ipoxertan yio kpdpato ota omoia
YPNOLLOTOEITOL KUPIMG 0 KOGGITEPOG
Kot pepkég ouvéaelc Aibov

8XXX

[Tivoxkag 1.5

Kpaparta Xvtevong

To npd10 GTOLYEID LTOINADVEL TO KOPLO GTOLYXELO TPOGONKNC.

To devtepO KON TO TPiTO GTOKEID dElYVOLV TNV W1KT KATYOPie TOL KPAUATOG
G owKeiog opadoC.

To tétapto otoryeio, 10 omoio ywpiletan pe teleio amd Ta Tpio TPOTA, APOPE
™V popeoroyio. tov mpoidvtog g yvtevons: Me (O) vmoonimveror Oti
TPOKELTOL Y10, YVTO, TO OTOI0 £YEL OMOKTNGEL TNV TEMKY| TOV HOpPOAOYid , UE

katevBeiov yOtevon, evd pe (1) vmodnAdvetot 6Tt TPpOKELTUL V1o TAVOLLOL.

Ovopoatoroyio Kpapdtov Xvtevong.

Xelpd Kpopdtwv X0Teuomng Kvpro kpapartikd otoyyeio
Eivar ovclaotikd kabapd arlovpivio pe
IXX.X EMAYIOTT TTEPLEKTIKOTNTO GE OAOVUIVIO
99% katd Bépoc.
IXX X Kpdparta ota omoia o yoAkdg etvar to
KUPLOTEPO KPOUATIKO GTOLYELO.

[Tpoxertan yio kpdpato oto omoio To

3XX.X TOPITIO KOl 0 YOAKOGC ) TO paryviolo Eival
TO KUPLOTEPO KPAUATIKO GTOUYELO.
4XX.X [Ipoxertan ylo kpdpato oto omoio 1o
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mopitio givat 1o KuPLOTEPO KPOUOATIKO

ototyelo.
[Ipoxertan yo kpdpoto oto onoio 10
SXX.X HoyviGlo €ivat To KuploTeEPO KPOUATIKO
otoyeio.
6XX.X Agv ypnoponoteite cav cepd

[Ipoxerton yo kpapoto 6To 0moio o
XXX YELOAPYLPOG Elvar Ta KVPLOTEPO
KpOUoTiKd otoryeio

[Tpokerton ylo kpdpoto 6to oroio 0
8XX.X KOoGiTEPOG ElVOL TOL KLPLOTEPO
KPOUOTIKO GTOYELD

[Tivokag 1.6

Agvtepo MéEpoc Tov K®oukov

To devtepo HEPOC TG KMOIKNG OVOUAGING, TOGO Yo To KPApata Stopdpemong 660
KO Y10 T0L KPAPOTa YOTELONG, OVOPEPETAL GTNV KATEPYAGI, unyavikn 1 Oepuikn , v

omoia €YoVV LTOGTEL.

H onposcio tov ka0e cuppforov

F : [Ipoidv dmwc mapnydn, xwpig unyavikn 1 Beppikn Katepyacio
O: Avontnon

H: Evdotpdyvvon, povo yio to Kpapoto S1opopemong

T: Ogppikn Katepyacio GKANPLVONG LE YNPOVON

W: Oeppokpaon kotepyacio opoyevomoinong. Xpnowlomolgitor HOVO Yo To

KPALLOTOL, TTOV VOIGTOVTOL GKAPVVGT LE YPOVOT

Metd ta ypdppota akolovBodv apBpol mov devkpvilouv pe mo moAd Aentopépela

, . . . 4
mv kotepyasio mov éyet vrootel To kpapo.

Kpopatika Xtovygeio tov Kpapdtov Alovpviov
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Ta kpoapotikd ototyeio eKTOG 0o TO v TPocdlopilovy 1o GVOUN TV KPAUATOV TOVG

TPOGOI00LV KOl KATO1EG CVYKEKPIUEVES 1010TNTEG,.
o XaAkog

Mewwvel v avtoyn o€ o1Ppmon Tov KPARATOg Kal TV evyvutotnta. Oumg Pertidvel
™V oKANPOTNTA, TNV BEPUIKT] AYOYILOTNTA KOl TNV UNYOVIKT OVTOYY] O€ TOGOGTO £1G

12%.
e Mayydvio

H vno TOL 6 MOc0oTd ueyoAvutepa Tov 0,5% BeATIOVEL TNV YUTELGIUOTNTO KO
2

NV QVEAVEL TNV OAKILOTNTAL.
e Jlvpitio

210 TEPLOCOTEPA KPAUATO YVTELONG, GOV KLPIOPYO KPAUATIKO GTOXEl0 £(OLV TO
nopitio . H tpocHnkm muprriov Pertidvel v yutevoitdtnta Kot avEAVEL TNV avToym
oe duuPpwon. To mopitio aAAdLel TO YPOUA TOV KPAUOTOS OO 0oL GE HLOPO OTOV

Bpioketon o meplekTikdTTO TAVO OO 5%.
e  Mayvrocio.

Y10 kphpato aAovpviov-tupttiov og moAD pikpd mocootd (0,2-0,5%), av&aver v
UNYOVIKY] avTOoyY] TOL KPApotog. Xe mocooTd peyoAvtepa ToL 6% mpokoiel

OKANPLVOT| KOl KOTOKPTLLVIOT).
e Yevddpyvpog

Meidvel TV YuTevodTTA, 0ALY €6V GLVIVAGTEL Pe YOAKO Kol [LoyVIGLO OVEAVEL TIG

LNYOVIKES OVTOYES TOV KPAUOTOG e BEPLUKT] KOTEPYAGIN KO (LGIKY] YI)POVOT).
e Aifo

Ye moAd pKpég mocoTNTES £mG 3%, OTO OLHOPPMUEVO KPAUOTO, PBEATIOVEL TIG
UNYOVIKEG TOVG 1010TNTEG. AVTIOET®MG GTOL YLTO KPAUOTO Ol GLVENEIEG TOL &ivat

Brafepés, KoL Yo OVTO GLVICTATE 1M TEPIEKTIKOTNTO TOV Vo Unv vrepPaivel 1o
0,003%.

o Xidnpog
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H xotepyoopndmra 1 OAKILOTNTO KOL 1) OVTOYXN GE KPOVOT HEWDVOVTOL OTOV 1
TEPLEKTIKOTNTA GLO1POV GTO KPAUQ EIvol VYNAN. Xto Kpapota yOTeELoNg VO TECT TO

emineda c1dMpov kvpaivoviot amd 0,9-1 %.
o  XoAkOg — Mayvnclo

210 KPAUOTO aAOLIVIOV YOAKOD, 1| TPOCONKN HoyvNnGilov , £XEL OOV OMOTEAEGHO TNV
ahENON TG OVTOYNG TOV KPAUOTOG, GOUG®MVA LE TNV OTOl0L GUVOJSEVETAL ATO LYNAN
OAKIHOTNTO, TTOL TPOYUOTOTOLEITAL KATA TNV SdpKELD TG YHpavong o€ Beprokpacio

dmpatiov. [L.34]

2NV €PYaoio auTh YpNnoworTomOnkoy Kkpduoto Sopndpemons TaV oelp@v S XXX kot

6XXX.

Kpapata Arlovpviov Xepag 5000

[Ipoxertan yio kpdpato alovpiviov e KOplo otoryeio mpoohNkNg to payviolo, ce
péyoto mocooto 10 4%. To Mayvnclo Bpioketotl evidg TOL KPAOTOG GE HEYOADTEPO
TOGOGTO GTO GTEPED OldALIL (PAoT a) KOl £va. LIKPOTEPO TOGOGTO dnpovpyel v
evooueTaAMKn évoon MgLAl; (pdon B) émov eivar oxinpn ko evBpavotn. Ola ta
KpAUOTo TN GEPAG SXXX LEIoTOVTOL GKANPLVGT HE YuyxpnAocio Kot £X0VV CYETIKA
VYN avToyn, EEPETIKN avToyn G€ OdPpwon akdun Kot oe Bokdocto mepiPdirov,

Kot pEYAAN oxkopyic akdpn Kot 6e Kpuoyevikd mepPdAlov kovid 6to amOAVTO
0°C [1.39]
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Ewova 10 Adypappa edoswv Al-Mg

2VYKOAOVOVTOL EDKOAO [LE TOAAES TEXVIKEG aKOUT Kol 6€ peyaAa mhym péxpt 20 cm.
Emiong petd amd Asiovon kot avodimon mapovstdlovy KaAn TotdtnTo Emeavelag (o
TEPIMTOON EMPAVEINKDV KOATEPYOUOIDOV EIVAL GNUAVTIKO TO TOCOGTH GlONPOL Kol

TUPLTIOV VOl TOPAUEVOLV YOUNAL).

Q¢ omOTEAEG O TOV AVOTEPM 1 GEPE SXXX Ppiokel HEYAAES EQUPLOYEG GE KTIPLOKA
KOl KOTOOKEVEG, KATAGKEVES YEPUPAOV d0YElol amoHKELONG KOl TEGTIKA EQPAPUOYES

ocvotnpdtev yo Oeppoxpaciec —270° C kot epopproyég Kovid otn Bdhacaca.
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Ewéva 11 Epappoyég g oepdg SXXX.

Ta kpapata 5052, 5086 wor 5083 ypnoipomolovvial VPENS G KATAGKEVEG LLE TNV
avioyn va avédvel kabmg avédvel n meplektikdtto o Mg, Ewdwég epappoyéc
ovuneptrapupavoov to 5182 (o muBuévag amd 10 TEVEKEOAKL TWV OVOWVKTIKMV) TO
5754 y1o. cOANVOTO TAAICI0 OVTOKIVATOV Kot 5252, 5457 kot 5657 yio eLQOVIGIOKES

EQUPLOYES (PTEPD, KOTTO OVTOKLVITOV K.M..).[%]

Kpdapata Alovpviov Xepag 6000

[Ipoxertan yio kpdpato 6to omoic To Payviolo Kot To opitio givar to KuprdTtepPa
Kpapatikd otoyeia. To edpog ™ avToyng Tovg 6€ ePeAKLGUO KvpoaiveTon amd: 125-
400 MPa. Ta xpdupota g oepdg 6XXX déyoviar Oepuiky] Koatepyaoic, &xovv
OYETIKA LYNMAN OVIOYN Of EQEAKLGUO 7OV GLVOLALETOL HE GPLOTN OVTOYN| OF
daPpwon. ZvykoArovvtor 0koia. Mo LOVOSIKH TOVS 1310TNTA EIVOL 1) TKOVOTNTO Y10
dtéhaon mov TO KAVEL TNV TPAOTN EKAOYN Y10 OPYITEKTOVIKEG KOl KOTUCKEVOUOGTIKES

, , , , , . - [34,37
Moelg 6mov emiong amatteitan Wloitepal LeyOAn owroxn.[ J
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Ewova 12 Adypappa pdoswv Al-Mg-Si

Amotedovv to. kpdpoata mov Kotd Pdon ypnoipwomorodvior oty SEAAcN Yoo THV

TOPAYWYT TPOPIA.

I'evikotepa Ppiokovy €Qaproyég oV LIWOJOUN KTPI®V Kol KOTOUOKELEG, OTNV
avtokwvnrofropnyavia, oty Poopnyavic  vovmnynons, o©e  €QOUPUOYES  OF

TopaBoAACGIEG TEPLOYES K.OL..

37



Ewova 13 E@apuoyéc g oepdg 6XXX.

H opdda avth yopiletarl oe dvo Pacikés katnyopies.

2y komnyopio. TOV KPOUAT®V TOV £Y0VV LYNAN TEPLEKTIKOTNTO GE HOYVIGLO KOt
TOPITIO KOl 7OV GE CLVOLOCUO HE TO HOYYAVIO, YPOUIO KOL WYELOAPYLPO
e€acarilovv vYNAEG UNYOVIKEG 1O1OTNTEC.

Xapoakmnpiotikd kpapata: 6005, 6061, 6082.

H éAAn xoatmyopia amotedeiton amd kpdpota mov TEPLEYOLV UIKPOTEPEG TOCOTNTES
poyvnoiov Kot mouptiov Kol TPOCEEPOVV  HEYOAEG TOYLTNTEG OEAOONG, ALY
yopnAoTEPEG unyovikég 10t tec. Iopovcidlovy KaAr Sl0KOGUNTIKY) GCUUTEPLUPOPE
Kol £TG1 YPNOYLOTOIOVVTOL EVPEMS OTIG APYITEKTOVIKES KOl SLUKOGUNTIKESG EQOPUOYEG.

XopoKTnploTKd KpOLoTo.: 6060,6063.5%
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BIBAIOI'PA®IKH EINIXKOITHXH EPT'AXIQN
XXETIKQN ME THN TAPOYXA AIITAQCMATIKH
EPT'AXIA

H pébooog FSW av ko elvarl pa oyxetikd kotvovpyto péfodog cuykdAAnong, Adym
TOV TAEOVEKTNUATOV OV TOPOLGLALEL 6€ oUYKkplon He TIG HeBddovg tHENG Exovv
TpaypatoroOel ToAAEG EpEVVES Yo VoL dlepeLVNBOVV 01 TOPAUETPOL TTOV SIETOVY TV

Aertovpyeia .

IMa 10 Adyo 611 10 FSW amotelel pa pébodo cuykOAANONG 6TEPENS KATATTOONG £XEL
ypnowomomBel yio Vv £veorn  SPOPETIKAOV  KPOUAT®OV  OAOLUVIOV. XTnV
npoonabelo vo Pertimbel n pébodog, onpovpyndnke to UFSW mov amotelel pia
napariayn tov. H Bektioon mov mpoomtabovv ot emoTHOVES Vo TETHYOVV LLE OVTY
™V Kovovpyla mopoAloyn omn péEBodo eivar va vIApyEL cuveX Kot OLOLOLOPON
Yoén Tov Sokipinv Katd v dodikacio, MoTe vo emTELYHOVV KOADTEPES UNYAVIKES

1310TNTEG GTO TEAIKO TTPOIOV TNG GLYKOAANGNC.

[Mopora o611 t0 UFSW amotelel poe moAdd vmooyopeva pébodo  Exovv
wpaypoatoromBel o eMdyloteg Epevveg Yo T depedivnon TG Kot AKOUA AMYOTEPES Yid
™V KOAANGY OPOPETIKOV TOUTOV aAovpviov pe v pébBodo avtr. IMopokdrto
TaPoLGLALOVTOL HEAETEG OL OTOIEC NTAV CYETIKEG LE TO BEUA VTG TNG HEAETNG KO
amod TS omoieg ToPYOMNCOV GUUTEPAGUOTO Yo TNV KOAVTEPN €MeENYNON Kot

KOTOVONOT TOV ATOTEAECUATMOV TNG TOPOVGOS EPYACIOG.

Ot Anil Kumar, V Venkata Ramana and Mayur Pawar ocOykpwvav Tig
ovyKOAMMNoel petaéd kKowav Tommv oalovuviov (5083-5083) (6082-6082) wou
dwpopeTik®dv  TOomwv  adovuwviov (5083 ko 6082). Thw ta  mEepduota
ypnoporomOnkay TAGkeG 4mm mov GLYKOAANONKOV pe TaOTATO TEPIOTPOPNS TOV
gpyaieiov 1200rpm kot taydInTo TPOo®ONoNg Tov gpyaieiov 63MmM/mIn kot yovia
Khong 1°.

Ol GLYKOAACELG GTY] GLVEYELD EMEEEPYAGTNKAY KOl SLAHOPP®ONKAY Gg doKipo oTa
omoia mpaypaTtomomOnKay SoKIUEG EPEAKVOUOD Kol IMKPOGKANPOUETPNONG, DOTE VO
€€eTaoTOOV 01 UNYAVIKEG 1OLOTNTES TOV.
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Aoxpég Epelkvopon Zuykodncemv

Material Aluminum Average Tensile Average Yield Stress Average% Joint
Combination Alloy strength (MPa) (MPa) Elongation  Efficiency
Similar 5083-5083 173.43 138.27 8.9 56%
Similar 6082-6082  195.17 168.6 5.94 66%
Dissimilar 5083-6082  157.54 112.11 - 85%

Dissimilar Alloys

70 4 Similar Alloys
60 - Similar alloys

Percentage of Joint Efficiency
w
o

0 +— — — -
5083-5083 6082-6082 5083-6082

[Tivokag 1.7

Metpnoeig MikpooKANPOUETPGEDV LVYKOAANGEDV
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DISTANCE FROM WELD CENTER (in mm)

[Mivokag 1.8

Amo Tt TEWPAROTA KOTEANENY GTO GUUTEPAGHO OTL HE TNV EVEOCT OVTOV TOV 600
SPOPeTIK®OV TOUT®V  aAovpviov (5083-6082) dnuovpyodvtol GLYKOAMGELS e
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KOADTEPAL TEYVIKAL YOPOKTINPIOTIKA ONd TIC GUVYKOAANGCEIS TOV KOOV TOT®V
ahovpviov (5083-5083) (6082-6082).18]

Ot T.Kasirgjana*, R.Ravindrana, T.Ramkumarb, M. Selvakumarc
TPAYLOTOTOINOAY  TEPAUOTOL  YIO. TNV GCLYKOAANGT TOV  OLOPOPETIKAOV TOTMOV
aAovpviov oepds AA6082-T6 kor AAS083-H111 pe v pébodo FSW. H
GUYKOAAMCELS TPAYLOTOTOMONKAY 0 SPOPETIKEG TAXDTNTEG TEPIGTPOPNG TOV
600,700 kou 800 rpm Swadoyikd, pe TodTNTEG TPOwong 60 mm/min kot pe yovio
KAiong 2°.

Amoteléopara

mv {ovn avadsvong kot to dVo péTaAla Paong €xovv avakpuotaiwbel kot to
néEyehog TV KOKK®OV £xel pelmDEL.

TMAZ of AA5083 Weld Nugget TMAZ of AA6082

3 .

700 rpm

800 rpm

900 rpm

Ewéva 14 Mikpodopég mov mapnydnoov amd S1opopeTiKES ToYOTNTES TEPIGTPOPNS

> Oeppounyovikd emmpeacuévn Covn tov AAS083-HI111 éxer mpoxinOel
oKApLVeN AOYO TNG ACKNGONG TEONG MOV OEYETOL OO TO TEPLOWYEVIO EVM OTN
Oepuopnyoavika ennpeacuévn Lovn Tov AA6082-T6 o1 KdKKOL £xovv dapopembel Kot
emumrvvhel Adyo g emMPPONG TS TAAGTIKNG TOPAUOPPMONG TOL TPOKANONKE 0md
TNV TEPIGTPOPN TOV TEIPOV.
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IMa 10 Adyo 611 T0 adovpivio 6082 Exet vymAdTepn Bepuikn didyvon amd to 5083 elye
G OMOTEAEG LA VOL VTTAPYEL LeYOAVTEPT DEPLUIKE ETNPEACHEVN Z;c()vn.[39]

O1 Jae-Hyung Cho, Sang Ho Han ka1 Chang Gil Lee pelétnoav tv enintmon mov
Exel M YHEN oI UIKPOOOUN KOl TIG UNYOVIKEG €MIMT®ONG OTn oLYKOAANnon FSW
Kkpapatog Al-Mg-Si.

INo ta mepdpata ypnoyoromdnKay ot TapaUeTpoL: TovLTNTO TEPIGTPOPNS 1500rpm
Ko ToyvTnTa Tpodmong tayvTnTe. Tpdéwong 100, 300, 500 700 mm/min.

Ao T1g doKipég TapaTnPNONKE OTL M YOUNAY] TOYVTNTO TPOMGNG TOV UNYOVILOTOG
elye OC AMOTEAECHA TO PEYAAOVS EVUEYEONC KOKKOVG GE GYECT] LE TN LKPOOOWUT| TOV
nopaTnPHOnKe dTav 1 TOLTNTO TPOMONG NTOV UEYOADTEPT).

EmumAéov 10 péyeboc tov kdékkov tov dokiuiov to omoia iyav wuybel Mrtav
pikpotepo ot {dvn avddevong.

H taydmta mpdwong ko m yoén emnpéace emiong TIg UNYOVIKEG WO10TNTEG TNG
GLYKOAANOTG.

Adypappo ov Topovctdlel mwg exnpedlel n ToyvTTa TPOwong to Tensile Strength
(MPa), Yield Strength (MPa) kot Elongation (%)

300 T pae | T T v T T T T v T 30

127
]2
421
118

<15

YS, TS [MPa)
Elongation [%]

100 " 300 3 500 : 700 :
Translation speeds [mmpm]

[Tivaxog 1.9

H y0én eixe oc amotélecpo v peimon v emunkvuveng kot avénon tov yield
strength. H av&nomn ¢ taydtnto mpdwong £yl og amotédesua tnv avénon tov yield
strength kou Tov tensile strength evod amd ™ GAAn mpokadel peimwon myv
smuﬁm)vcng.m]
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Ot I.M. Ikram, A. Ismail, A. Zakaria, M. Awang, M.A. Rojan, D.A. Hamid, M.F.
Makhtar perémoav v cuykoAinon petaé&d TAOK®OV KPAUOTOg GAOVUIVIOV GEWPAG
AA5083-H111.

Ot ovykohAnoelg €deiéav OtL M avénon g Beprokpaciog Tov VEPOL KOVIA GTO
onpeio Ppacpov eixe g amotéAecpa TV enopkel petagopd BepuodTTOC GTO TPOG
oLyKkOAAN oM dokipa dote va gmtevydel  cvyKOAAN o).

[opapeTpot GuyKoAMGE®V

‘Welding parameters

Sample ID Rotational speed (rpm) Travel speed (mm min~") Tilt angle (%) Water temperature (*C) Diwvell time (sec]

UFSW#1 1700 16 3 100 30

UFSWe2 1700 16 2 100 40

UFSW#3 1700 16 2 100 S0
[MTivakag 1.10

Emopévac n avénon g Beppokpaciog tov vepol o€ Beppokpacieg Kovid 6to onpueio
Bpacpov OTMG AmOdEIKVVETAL OO TO, TEPAUATO ETITPEMEL TNV ETAPKN HETAPOP
Oepuomrag oto dokipo Ko emmAéov Ponbder oy Yoén tov doKimv KaTd TV
dupketa g WHENC.

H yi&n tov dokipiov Katd v cuyKOAANGM €xel MG OMOTEAEGHO VO TEPLOPLOTEL
Oepuukd emmpeacuévn Lovn kat peioon tov peyéboug tov KoKk

Ou Farzad Heirani, Alireza Abbasi kax Mohammad Adrestani mpoypotonoincav
JOKIHEG OTN GLYKOAANGN Tov KpapoTog arovpviov AAS083 pe t1g pebBodovg FSW
kot UFSW.

Amd TIg doKiég Toug mMpodkvye OTL kaTd T ovykoAAnon UFSW 1 Ogppuxd
emnpeacpévn {dvn etvar ToAd pikpn og oxéon pe ) pébodo FSW

Ewova 15 (a) ZvykoAinon kéto and to vepod, (b) Tuykdiinon otov aépa
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Eniong mopammpovv ott n B @don (Mg Alz) mapatnpeite kvpiog oe peyolvtepo
TOGOOTO GTIC GLYKOAANGELG TTOL £Y0VV TpaypHoTtonomBel otov aépa KabmG 1 B don
yperdleton peydieg Oeprokpacieg yio vo GYNUOTIOTEL. .

Ot Hui-jie ZHANG, Hui-jie LIU ko Lei YU pegrémmoav v peta@opd g
Beppotntag kotd ™ dudpketo tov Underwater Friction Stir Welding kot ) obykpwvay
pe T petopopd Bepuodttog oe ovykoAinoels FSW mov yidyovior otov aépa yia
KPALOTO, GAOLIVIOV DVYNANG OKANPOTNTOG.

INa 11 dokipég ypnoomomOnke g pétolro Pdong to xpduo AA2219-T6. Ta
dokipa rav popeomompéva e TAAKeG Thyovg 7,5mm. XprnotipomomOnke epyaleio
oLYKOAANONG He SapeTpo meptovyeviov 22,.5mm, unkog meipov 7,4mm Kot yovia
KMong 2,5° poipeg. Epapuootnke tayvmta mepiotpoeng 800 rpm kot toydtnrtd
npoémong 100 mm/min.

H y0én Adyo tov vepod oty mepimtwon tov UFSW éyet og omotélecpo tov
neploplopd ¢ avénong g Beppokpaciog otn Bepuopnyavikd exnpeacuévn (ovn
Kot TV Oepuikd emnpeacuévn (ovn, He omoTéAEGH Vo TEpLoplotel To péyebog ko
TV V0.

Leading edge Trailing edge
7.5 T
® 8 q
E 5.0F o ) % A D o : g 0 P
BRI i I I = | " “
0 Il 1 l 1 1
=20 -10 0 10 20
z/mm
Leading edge Trailing edge
73( () .
Sas = 0 SHEN &
medr a\ S
0 ) Al
=20 =10 20

Ewoéva 16 (o) Zvykoiinon oto vepd (b) Zvykoiinon otov vepd

H peiwon g Oeppokpaciog oto UFSW emnpéace kot ™ {dvn avadevong, ot
puébodo FSW n péyiot Beppokpacia etvan 472,5 °C ko ot pébodo UFSW eivon
408,6°C.
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Temperature/"C Temperature/"C

11472.5 408.6
114079 i 353.1
|343.2 297.6
278.6 242.1
2139 186.5
149.3 131.0
84.6 75.5
20.0 20.0

(a) (b)
Ewova 17 (a) Zuykorinon otov aépa (b) Zvykdiinon oto vepod

H peiwon tov peyéboug otic Oeppopnyavikd exnpeacuévn {ovn kot v Oeppkd
emnpeaocpévn {dvn opeidetal oty KavoOTTOS HEYAANG amoppodPnoNg TS BeppdtnTal
amd 10 VEPD GE GYECT LE TOV OEPQL.

O1 H.J.Zhang, H.J.Liu ko1 L.YU cOykpwvav Tig eNMTOCES dOPOP®V TAYVTHTMV

TEPIOTPOPNG OTN WIKPOSOUN KOl TIC UNYaVIKEG emmTmoslg otn pébodo Underwater
Friction Stir welding og kpdapata olovuviov.

Xpnowomombnke  kpapo  oAovpviov  AA2219-T6 kot mn oLyKOAANoM
TPOYLOTOTOONKE GE 5 SL0POPETIKEG TAYVTNTEC TEPIGTPOPTC.

600 rpm
800 rpm
1000 rpm
1200 rpm
1400 rpm

Ta doxipa wov cvykoAAOnKav giyov mhyog 7,4mMm Kot ypnoiporomOnke ToyvTNTA
tpoémang 100 mm/min pe yovia 2,5° poipeg.

2m pikpookinpotta dnuovpyeite éva ypdonua tig popeng ““W’’ pe pikpodtepn
okAnpdétta otic TMAZ kot HAZ.
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MiKpoGKANPOUETPAGELS GE SIAPOPES TOXVTNTES TEPLGTPOPNG (FPmM)

130 + |
g.e-® —&— 600 rpm o
W\ O\ —a&— 800 rpm o1
1204\ °\ »— 1000 rpm Y
'\\ B X ~&— 1200 rpm ,0,:"\‘ /
- . al\ ey #1400 rpm / i
I 1 ‘ o A by \.‘ : 1\‘ \\ . ‘ ',/ /." -
& ".\ \ \ Pin diameter / / .
0 . '\A — 3 > A/e
- J \ N\ \ .\ s (/4]
100 i\ : »
5 N\ \ | AalAe|
s \ \ ‘.\ \ /:; L 2" :"' ‘&
' \a - P t,\ o 'y :
90 - RS - v\: :<\( A\. "/A A\ \ // /' /t AS
B Ale re -
-2 ° ) \ -
' o \e
80 T g T d T v M L{ '
10 .5 0 S 10

Distance from weld center, mm

[Tivoxkag 1.11

[Mopatnpeite 6t yio v toydnta 1400 rpm 1 oxAnpdtnta dev ivar 1 10100 Ko Yo Tig
V0 TAELPEG TNG GVYKOAANGNG AdYO OTL 6T TAEVPA OV Loy ®PEL (RS) vdpyel exTOC
TIC TAOGTIKNG TOPAUOPPOONG KOl LIAPYEL KOL 1) TOPOUOPP®CT TOL TPOKAAEL M
dvvoun mov ackel o meplavyévio. Omwe ko oto Friction Stir Welding napatnpeitan
oOtL M avénomn g TEPIGTPOPNS AVEAVEL TNV OKANPOTNTA 0T {OVN avAdELONG Ko
pewwvetar ot TMAZ kot HAZ.['®

O1 S.Sree Sabaria, S.Malarvizhia, V.Balasubramaniana, G.Madusudhan Reddyb

HEAETNGOV TNV IKPOSOUN KO TIG UNYOVIKES 1010t TEG TG HeBddov UFSW oe kpdpa
AA2519-T87.

To vepd mov ypnowomomnke katd TNV OdpKeEW NG GLYKOAANGNG NMTAV OF
Oeppokpacio 60°C.
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[Mapdpetpor ZvykoAANcemV

Values
Process parameters ESW UWESW
Tool rotational speed/rpm 150 800
Welding speed/(mm-min?) 7.5 10
Pin length/mm 18 18
Tool shoulder diameter/mm 30 30
Pin diameter/mm 12-6 12-6
Axial force/kN 12 14
Pin profile Taper threaded cylindrical
Tool material Hardened super high speed steel

[Mivaxag 1.12

Ta dokipa mov cvykoAAMNOnkav mapovsiacav mapdpolo péyebog kékkmv ot {dvn
avdodevong eved ot TMAZ ko HAZ mapamnprOnkav 61t o1 kéxkotr tov UFSW frav
pikpoéTeEPOL omd avtovg Tov FSW.
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W joint

o~

FSW joint UWFS

(a) (b)

(d)

(e) (f)

Ewova 18 Tuykorinoeig oto vepod (o) SZ (¢) TMAZ (e) HAZ , TvuykolAfoelg oTov
aépa (b) SZ (d) TMAZ (f) HAZ

H peimon tov koéxkov otigc TMAZ kot HAZ o@eidetar 6TL 10 vepd mepropilel v
Oepukn didyvon pe amotélecua vo unv divetatl o ¥pdvog vo. LEYOAMDTEL TO HEYEDOg
TV KOKkwV. Emopéveg ot pébodog UFSW vrdpyetl kupimg peimon tov peyébovg
TV kOkkov ot TMAZ kot HAZ, émov amotehel onuavtikn Pedtioon kabog sivol
Kot ot 000 meployég 6mov oto FSW mapotmpovvior Kot ot yoUnAOTEPES UNYAVIKES
181(’)11118@.[41]
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O1 Mohd.Atif. Wahid, Arshad Noor Siddiquee, Zahid A.Khan ket Nidhi Sharma
Tpaypoatoroinoayv doKIEG o1 ouyKOAANon dokiuiov AA6082-T6 pe tic pnebddovg
FSW kot UFSW.

Xpnotpomombnkay doxipo mdyovg 3mMm to omoio. cuykoAANONKav pe ToyhTNTO
neplotpoeng 900 rpm, Tpdmong 80 mm/min kot yovio kiiong 2°C.

Onwc avaepépovv ot ( Mohd.Atif.Wahid et al) 6t ot {dveg GP xat B’ givar avtég mov
TPOKAAOLY KVPIg TNV avénon NG ovtoyng Kol TG oKANPOTNTOS OTO KPOLOTO
6XXX.

Y Oeppokpacieg avatepeg Tov 200°C 1 edon B’ apyiler va petaoynuatifetor ot
otabepn B @don M omoio €yl MG OMOTEAEGHA TNV TTAOGCT TOV UNYXOVIKOV 1010THTOV
TOL KPAOTOG.

2 pébodo UFSW kot CFSW( cuykoAinon oe vepd Beppoxpaciog n Beppokpacio
om HAZ ntav xovtd otovg 110°C emopévog mapatnpnibnke odon P’ om
pcpodopn. Ztn péboso FSW n Beppokpacio otn HAZ épBace toug 300 °C gmopévac
VINPYE HETAGYNHOTIOUOS TG B edong ot B edon.

Avto elye amotérecpa otn HAZ tng pébodo FSW va mapatnpovviol pikpdtepes

TIéG oxinpottog omd owtég ot péBodo UFSW. Evdeiktikd mapoatnpnOnkoyv tipég
kovtd 75-80HV ot pébodo UFSW kot tipég xovtd 60-65 HV o1t pnébodo FSW.F*0

Ot K. Tejonadha Babu, S. Muthukumaran, C. H. Bharat Kumar kax C. Sathiya
Narayanan peiétmoav 1 pébodo UFSW yua 10 kpdpa tov arovpviov AA5052-0.
[Mapdpetpor:

Tayvmreg ovykdAAnong: 700 péxpt 1400 rpm Sradoyucd
Toayvnta Tpoéwong: 60 péypt 100 mm/min dadoyikd.

Ao TG SOKIUES TPOKVYE OTL LINPYE OVOKPLOTAA®ON TV KOKK®V € péyebog (2-
4Hum oty péBodo UFSW Adyo vyming toyvmtog wHENG Kol YOUNANG OvOTOTNG
Oeppoxpaciog.

Aoxpég pikpookinpopérpnong yia tig pebodovg FSW ko UFSW
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Distance from weld centre (mm)

[Tivoxkag 1.13

H oidnpdtta etvar vymrotepn ot péBodo UFSW Adyo 6t edéyyete 1 Bepuokpacio
Ko ETOUEVOGS Kol TO péyedog Tmv koKkkov.[*

HEIPAMATIKO MEPOX

Métaira Baong

21 dumhopatiky gpyacia ypnoyoromdnkayv 6vo pétaiia Bdong. To AAS083-HI11

kol 10 AA6082-T6 T omoia MTov KoL Ta VO GE PLOPPT] TAUKDV LLE OLOGTAGELS UNKOG:
200mm, mAdrog: 100mm ko éyog: 4mm.

Tomkéc Xnuikéc Xvotacerc Metairlowv Baceaig

Ot TomKég yMUIKES GLOTAGELS TOPOVSLALOVV LLE HEYAAN TTPOGEYYIOT] TO TOGOGTO KOTA

Bapog Tov Kabe KpapaTikov oTotyeiov.
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Tomég ynuikég cvotacels petdAiov Bdong ( AAS083-H111/AA6082-T6)

Bapog (%)

. . Other Others

Al | Si|Fe|Cu|{Mn| Cr |[Mg| Ti | Zn Each Total

AASO83 1 gp4 | - | - | - |04|005]/40]| - | - - -
min

AAS083 | 956 | 04|04 (01|10 02549 |015|025| 0.05 0.15
max

AABD82 | 983 07| - | - |04| - |06] - | - - -
max

AAB082 | 951 [13(05(01]10| 02 [12|01|02| 005 0.15
max

[Tivaxog 1.14

Kozepyooio tov Metairlov Bacnc- Asvtepo Mépoc Tov Kmortkov

To ka0e pérarro Pdong Exetl dexbel kKdmola S1oPOPETIKN KATEPYAUTIOL.
HI11: Kpdpa arovpviov evdotpayvpévo katd 10%

T6: Kpapa arovpviov oto éxet yivel Ogpuikn| kotepyacio opoyevomoinong, foer kot

TEYVNTA YNPOVOT, 6€ Beprokpacio LYNAOTEPN LTS TOL TEPPAALOVTOG

AAS083-H111

To kpdpa arovpviov AAS083 éxel ®G KOPLO KPOUOTIKO GTOLEID TO LOYVIOLO Kot
eumeplEyet ko otoryeio amd poryydvio Kou ypopio. H vymir avaioyio g toydog mpog
10 BApog, N KOAN avtoyn ot SPPOoN Kol 1 VIEP-EAAGTIKOTNTA, £XOVV 0OMYTGEL TO
kpapo oalovpviov AAS083 va ypnolponoleitor evpémg o€ TOALOVG TOUElS, Omwg M

voumykn Bropnyavia, n aepofropnyovia, 1 avtoKvntofopnyovio Kot HETOAAEVTIKY

Bropnyoavia.
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Ewova 19 Karaokevn mhoiov pe m xpnon AA5083-H111

AA6082-T6

To xpapo arovpviov AA6082-T6 €xel mg KOpla KpopaTikd ctoryeion To Tupitio Kot
TO HOYVIOlO0 KOl EUTEPLEYEL Ko oTowyeior amd poyydvio kot cidonpo. Amotelel €va
KPAUo, LEOMG aVTOYNG Kot oKANPOTNTOG e eEapeTikn avtiotaon oty diaPpwon. To
kpapa AA6082 ypnoomoteitanr oe TOAAOVG TOopEl OTMG 6T VauTNYKn Bropnyavia,

OTNV KATOGKEVAGTIKT] OIKOVOUIQ K. (..

Ewova 20 Papdot amd AA6082
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Eomhopnoc kot ZovOnkes Loykoiinong

[o Vv TpoyHOToToinoT TV TEPARATOV GLYKOAANGNG 1e v texvikn Friction Stir
Welding ypnowomombnke opelounyovn katdAAnia tpomomompévr tov Topéa
Teyvoloyiag tov Katepyasiov g Zyoing Mnyoavordyov Mnyavikeov tov EOvikod
MetooBiov [Torvteyveiov.

r—

Ewova 21 Mnyovi cuykdAAnong oo TpPng Kot ovadeuons TPOTOTOMUEVN LLE TGival

Y TV Tporypatoroinon g pebddov UFSW

H taydmra tpdémong adid Kot tayhtnta meptoTpo®ng tov gpyoaieiov kabopilovrav

avaAoya LE TIG EMTPENMOUEVES TIHEG TTOV 01E0ETE MG EMAOYEG 1 Ppelopnyovn.
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Ewova 22 Toyvtnteg mepioTpo@ng Kot Tpdmong TS UNYavig GLUYKOAAN GG

H cvykexpipévn opelopnyoavn d1€0ete 0¢ EMAOYES TIG TAPAKAT® TULES:

Emutpenopeveg tipég Tayvmroag [pdwong (mm/min) ko Toyvnrag [epiotpopng
(rpm).

Tayvmta
_ 13 21 | 32 51 83 83 | 127 | 203 | 318
npoémong(mm/min)

Taydvmta
25 45 72 | 721 | 208 | 348 | 690 | 1000 | -
[epiotpogng(rpm)

[Tivaxog 1.15

210 GLYKEKPUEVO TElpaL EQAPLOGTNKE Yovia KAiong 2° popav avtifetn mpog v
eopa Kotevhuvong g cLyKOAANoNG €Tol Mote vo emtevybel KaAdTepn pon TOL

VAKOV.

Epyaleio Zvykorinong

H emdoyn 1tov katdAAniov epyoieiov €161 doTe v emtevydel o TOLOTIKY
ovykOAAon Tpémel va mepthopPaver moAréc mapapéTpove. H yewpetpio Tov mpémet
va givol T€T010 OOTE Vo Tapdyetal 1) aropaitntn TP Yo v dlepyacio aAld Kot vo

EAEYXETOL 1] POT] TOL DAMKOV £VTOG TNG GLYKOAANGT|G.

To epyodeio mov emAéybnke 7y To TEPdpoto OWTHPNCE TO TEYVIKA TOL

YOPOKTNPIOTNKA GE OAEC TIC OLOUPOPETIKES TOPAUETPOVS GUYKOAANGNG
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Ewova 23 To gpyaieio cuykOAANGNG TOV ¥PNOLUOTOMONKE KATA TNV CLYKOAANON

Kot S100€TEL GTEIPO LA V1oL TV KOAVTEPT POT] TOL VAIKOV.

To vAkd and 10 omoio amoteheite 10 epyoireio, Oa mpémer vo dobétel Ta TEYVIKA
YOPOKTINPIOTIKA, £T01 ®oTe va pnv ennpedleton omd v Oepuoxpacio kol TIg

UNYOVIKEG KOTOTOVIGELS TOV SMIIOVPYOLVTOL KATA T SIUPKELL TNG CLUYKOAANOTG.

Ewoéva 24 To Epyaleio mov ypnopomodnke yio Ty GuYKOAANG.

To Epyoleio mov ypnopomomnke yioo v ocvykOAAnom oOwbétel o TapakdTm

TEXVIKA YOPAKTNPLOTIKAL:
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Awgpetpog [epravyeviov: 22.3 mm
Adpetpog Ieipov(kvAtvopucdg): 6mm

Mnkog meipov: 3.7mm

O mneipog owbiter oneipopa €16l Mote vo emtevyOel koAdtepn pon TOL

RETALAOV.

To epyalieio eivan xkataokevaouévo and Oepuxd kotepyoocuévo yoivpa SVERKER
21 oxinpomrog 61 HRC. O cvykekpyévog xdAvpog eEacparilel 0TI N YempeTpio TOL
gpyareiov dev Ba aAAGEeL Otav avTd ektebel og emavarlapPavopevovg KOHKAOVS TV
Bepuokpacidv mov oynuatiCovior Katd T cLYKOAANGCT, OAAL Kol TNG UNYOVIKNG

KOTATOVNOMG TTOL dEXETOL KATA TN O1dpKeLlo TG depyaciog.

TI'ovia Kiiong Xvykoriinong

Eniléybnke yovio wiiong 2° powpov  avapeco otov dEova tov VAKOD Tov
ovyKoAAdTOL Kol Tov gpyoreiov. H yovia avt) emdéyxOnke Pdon Piprioypagikng
avalnmong mov avédelEe OtL givar emopKng Yoo TNV UETAPOPH TOL VAIKOV omd TO
umpootd oto micw péPog Tov meipov. EmmAéov ot €pguveg €povv avadeilel Ot pe

ot TN KAMoN TopAyeToL po KOAN ETPAVELD GTN GVYKOAANON.

Ipogtopnocio EAaopatmv

H mpoetopacio tov dokipiov Eekivnoe e TNV KOTY TOV UETAAA®VY OTIC KATAAANAES
dwotdoelg €t61 OOTE vo. pmopovv va tomofetnBodv mhve oty tpdmela ™G
epeCopnyovng. Katd v xomn Tov petdArlmv yxpnoipomo|dnke SioKoTtoHog 0 0moiog
O1€ete YO&n €101 MOTE Vo UV emMpeactovv Beppukd o VAIKE. Ot mAdkeg €xouvv
KoTel pe TPOTO TETO0 £TG1 MOTE 1 POPE EAaong va glval TopdAANAN Le T Qopd TNg
OLYKOAANGTG. ZT1 CLUVEXEWL OTIC TAAKEG ovolytnkov amd 600 Tpoumeg ot Kabe o,

dwpétpov 11 mm.

56



Ewova 25 EvBuypappion tov gpyaieiov pe ta dokipa dote vo S1EpYeToL akpimg

TV and TV EVeon).

‘Enerta to dokipno tomobetOnkav mive otnv tpdmelo g @pelopnyovng Kot
evBuypoppicTKay, MCTE Vo UNV VIOPYEL KEVO OVAUECO TOLG KOl TOVTOXPOVO O
nelpog vo. mepvhel akpP®dg mhveo 6to onueio cLuYKOAANONG G OAO TO UNKOG TNG

GLYKOAANGTG.

IlposTowacio XvyKOAANGNEC GTOV UTHOCOULPLKO UEPU

Ta eldopato tomoBemiOniov mave ot tpanelo ™G epelopyovig ®OoTE va
epantovior peTad tovg. T TV ovykpdtnomn Tovg KATA TNV SLAPKEW TNG
OLYKOAANONG ypnoomombnkay Pideg, mov mepdotnKay HECO amd TS TPUTEG TMV
edacpdtov kol edpoidbnkay mave ot tpdnefo. H mAdka tov alovpiviov celpdc
AA6082 tomobethnke otnv mAevpd O6mOL KOTd TNV CLYKOAANOT Elval LT TOV

npomBeital, evd To adovpivio oelpdg AAS083 otn TAevpd Tov omcOoywpet.

IIposTownacio XvyKOAAGNE KAT® 0T0 TNV ETLOAVELY TOV VEPOV

57



I'o ™ ovykoAinon underwater friction stir welding kotaokevdotnke moivo péca
otV omoio mpayuatomomdnke 1 ovykoAAnon. H katackevn 01€0ete w¢ torydpota

mAeElyKAAg Kol ¢ hto TV Tpamelo e epeloun ovig.

Ewova 26 TTpostopocio tg pebosov UFSW

[No va emrtevybel M otabepdTnTo Ko 1 oTEYOVOTOINoN NG OANG KOTAGKELNG
ypnoonomOnke clukovn. H amopporn tov vepov mpaypoatomombnke amd Témo Tov
Kéto pépovg ™ tpanelog. H dwadikacio ompiEng tov mAakdv ivol Kowr| Le avTh

NG GLYKOAANONG GTOV ATHOCPOIPIKO OEPTL.

H Bgppoxpacio tov vepod katd v cuykdAinon Ntav otoug 80°C yia to Adyo 611 o€
avtn ™ Oeppokpacioc n pnyovy cLYKOAANONG Tov NTov SOESIUN UTOPOVsE VA

EMTVUYEL TAUGTIKOTOINGT) T®V DAIKOV.

Kom Aokipiov

IMa v kKom tev dokimv 610 KatdAAnAo péyefog Kot oynuo dote va peAetnfovv

ypnoponomdnke diokotopog Struers Discotom 50.
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Ewoéva 27 Awskotopog Struers Discotom 50.

Kotd 1t Sidpketo g xomng vy vo amoeevyfel m vynAn Beppokpacio mov Oa

emnpéale

TV [Kpodoun, vapyel Yoén tov 4iokov Kot Tov SoKiiov.

Eyxipotiopog

Ta dokipna eykiPotifovior pe KatdAAnAn pnrtivip ®ote va glval wo €OKOAN M
petémetra depyosio Tovg. TomoBeTovvTal evtdg Kahovmol to omoio yepilet pe pntivn

Kot 6kAnpovvt o€ avaioyio 10 mpog 1.

Ewova 28 Aokipa mov givan eykiPoticpéva
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Agtaven — ZtiAfoon

Mo mv amokdAvyn g Hkpodoung evog SoKiiov Tpty TV ¥NUKN TPoSPoAn Tov
etvar avaykaio 1 Aglovon Tov kot 6t cvvéxewa 1 otiAPwon tov. H Agiovon €xel g

oKoTd va, Aeldvel 6G0 TO SLVATOV TEPIGGOTEPO TNV EMPAVELN TOV SOKLUIOV.

Ewova 29 YSpbuktn Sidtaén tumou “Stuers, LaboPol-5" tou Epyaotnpiou MetaAikwv

UALKWV

Mo to wepauato ypnotporomdnke vopoyvktn didtaén tomov Stuers, Labol-5 .0
TEPIOTPEPOUEVOC Olokog Exel €Opog TabTNTOG TTEPIOTPOPNG amd S0 Emg S00 rpm. H
TOYOTNTO OV EMAEYETOL TPEMEL VO UETOPAAAETOL OvOAOYD pe TNV Topeior NG

dwdkaciog.

Ta xaptid mov ypnowomomdnKay yo v Agiavon amoteAodvion amd KapPida Tov

noptriov ko glya mapoydel amd tnv Stuers.
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Eucova 30 Xaptid Actovong Stuers

H xoxkopetpioo TV y0pTI®V TOL YPNGIUOTOMONKOV YloL VO TPOETOUACOVY TNV

emedavela stvon ta e&ng:

e 400 grit
e 800 grit
e 1200 grit
e 2000 grit
e 4000 grit

Kot ypnotporomonkay amd ) KpATEPT TPOG TN UEYAADTEPT. YTTAPYEL KOTOLOVIOUOG
vepol otV Tpdmelo £T01 OGTE Vo WYOXOVTOL TO OOKIHO KOl VO OTOUOKPOVETOL

omoladNmote couatiow amd v Tpdrela mov Oa pmopodcsav va yapdovv ta dokipia.

Metd 10 mépag ¢ Aeiavong kou Otav €xel eheyybel 011 10 amotélecua givor To
emBountod akoAovBel n otiAfwon. Xty otiAPwon xpnoLoTolEiTl TEPIGTPEPOUEVOS
dtokog, 6mov tomobeteitar feLoVO0 Kot TAV® TOL TAGTO. XTO GVYKEKPUEVE dOKIpa
ypnooromOnke ko Perovdo DPNA kot mdota adovpivag 1 um kou 0,1 um. Ta
SOKIHa ATOKTOOY Ii0 CTIATTVI KOl AQUTEPT] EMLPAVELD, KAODG OMOLaKpHVOVTAL TUYDV

YPOUpES IOV umopet va vtdpyovy petd v Aeiavon. ‘Eva dokipio 6mov €xet emtevydel
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n otiAfwon wpémel va aviavakAid KaBeto OAEC NG OKTIVEG TOL TMEPTOLV OTINV

EMPAVELQ TOV.

Otav odokAnpmBovv kal ot 000 dladikacieg ta dokipto EemAévovion Le vepd Kot

StdAvpa oBavOoAnG. Xto télog oteyvavovtal pe (eoTo aépal.

Xnuwkn Hpocforn

Mo mv gpedvion g pKpodoung Tovg to dokipa TpocsBailovrol ynuikd. Katd v
dwdkacio avty 1 EMEAvVELD TOV SOKIUIOV JPPAOVETOL TOMIKE, LE OMOTELECLLO TO

oplo. TV KOKK®OV va TpocsPAALlovTal TEPIGGOTEPO KoL VAL YIVOVTOL ELLPOAVT].

H ymuuc mpoosPoin) ypnoyonoteiton oty HeTOALOYpAPia, Yo TNV OTOKAALYN TNG
LKPOOOUNG VOG doKLiov.

To dokipto, yio va givor kaTdGAANAO Yo YNk TPooPoin, mpémel va. €xEl Lo
TPOGEKTIKA YOUAMOUEVT EMIMEDN EMPAVELL, A0 VAKO gAe0BepO amd T aAhay€C TOV
pmopel vo TpokANONKaV amd EMPAVELNKT] TAPAUOPP®GT, and POT| TOV VAIK®OV 1) 0md

YPOTGOVVIEG.

[Map’ 611 pepikég mAnpogopieg pmopodv va GuArexHoOV amd 10 YLOAMGUEVO JOKILLO, 1

pkpodopn cuvnBmg amokoAvTTeTON (YiveTan opatr) Hovo petd amd ynukn Tpocfoir).

H npocsPoln eivor katd kbpro Adyo o eheyyopevn dwdwkacio ddfpwong n omoia
elvar amotéleopa NG MAEKTPOAVLTIKNG AVTIOPAONG OVAUESOH OE EMUPAVEIEG TOL

SoKIIOL LLE OLPOPETIKO SVVOALIKO.

Ta ymud SwAdpota mposPforng mopdyovv peTaALOYpOQIK ovtifeon pe dvo
1pomovs. Eite dtopéoov tov KpuoTaAMKdV 0pmdv (ONAadT ta Opta TposPdirovTot
pe peyoAvtepn toyOTNnTa AGY0o TOV S0QOPOTOMGEDY GTOV KPLGTUALOYPUPIKO TOVG
TPOGOVOTOAICUO), UE amOTEAECHA TNV dnpovpyio Pabuidwv oto 0plo TV KOKK®V
Kol 01(pOPAOV OVTOVOKAACTIKOTNTAG €iTe Ue TNV TPOCPOAN oplwv KOKKwV 1| opimv

Ié I4 L4 ’ 59
paoewv, 1 onoia Tpokadei aviakdoeg. %)

Me 1o kKaBapd PETOALN Kol TO. LOVOPAGIKE KPAUATO, d10popd OLUVOLKOD TOPAYETOL

aVAUEGO GTOVG KOKKOVG TTOV £X0VV OLOPOPETIKO TPOGUVOTOAGO, OVAIESH GTO OpLaL
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TOV KOKK®OV KOl TO ECMTEPIKO TOVE, AVANESH OTIG aKaOaPGieS Kot TNV UNTPIKN (Ao

N avapeca g Pabideg GVYKEVTPMOONC GTO LOVOPAGIKA KPALLOTO.

2V TEPITTOOT TOV S1-QPACIKAOV 1] TOAV-QACTKOV KPOUATOV, 0L SLPOPES SVVOUTKOD

TapoVcldlovTal ETIONG AVALESH GE PAGELS LLE OLOLPOPETIKT GVGTOCT.

Avtég ot deopéc Suvapkoh YPNOUYOTOOVVTIOL Yo VO, TOPAYOLV EAEYXOUEVT
dwAivtomoinon. H pikpodoun amokaAVTTETOL PE TNV EMAEKTIKN SALTOTOINGCT TG

doune, EeKvavtag omd TV ETEAvELN Kol cLVEXILOVTOG TPOG TO ECOTEPIKO.

O1 drpopéc atov puBud TposPoing amokaidmTovy TV dopun. Katd v didpkeia g
TPOGPOANG, TPOoPAALeTOL 1 TEPIGGOTEPO MAEKTPOOETIKY OVOOIKY QAGT, EVO M
nAekTpoapyNTIiKy dev TPosPaiietal oyeddv kKaBoriov. Kabmg 1 dwapopd dvvoptkov
avapeco otic 600 @doelg peyolmvel, o ypOvog TPOGPoAng mpémel vo eleyybel
TPOGEKTIKA, Yi0 VO UNV vdpEovy eovopeva vepfoiikng dappwong (over-etching).
E&aitiog tov peyéboug tov dvvapikod, ovAPESH GE JUPOPETIKEG PAGELS, T OUTAL
Kpapato cvvibmg mposPdriovion mo ypnyopa an’ Ot To. Kabopd pHETOAAN Kot To

LOVOQAGIKA KPALOTOL.

H anpocPinm xabodikr| edon eival vrepuyoUEVN Kot QOIVETOL QOTEVY], E101KA OV
&xel oyeTkd peydro péyebog. H avodikr gdomn £xel vToympnoel KAT® omd To apytko
EMIMEDO NG YVOMGUEVNG EMPAVELNG Kol PAIVETOL VO £XEL TPAYLE EMPAVELD OVAAOYQL
pHe 1o OdAvpa Kol TV o0oTAcT TOL Kpapoatog. H empoavewokr tpoyvnta Ha

TOPOVGLALEL TO AVOOIKO GUGTATIKO GKOTEWVO.

Meyddn mpocoyn mpémer va dobel oto ypovo mpooPorns. Kabog peyolover n
peyébuvon oto pikpookomo o PBabudg mpocsPoing mpémel va peiwbel. Ot dtapopég
duvapkol avapeso oto Oplo TOV KOKK®OV Kol GTO E0MTEPIKO TOVG vl PIKPOTEPES
Kol 0oKOUV Ayotepn emppor| otnv mpocPoir]. Ot axabapoieg ot omoieg emkabovion
oT0 Oplo TOV KOKKOV UTopolv va BEATIOC0VV aioOntd Ty amddoon g TposfoAinc.
210 LOVOPOGIKE KpApoTo Kot To. KoBapd HETOALN £vor StaAL pUmopel Vo TPoGPAaiiet
To. 0Pl TOV KOKK®V 1 EMAEKTIKO VO SOAVGEL SLOPOPETIKA TPOGOVOUTOAGUEVOVS
KOKKOVG, TO0 omoio mapdyel mpocPoin avtifeong wokkov. T ta mepdpota
ypnoonomdnke to dtdlvpo Nital. H ymuikn tov obotaon givar 2% vitpikod o&éog
(HNO3) og aubviikn okkooin (CoHgOH). Ta doxipo apédniay yio 50 devteporenta

pésa 6To Nital.[*!
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Aoy E@ghkvopod

Y& paxporkAipoko to dokipo e€etdotnkoy pe SOKIUN EPEAKVOUOD COUEMOVA [E TO

npotvro ASTM E 8M-16a.

.

41

Ewova 31 Mnyovi k6mmong tomov Instron 8800

Ot doKipég ePeEAKLOUOD TPOAYUOTOTOMONKAY GV PNYOVY] KOTWONG NG ZYOANG
Mnyovikeov Metadreiov- Metallovpydv, 1 6xoAn owabétel unyavi Kémwong Tomov
Instron 8800. H unyovr amotedel pio VOPOLAIKT UNYOVH HUNYOVIKOV OOKIU®MV LE
uéyoto poptio 100 KN kot togydnra mapapdpemong ion pe 0,5 mm/min.

Yrdpyovv kdmowor acikol unyavicpoi Baon tovg omoiovg £vo VAIKO 1GYLPOTOLEITE

KOl TOKTO LEYOAVTEPT avmxﬁ_[38,42]
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Mnyovienoi Ieyvpomoinonc

Ot dwtapoyés KAto omd TV enidpact eEMTEPIKNG SATUNTIKNG TAonS oAcbaivouv
EMOV® O OLYKEKPIUEVA KPVOTOAMKA emimeda, To omoio. ovoudlovior emimeda

oAloOnong, e amoTéAEGA TV TAPOYWYT TAAGTIKNG TOPAUOPOOCNS GTO VAIKO.

H xplown tun g otatuntikng tdong ommv omoia &Eexwvder 1 oAloOnon tov
dlTapay®v givol To 0plo dlPPONG HOVOKPUGTAAAOD GE JITUNGTN, T, , TO OTOIO
oyetileton dpeca pe 10 6plo dPPONg TOAVKPUGTOAAIKOD VAIKOD GE EPEAKVLGO, Gp ,
péyebog mov kabopiletor gdkoAd TEWPAUATIKE LEG® TNG OOKIUNG €peAkvopov. H
avVTOY| TOV UUETOAMK®OV LMK®OV, OnAadr 1 avtiotaon mov mpofdiiovv otnv
TAOCTIKY TAPAUOPe®oT, uropel va avéndel pe v mopepnddion g oAicOnong tov

dTAPUY®V GTOVG KPVGTAALOVG.

[Mopepnddion oty oricOnon datapoydv puropovv va tpofdilovy didpopa cToryeio
NG MKPOOOUNG TOL LAIKOV, OT®G TO KPLOTOAMKO TAEYUA (TAEYHOTIKY ovTioToon),
GMec  Swrapayés (kvntég 1M okivnteg),  GTOUM  KPOUOTIKOV — GTOLEI®V
(avtikatdotaong 1N moperPoAng), ta odvopo KOKK®V, KaOdG kol copotiol
devtepevovom®v  @dcewv. Kabéva omd 1o mopamdve otoyyeio mpofdiier pia
OLYKEKPIUEVN €01KN avTioTOon 6TV OAlcONnoM TeV dTapaydV Kol GUVIGTH Evav

EeXYOPIOTO PLUNYOVIGUO 1GYVPOTOINOTG TOV LUETAAMK®V vik@y. 48

Otr Pacikdtepol punyavicpol 1oYLPOTOINGCNS TOV UETAAMK®OV VLAIKOV givor ot

TOPUKATO:

I.  H meypatikn avtiotaomn, mov opsiheton oty avtictaon mov TpoPaiet To 1610
TO KPUOTOAMKO TAEYHO 0TV 0AlcOnon dwatapaydv péca oe owtd. Oomnyel og
eEdptnon tov opiov Oappong omd TNV TLKVOTNTO TOL EMUTEIOL KOL TNG
devBvvong oricOnong.

Il.  H epyookinpuvon, mov ogeidetal ot paydaio. avénon g muKVOTNTAS TOV
dwtapoay®v Kol otnv oAAnAemidopaocn petad Tovg pe v avénom g
TAOGTIKNG mopapdpewonc. Odnyel oe e£aptnon tov opiov dappong omd to
TOGOGTO MAAGTIKNG TAPAUOPPOCTG TOV £XEL VTOGTEL TO VAKO.

I1l.  H 1oyvponoinon otepeold SOAVUATOG 1 KPOUATMOONG, TOV OPEIAETAL GTNV

OAANAETIOPOOT] TOV SOTAPOY®OV UE GTOUO TOPEUPOANG 1] OVTIKATACTOONG.
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Odnyel oe e&dpnon TOoV opiov dPPONG OO TNV MEPLEKTIKOTNTO TOV
KPALOTOG GTO O16popa KPOULOTIKA GTOLYELOL.

IV. H 1oyvponoinon and cvvopo KOKK®V, TOL OQEIAETOL GTNV AVTIGTOCN 7OV
TpoPaiovy Ta GHVopa TOV KOKK®V otV oAicOnon twv datapoaymv. Odnysel
o€ e£aptnon tov opiov d1appoNg amd T0 LUEYEBOC TV KOKKM®V.

V. loyvponoinon amd xabilnon kot Somopd OELTEPELOVCOV EACEWMY, TOV
opeidetal otV avtiotaon mov mpoPdAovy copatiow ALV @dcemv, To
omoio. oynuatilovtar eite amd kabilnom, &ite amd dwomopd. Odnyel oe
eEdptnomn tov opiov dappong omd 1o KAAGH Gykov Kot T0 HEco péyebog tmv

COUOTOIOV TOV OEVTEPEVOVCADV PACEWV.

Y& OmolodNmoTE KPOUOTIKO  ovotnuo eivar dvvatdv va  Asttovpyst €vag 1
TEPLGGOTEPOL OMO TOVLG TOPOTAVED HNYOVIGHOVS 1oyvpormoinons. H  ovyypovn
eocopio oto oyedaopd kpapdtwv (alloy design) sivar n towtdypovn ypnon
SPOPOV UNYOVIGLMV IGYVPOTOINOTG Y1t T JUOPPMCT TNG GLVOAIKNG OVTOYNG TOV

Kpduatog[%}

MwkpookinpopéTpnon

2TV GUYKEKPEVT HEAETN Y10 VO TPALYLLOTOTTOMOOVV Ol LETPNCELS YPTCLULOTOONKE
10 povtédo Instron Wolpert 971/750 mov o1béter 10 gpyactiplo ¢ etaupiog
EAKEME. Ot petprioeig éywvav oty khipo Vickers copemva pe to mpéotomo EN I1ISO
6507.

Me tov 0po «oxkAnpotntay opiletor n aviictoon mov mpoPdAdel éva coOUA GTNV
npoondfeio deicovong kdmoov ALV GKANPOTEPOL €1GPOAEN LIO EOPTIO KO
e€aptdtotl amd Tn @UOoN TOV PETOAAOV, TNV KPLOTUAAIKY TOV SOUN KO TIG TEXVIKEG
KATOOKELNG Kot Katepyasiog tov. O éheyyog g okANpOTNTOS TOV VAIKOV YiveTal e
duapopeg pebddovg, dnwg N okAnpdtTa 6E £yyapaln, N oKANpOTTO GE Agiavon, N

oKANPOTNTO GE KPOLGTIKE POpTio Ko 1] GKANPOTNTO GE 81?,{081)011.[4]
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Ewova 32 Amotomopa SOKIL®OV IKPOGKANPOUETPTIONG

O 6pog LIKPOGKANPOUETPNOT AVAYETOL OTN UETPTON TNG CKANPOTNTOS LE YPION TOAD
wkpov eoptiov dnAadn lgr- 1 kgr. O ypnoylomoloduevoc evivmot™g gival m
adapavromupopido g peBddov  Vickers, o omoiog eivor  poppoedpikn|
adapavtorvpopido pe Baon popfo pe Aoyo dydviov 7:1 Kot yovieg kopverg 172°
30°. O1 S100TAGELG TOV OTOTLTAOUATOG TOV ONULOVPYELTAL EMEWDN TO PEYEDOG TOL lvan
TOAD UIKPO peTpovvTon pe pukpookoémio. H pébodog ypnoyomoteital dtav amotteiton
TOAD pkpd péyebog evivm®ONG, M.Y. GE EMPOVEINKE OTPOUOTH, AETTA VAIKA,
OKANPOTNTO UETOAALOVPYIKOV QACE®V, GKANPOTNTO KOVIA OTO G(KPO KOMTIKOV

spyaks{mv.[l"‘g]

Ewova 33 Tomikdg pnyovicpog epyoreiov HIKPOGKANPOUETPNONG
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Ymv kMpoko Vickers mn oxkAnpotmrta vmoloyiletol (Om®G KOl OTNV  KOVOVIKY

oxAnpdétta Vickers ) and tov tHmo:
HV=1.8544P/L"2 (P to goptio)

IMa va petpnBel n oxAnpdtta oe po cvykoAinon FSW o6mov 1o péyebog g eivan
HIKpO, etvan avaykaio n ypnon g nebddov pikpookAnpouétpnone. Ta dokipto oto
omoia epapudletar n péBodog mpémetl va £xovv Actaviel kot oTIAPwbel, dote vo punv

VILAPYOVV atéAleleg mov Ba propoHoay va EXNPeCGOVY T HETPNOT).

>1o dokipa epappdotnke N uEBodog HETPNoNG KoTd Vickers.[?

Ontu) Mikpookomia

To ontd peTaAloypaEKO KPOGKOTIO omoTEAEL Eva amd Ta TO GNUAVTIKG EpYyaAeia
vyt peAétn g petodroypapioc. Eved, 1o niektpovikd pkpookdmo depyopevns
déoung (TEM) ko 10 nAextpovikd pikpookodmo capwong (SEM) Eemepvovv 600 amnd
TOVG GNUOVTIKOTEPOVG TTEPLOPIGUOVS TOL OTTIKOD HKPOGKOTIOV-TNV OVOALGT Kol TO

BaBog tov mediov-deV £YOVV KATAPEPEL VO LELDGOLV TV GNULAGI0 TOV.

Ovtog, ot meplopiopoi tov pikpookonmiov TEM kot SEM amotelodv to 1oyvpd
onueio Tov OTTIKOD PIKPOGKOTION KOl OVTIGTPOQQ, £TCL MOTE Ol TEYVIKEG OTTIKNG KO
NAEKTPOVIKNG UIKPOGKOTIOG VO £IVOl CUUTANPOUATIKEG KOl Ol OVTUYOVICTIKEG. XE
KGOe pEAETN VAKOV, N O cmoth dwdtkacio eivar n apyn ¢ e&€taong va yivet

TPAOTO GE LOKPOOKOMIKO EMIMEDO, TPV TPOYMPNCEL GE UIKPOOKOMIKEG AETTOUEPELEC.

H amAn ontikn| e€€taom, 160G LOKPOGKOTIKNG TPOGROANG, TPEMEL VoL TPONYELTOL TNG
peyéfuvong. Oheg o1 mopaTNPNOELS GTO LUKPOGKOTIO TPEMEL VO EEKIVAVE LE oL LIKPN
peyébuvon onwg avt) tov 100X, 1 onoia Oa axorovdnbei ctadiokd amd peyordTepeg
peyefhvoels, £Tot MGTE Vo EKTIUNOOVY IKOVOTOMNTIKE TO. BOGIKA YOPOKTNPIOTIKE TNG
pikpodouns. Me avtév tov TpOTO, TO GLVHON M U XOPOKTNPOTIKG NG SOUNg
umopovv vo dtokptlBovv kot va avayvopltodel n omovdoadtd tovg. H omtiky
pikpookomion €xel dmelpeg epapuoyés. H mo onpaviikn epoppoynq e eivor o

KaBop1odg TOV SOUIKAOV PAGE®Y KOl 1] GVGTOCT TNG KUPLag LAl Tov usrdMon.[M]
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Avtég o1 mapatnpnoelg eivol 1000 UEYAANG GToLOATNTOC, EMEWN 1 OOUN KOl T
OVOTOGT TOL LMKOV, EXEL TOAD LEYOAN EMIOPAOT OTIC IOIOTNTES KOL TV CUUTEPIPOPE
TOV. XTIV UEAET HE TO OMTIKO WIKPOOKOTIO, 1M EMQAVEL €VOG KATAAANAWL
npoeTolacéEVOD dokipiov eEetdleton eite TPocPodn, €ite pHetd amd TpooPoin 1 Ko

071G 600 KOTOOTACELG.

ZVYKEKPIUEVO, GLOTOTIKA UTopovv va mapatnpnbodv mo edkoAa ov givor amimg
YOOMGUEVN N EMQEAVELN, EMEWN OEV OKLYPOUPOVVTOL HE TNV YNUIK TPOGPOAN.
Eykieiopota, vitpidwa, opiopéva kapPidto kol eVOOUETOAMKES QPAGELS UTOPOLV Vi

mapaTnpNOovV Kot Ywpig Nk Tpocfors).

Extog amd 1o eykheiopota, or vmoéAowmeg @doelg pmopodv va eEetacTobV LE
LEYOADTEPT EVKOAIDL OV KOTA TNV SEPKELD TO TEAMKOV GTadiov yvoAicpatog emélbet
Kamolog Pabuog arokatdotaong e emedvelag Tov dokiuiov. To doxipo mpémel va
elval 6MOTA TPOETOAGHEVO, £TGL MOTE VO €ival duvati 1 GOGTH TOPATHPNON Kot
LETAPPOOT TNG KPOJOUNG, Ywpig emmlokés amd cpdApata (artifacts). Ta dokipua ta
omoio. aVTIOPOVV GTO TOAMUEVO PG, OMMOC TO LAKG HE UN-KUPIKES OOUES, YEVIKA

eEetalovral Ywpic ynukn TpocBoin.

Q061660, OTI TEPICCOTEPESG TEPUTTAOCELS 1 YNUKY TPOGPOAN mpémet yivel, Yo eivan
duvatn N TEPOTHPNON TG KPOSOUNS. YTAPYOLV OUETPNTEG LIKPOGKOTIKES TEXVIKEC,
ol omoieg Umopovv va. xpnoipomoinfodv yio TV TOpATNPNON TS UIKPOSOUNG TOV
VMK®V, KOl AVTEG Ol TEXVIKEG TAPAYOLV EIKOVEG Ol OTTOIEG £XOVV TNV AVAALGT KOt TNV
avtiBeon mov eivar amoapaitnn yoo TV TAPOTHPNOT TOV HMKPOCKOTIK®OY OOUK®OV

Aento uapsm()v.[l]

Hextpuci) Mikpookomio Xapwong (SEM)

Mo v pekétn g pikpodoung ypnopomomdnke ektdg TOL OMTIKOV HKPOGKOTIOU
Kot MAEKTPOVIKO HiKpookomo cdpwong (Scanning Electron Microscopy). Mo v
TopaTNPNoN TOV doKIimv ypnotpomombnke to Jeol6380LV tov oikov JEOL mov
elvat EpodlacUéVo Kot pe Vo ¥NK)G avdivong SEM-EDS.
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Ewova 34 Hiektpovikd pikpookonio capwong (Scanning Electron Microscopy)

Jeol6380LV tov oikov JEOL

H H\extpoviky Mikpookomnio Zdpwong (Scanning Electron Microscopy, SEM) eivau
plo amd O6mwg ovyypoves Kot guéMkteg ueBOOOVE availvong OmMC HIKPOSOUNG

peyaiov aptfpol LAIK®V.

H wovomra tov ontikdv pikpookomiov meplopiletor Adym 0TS GUONG TOL POTOG

oe enineda peyeduvoemv émg 1000X kot g dtokprTikn Kovotnta £0¢ 0.2 um.

To mMAekTpovVIKO IKPOOGKOTIO GAPOONG &ival éva Opyovo 7OV AELTOVPYEL OTMG
TEPIMOV Kol €VO, OMTIKO HIKPOOKOMO HOVO TTOL YPNOUUOTOlEl dEGUN MAEKTpOVIDV

VYNNG EVEPYELNS aVTL Y10l MG, Yo VoL EEETAGEL AVTIKEILEVA GE AETTOUEPT] KAMULOKOL.

Ta niektpovia Ady® OT®G KLUATIKNG OT®S PHONG UTOPOVV VO, ECTIONGTOVY OTMG KOl
O QOTEWVA KOUOTO 0AAG G€ TOAD PIKPOTEPT EMPAVEL (T.Y. KOKKOC VAKoV). H déoun
NAEKTPOVI®OV GOPOVEL TNV EMPAVELD TOV JEIYUATOG LE TO OMOiov aAANAEmdpd. Ao
™MV OAMAETIOPOAOT OVTN TPOKVTTOLV TANPOPOPIEG GE GYECN HE TA ATOHO TOV

otoyeimv mov anaptilovv 10 eEeTaldIeVo LAIKO.

Amd 1o dtopo TV otowyEinv ekméumoviol Kupimg dgvutepoyev (secondary) ko

omcBookedaldpeva (backscattered) niektpdvia KaOMOG Kot oKTIVES X [l
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P | Electron gun releases electrons |
(_Electron Gun ) A ).

Electron

keV energy

‘ Accelerated up to dozens of ‘

e ™
|\ Anode J—)

Focused into
electromagnetic lens

|“ Injected to the surface |

e
( Electromagnetic
| —
\_ Lens /

of the specimen

'C Scanning Cons}—) |
. \

Detector detects SE/BSE Signal
(X-rays, and current are also detected)

————
( Backscattered !
\_ Electron Detector /

by synchronizing the amplified

‘ Image developmeant ‘
current signal and the monitor

Secondary Electron
Detector

Ewova 35 Baocwuég apyéc Aettovpyiog tov SEM

H évtaon tov eknepndpevov niektpoviov emnpedletonl amd o YUPAKTNPIGTIKA TNG
emeaveng. 'Etor 1o SEM divel minpogopieg mov agopoldv kupiwg 6t pHopeoroyia

KOl GTT] GUGTOGCT TNG EMLPAVELNG.

Epappolovrtag £évo cuotnua aviyveuong tg Ol106Topds TOV EVEPYEIMV TOV OKTIVOV X
OV SNUOVPYOVVTOL GTNV EMPAVELD. OO TNV TPOCTINTOLGA OEGUN, Umopel va yivel

, . - [35
NUITOGOTIKA GTOLEWKA aviAvon Tov VAo, B!

Omoc0ookedalopneva Hiektpovia (Backscattered Electrons)

Otav ta niextpovia g déoung pe evépyswa y 30 KeV pBdoovv oty empdvela tov
delypatog deiodovovv e Paboc mov efaptdtor omd Ttov atopkd apBud. Ta
nAektpovia Tagldehovy mpog Tuyaieg Katevduvoelg HEca 0TO dElYIO Kol GLYKPOVOVTOL
pe to dropa tov delypatoc. Ta NMAEKTPOVIO. GLYKPOVOVTOL EAAGTIKG L€ TOV TLPNVA
TOV aTOHOL (E101KA G PEYOAO ATOLM) Kot GKEOALOVTOL TPOG OTOLAONTOTE KaTeEVOUVOT)
YOPIG oNUOVTIKN am®AEln TG eVEPYELAS ToVGg (kpatovv To 50 pe 80% tng apyikng
evépyewng). Exelva ta miektpovio mov okeddlovtal mpog ta miow pe yovia 1800
Aéyoviar omcBookedalopeva (Backscattered electrons, BSE). 'Exyovuv peyodvtepn
EVEPYELDL KOl EKTEUTOVTOL OO peyoAvTepo Pabog and 1o delypa. To mocootd TV

niektpoviov mov ekméumovion omcbookedalopeva, eEaptdtal amd TOV OTOUIKO
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aplBpd tov atdpov tov detyparos. o ta ehappd otoyeia eivor ~6% evod yuo Ta
Baptepa ~50%. Emopévoc n aliayr| tov mocoostov twv BSE divel dtapopomoinon
oV €KOVA ovOAoya pe Tov atopukd aptdpo. Ov PBaputepec @acelc @aivoviot
Aopumpotepeg amd Tig eAappiTepPES. 'ETol éxovpe mAnpopopieg yioo TV oVGTOCT] TOV

delyporog.

H oaviyvevon vyivetor y(pnNOLLOTOIOVIOG ®OC OVIXVELTH TOV MWOY®OYO OTEPEAS
katdotoong (solid state semiconductor) oynfuatog donut, o omoiog elvan
TPOCAPUOGUEVOS otV €£000 NG KOA®VAS. MeTpovvtal ot KTOTOL TV NAEKTPOVIMV
GTOV OVIYVELTI] Ol OTOIOL UETATPEMOVTAL GE £VIOOT TOV YNeidmv Kot gpgaviovot

oTOV COANVa oynuatioviag v gucova. M

Agvtepoyevly Hlhexktpovia (Secondary Electrons)

Otav T AeKTpOVIO TNG OEGUNG GLYKPOVOVTAL LLE TO NAEKTPOVIO TOL OTOLOV HEPIKA
amo To YOAOPA GLYKPOTOVHEVO NAEKTPOVIO pmopel va UYOLV Omd TO GTOUO KOt
ovopdlovior devtepoyev miektpovia. Omnwc eaiveton oto de&d oynua (Kdbe
TPOGTINTOV NAEKTPOVIO Umopel va mapdyel apketd devtepoyevn). Kabe niektpovio
OV E€YKATOAEINEL TO ATOUO UETA OO CVYKPOLON HE GAAO LVYNANG evEPYELag eivan
Bewpntikd Eva devtepoyevég nhektpdvio. Ta devtepoyevi] nAekTpoOVIa elvar yoUNANg
evépyeog (50eV) kol ekmEUmOVIOL KOVTO GTNV ETPAVELD TOL JEIYHOTOS 0poD avTd
OV EKTEUTOVTOL OO peyaAvTeEPO PAbog, amoppo@ovvton e0koAa amd tnv palo Tov
detypatog. ' avtd ta devTEPOYEVI] NAEKTPOVIL EIVOL YPTCLLA Y10 TV OTEIKOVIOT] TNG

EMUPAVELOG TOV OEYHOTOC.

To 0VTEPOYEVI] NAEKTPOVIO TOPAYOVTOL NE OVO KVPIMS UNYOVIGIUOVS

o Kabngn déoun eicépyetar oty empdvela

o  Koabng n omcboockedalopevn déopun e&épyetar omd v enpdveio

O devTEpOg PUNYaVIoHOG ivar 0éka popég To mBavodg amd tov mpdto. Emopévacg etvan

OVOLLEVOLLEVO VO VTTAPYEL UEYOAVTEPT] EKTTOUMY SEVTEPOYEVAOV NAEKTPOVIWV EKEL TOL
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elvalr peydAn xor n exmoumny omicBookedalopevov. I' avtd ol €koveg TV

dEVTEPOYEVMV KOl TV 0ms000KeSALOUEVOV dEV dLOPEPOVLY moao.

Aviyvevon Asvtepoyevov HiskTpoviomv

H cvAloyn tov devtepoyevmv niektpoviov yivetarl pe v Pondeio evOg «GLALEKTN
nmov dgv givor GAAo amd €va mA&ypo pe Betikd duvapkd (+100V) mov Ppioketon
UTPOCTA OO TOV OVIXVELTN KOl EAKEL TOL OPVNTIKA NAEKTPOVIO TOL OO0 LETPDOVTOL
and TOVG KTUMOVLG TOL ToPAyovv otov aviyvevtn. H éviaon tov ekmnepundpevov
NAektpoviov ennpedleTol omd To YOPUKTNPICTIKA TNG LopPoAoYiag TG empaveiag. H
dwkdpavon ommv évtacn TV nMAektpoviov emnpedlel TNV QOTEWVOTNTA €VOG
kafodwod coiva (CRT), o omolog copdvetar cuyypovicpévo pe Tnv déoun
niektpoviov. Me avtdv Tov Tpdmo mapdyetar 1 E1KOVa TG entpaveiog oty 000vn Tov

Kkafod1kov G(DM]VOL.[M]

AIIOTEAEXMATA KAI XYZHTHXH

Moxkpookomiki) Merétn Aokipiov

Mg ™ HOKPOGKOTIKY TAPUTPNON TOV dOKIUI®V oL €YoV cLYKOAANOEl amokTdTon
L0 YEVIKT] EIKOVA Y10l TNV TOLOTNTO TG GVYKOAANGNG, TUXMOV OTEAELDMV TOL LILAPYOLV
0AAGQ KoL TN poT| IOV £ixe TO VAIKO KOTA TN SIUPKELD TG EPYACING. ZTIG TEPICCOTEPES
TEPWTAOCELS Elval emiong duvaTog 0 do®PIGUOG TV dPOP®V {OVOV GUYKOAANGNG

amd Hol LOKPOGKOTIKT) TOPATHPNOT).

Amoteréopnata Aokip@v E@elkvopod

Ta doxipa ywpilovior avdioyo pe 10 mePPAAAov TOL TpoyHoTOTOM|ONKOV Ot

GLYKOAANGELS KO TIG TOPOAUETPOVS TG KIVIONG TOV £PYOAEIOD GUYKOAANGNG.

S1: Underwater pe tayvtnto neptotpopricl000 rpm, taydtnto tpdéwong 51 mm/min
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S2: Underwater pe tayvtnto neptotpoericl000 rpm, taydtnto tpdéwong 32 mm/min
S3: Air pe taydto teptotpoengl000 rpm, taydtnto tpdéwong 51 mm/min

S4: Air pe tayvnto teptotpoengl000 rpm, taydtnto tpdéwong 32 mm/min
Kopmdreg t1donc-mopapdp@mong Yo Tic GUYKOAANGELG:

Under water Friction Stir Welding

O)a to dokipo €oTacoV 6TV TEPLOYN EAAYLOTNG OKANPOTNTAS, ONAadn T Oeppikd
empeacpévn Covn. Avtd  @avepdvel koA ovapeldn TV LMKOV  Kotd N
ovykoAAnon. Ta vikd ondoave OAa ot Beppukd emmpeacuévn (ovn ™S TAEVPES TOV
alovpviov AA6082-T6 dnov amoterel Kot Aoyikd omoTéAesor AOYo OTL TO pUNTPIKO

alovpivio 6082 mapovsialet pkpotepn avtoyn arnd to 5083.

Friction Stir Welding

Ta dokipa 6mwg ko oto UFSW éomacav ot Oeppkd emnpeacuévn {dvn tov

AA6082 ov amoterel PLOIKO OTMG TPOAVAPEPONKE.
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Ewodva 36 Aokipég Epedkuopot tov cuykoddncemv S1, S2, S3 ko S4

Métpo ehaotikdTnTog, Op1o d1oppons, LEYLIGTH AVTOYN O EPEAKVGO, KOl TOGOGTO

EMUNKVVOTG
Yield Stress UTS Elongation
(MPa) (MPa) (%)
S1 63.4+4.1 124.3+4 5.1+1.8
S2 59.6+2.3 119.5+3,6 4.9+3.2
S3 55,1£2.1 100.3+3.7 4.2+3.4
S4 53,6+3.1 98.2+1.4 4.1+4.7

[Tivakag 1.16

Amo 11 dokipég eivor gppavég 0Tt Tor dokipia mov €xovv GLYKOAANOEl oto VEPO

TOPOVGIALOVY KOAVTEPO OTOTEAEGLOTOL.

Ta dokipa S1 napovstalovy pkpég daPopés amd ta dokipo S2 Adym TV PKp®V

SPOPOV OV £YOVV GTNV TUYVTNTO TPODONoNS. AvTicToiymg Ta dokipa S3 kol S4
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Tapovcldlovy emiong HKPEG SLPOPES AOYO TG LIKPTG TOVG SLOLPOPAS GTNV TOYVLTNTO

TPOOONG.

Yougpwvo pe tovg (Wahid et al) n edon B'(MgsSig) kar ot GP zones givat to kopia
otoyEio Tov cVUPAALOVY oV avToy TV aAovvioy celpds 6XXX. H petdfoaon
™m¢ eaong B’ kot twv GP zones oty otabepn| B edon cvpPaivel pe v avénon g
Oepuokpaciag. H pdon B mopauével otabepn péxpt v Bepuoxpacio twv 200°C.
Koatd v ddpketa g dwdikasiog cvykoAinong UFSW ot Oeppuxd enmpeacuévn
Covn 1 Bepuoxpacio etaver uéxpt toug 110°C. X pnébodo FSW n Bepuoxpacio ot
Oepuud emmpeacpévn  @tavel Toug 300°C, otovg omoiovg LVIAPYEL LETACYNLATIOUO

™m¢ B og B pdon n omoia Exel xapmAdTePN avToyN.

Amoteréopata MIKPOGKANPORETPNOE®V

Ye kdOe dokipo €ywvav e 5 SopOopeTIKA onpeio KPOGKANPOUETPGES DCTE VOl

avaivBel kdBe meploy TG GLYKOAANONC.

[Ieproyéc:

IT1:Mntpucd vikd alovpivioo AAS083-H111

I12: @gppuika emnpeacpévn {ovn AAS083-H111

[13: Ogpuopnyovika emnpeacuévn (ovn AA5083-H111
[14: Zovn Avadevong

I15: @gppopunyavika emnpeacpévn (ovn AAG082-T6
I16: Ogpuika emnpeacuévn (odvn AAG082-T6

I17: Mntpkd vikd arovpviov AAG082-T6

Ye kbBe mepoyn] avaypdeetor 0 HECOG OPOG TOV TIUAV TOV KOTEYPOWOV Ol
LKPOGKANPOUETPNGELS TTOL £YIVOV GE QTN TN TEPLOYN. ZTA OVO SLOPOPETIKA UNTPIKA
vAkd Bpébnrav Tnég okAnpotntog yio 1o AAS083-H111 petprinke ~79HV0.3 ko
v t0 AA6082-T6 petpnonke ~75HV0.3.
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ATOTEAEGLOTA UKPOCTKATPOUETPICEDV

I11

I12

I13

I14

I15

I16

I17

Underwater
1000rpm
56mm/min

~110HV

~83HV

~87THV

~90HV

~80HV

~73HV

~97THV

Underwater
1000rpm
32mm/min

~108HV

~84HV

~88HV

~88HV

~T9HV

~T14HV

~97THV

Air
1000rpm
56mm/min

~108HV

~719HV

~80HV

~84HV

~69HV

~62HV

~98HV

Air
1000rpm
32mm/min

~111HV

~(THV

~7T9HV

~85HV

~T72HV

~61HV

~97V

Friction Stir Welding

[Tivoxkag 1.17

Em@aveieg Xvykorioewv

2TIC GUYKOAANGELS TTOL €yovV TTparypatomotndel xwpig yoén and to vepd, mapatnpeite

évtovo 1o @owopevo tov Ribbon Flash, mov amotelel o amd T atéleleg g

OLYKOANONG He TP Ko avadevon. H amopdkpovvon viwkod omd ™ Covn

GLYKOAANONG TOV TPOKAAEITOL ATTO TO PALVOUEVO £YEL OC OMOTEAEGLOL TNV LEIDOT TOV

LUNYOVIKOV 1010THTOV.
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Eniong mapoatnpeite 10 @ouvOopevo g EMQOVEINKNG OmOKOAANONG VAIKOU (Surface
Galling) to omoio evioyvel v anoudkpuven VAKOL. Mo YopaKTNPIoTIKY oTéEAELN
OV OMUIOVPYEITE TIC TEPIOGOTEPEG POPEG OTIS GLYKOAANoelg Friction Stir Welding

etvat por TpHma 6To TEAOG TNG GLYKOAANONG TOL VITOVOUEVEL TIG UNYOVIKES 1010TNTEG.

21 TPOTH QOTOYPOPiot OOV 1) TOYVTNTA TPOMONG TOL EPYaAEiov elvar piKpoTEPT GE
oxéon pe avtn g ogbTEPNS PoToYpOaiog To Qoavopevo tov Ribbon Flash eivar
evtovotepo kuplowg Adyo Ott 10 LVMKO mAactikomoleite o peydio Poabud pe

OmOTEAEG L, VO OOBAALETOL OO TNV TTEPLOYT TNS GVYKOAANGNC.

Ewoéva 37 S3: Air pe toydmnta mepotpoengl000 rpm, tayvtnta mpdéwong 51
mm/min

Ewova 38 S3: Air ue toydmmra mepiotpoengl000 rpm, taydtnto mpoéwong 32

mm/min
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Under Water Friction Stir Welding

To xOp1o YOPAKTNPIOTIKO OV TTAPATNPEITOL GTIG VIOPPVYLES GLYKOAMGELS gival OTL N
dev mapatmpeite o eawvopevo Ribbon Flash. Onwg kot 611 GuykoAAoelg 6Tov aépa
TOPOTNPEITE TO PAVOUEVO TNG EMPAVELNKNG AmTOKOAANoNG VAoV (Surface Galling)

0aAAG Kot 1) TpOTTA 6TO TEAOG TNG GLYKOAANOTG.

Ewova 39 S1: Underwater pe toydmra nepiotpoengl000 rpm, taydnto npdmong 51

mm/min
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Ewova 40 S1: Underwater pe tayvtnto teptotpopncl000 rpm, taydtnta tpéwong 32

mm/min

MiKpooKOmIKY] HEAETT OOKLHI®Y

Mo vo peremOel avalvtikd n cuykdAAnon eivar avaykaio  oe fabog mapotipnon
™G OOUNG TG cLYKOAANONC. [ var emttevyBel pa emruyMuUEVn KPOGKOMIKY LEAETN
TOV LAIKOV €ivol amoapoaitntn n KoAn Tpoetolacio. (LETOALOYPAPIKT TPOETOLLAGTOL
Kot YNk TpocPoin) Tov mpog aviivor vikov. Ta péoa mov ypnoyLomo|dnioy yio
TNV WKPOOKOTIKY UEAET TV dokipiov elvar to Ontikd Mikpookdmo kol To

H\extpovikd Mikpookomio Lapwong (SEM).

Amoteréopata OnTikov Mikpookomiov

Eivor onpavtikd mpwv yiver n pehétn mg cvykOAAnong vo mapatnpnoet n pikpodoung
TOV UNTPIKOL LAKOD OoTE Vo yivel katavontd og mo Pabud ennpedotnke To doKipo

HETA TO TTEPAG TNG CLYKOAANOTG.
Mntpkd Yakd AAS5083-H111

To pntpwcd vAKO Katd TOV oYNUATIGUO TOL €)el €vdoTpayvvOel, HiKpodoun Tov

Topovctalet pio LkpOKokm doun.

O1 k6KKOL TOV LAKOD lvan Temhatvopévor pe éva pécm péyebog peta&d 30-50 um.
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200 pm

Ewova 41 Mwkpodour| untpikov viukod AAS083-HI111
Mntpkd Ykd AA6082-T6

To pntp1kd vAIKO Tapovotdlel TemAaTIGUEVOVS KOKKOVG peyéBovg 80-100 um

200 pm

Ewova 42 Mikpodour untpikov vikod AA6082-T6

To péyebog tov kOKK®V o1 {DVES avadevon OTme gaiveTton oto oynuota 2.47 kot
2.48 &yel pelmbel moAd oe oyxéon pe o HETOAAN BAONG 0VTO 0PEILETOL GTO POVOUEVO

NG OLVOIKTG OVOKPVOTAAAWGNG Tov cupPaivel ot Zdvn Avddegvong.
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Ta @owvopeve TG SVVONIKNG AVOKPVGTAAAMONS TPOEPYOVTAL Omd TNV TACT TOL
€xel KaBe VAKO Vo EAOTAOON TNV ECMOTEPIKN EVEPYELN TNG LWKPOOOUNG TOL TOV £)EL
avénbel emedn ol JSTAPUYES GLGGMPEVOVTOL GTY| OOYKMUEVT] TEPLOYN TOV OpiwV
TOV KOKKOV LE OTOTELEGLOL TNV TEPALTEP® CKANPLVOT) TOV LAIKOV . Avtd cvupaivel
Slpécov TG OMuovpyiog VEOV KOKKOV UE OYETIKO HIKPOTEPT TLKVOTNTA
JTOPOYDV GTO ECMTEPIKO TOVG.

Yrdpyovv tpia €101 SOLVOLIKNG OVOKPLGTOAA®ONG

H acvveyng oOvvapukn amokpvotdAimon ( Discontinuous dynamic
recrystallization-DDRX) 1 omoio. meptlapfdvel 10 GYNUATIGUO TLPHVOV
OVOKPUOTOAL®UEVOV KOKK®V KoL TV ETAKOAOVON avATTUEN QVTAOV. X VAIKA
e  €OpOKEVTIPOUEVT KUPIKN KPLOTOAMKN O] Kol LYNA  evépyela
ocQoApdtov emotoifacng , Onwg sivar To vynANg Kabapdtntog alovpivio, M
acLVEYNG OLVOULKY]  aVOKPLGTAAA®oN meplopileTtor amd TN SUVOLIKN
amokatdotacn (dynamic recovery) yopic oavtd vo amokAeisl To yeyovog g
EUPAVIONG  AOLVEXOVS  SLVOUIKNG OVOKPUOTAAAMOTG 6e  VYNAEG
Oepuokpacieg KOl GE TMEPUITAOGES MOV TO VAIKO TOPOUOPPAOVETOL VIO
OLYKEKPIUEVES TILES TNG TAPAUETPOL Z.

H ocvveyng dvvapukn avakpvotdiiwon (Continuous dynamic recystallization-
CDRX) «atd v omola mapatnpeiton  oadvénon g yoviag
OTOTTPOGAVOUTOAIGHOD TV VITOKOKK®V OO TO ECMTEPIKO TOV KOKKOL TPOS TOL
Op1é TOV Kot TEMKE SLOKPITOTOINGT TOV VTOKOKK®OV HEG® dNUovpyiag VEOV
KOkKoV.I10 pukpd enineda Topapdpe®ons Tov LAKOD ot dtatapoyég apyicovv
VO GLCCOPEVOVTOL GTO, VITAPYOVTA OPLOL TOV KOKK®OV KOl 6 HKpdTEPO Padpd
o€ oVTd TV LITOKOKK®V. Kabdg n mAaotikny mopapdpeoon avEdvetat, To
1010 cvpPaivel Kot e TO TOCOGTO TOV OOTOPAYDV Ol OTOI01 GLCCMPEVOVTOL
oT0L 0Pl TOV VLTOKOKK®Y Ol omoiot  &youv apyikd younAn yovio
AmoTPOGavVOTOMGHOV. H  yovie amonpocavatoMopod Tov  LTOKOKK®OV
ALEAVETOL AOY® TNG GLGGMPELGNG TOV JATAPUYDV GTO OPLOL TOVS KoL TEAKA
avtoi amooyiloviot Kot LETATPEMOVTOL GE KOKKOVC.

H yeopepik  dvvouikn  avokpvotdAilwon  (Geometric  dynamic
recrystallization- GDRX ) 6mov ta apyikd 0plo TV KOKK®V OVOTTOGGOVV
000VTOoEL Kot TeEMKE Owaywpilovior OTOV TO UNKOG KOUOTOG TMOV
odovtioewv e€lomBel pe 10 Péyebog TV VTOKOKK®V.

Y& OpPIWOUEVEG TEPUITAOCELS T OCLVEYNG OLVOUIKY] OVOKPLOTOAA®GT dpa
OCUVEPYOTIKA LLE TN GUVEYT N T YEOUETPIKT OLVOLKT] AVAKPVGTAAAMOT).

Underwater Friction Stir welding

S1: Underwater pe toyvtnta mepiotpopricl000 rpm, taydtra tpdéwong 56 mm/min

S2: Underwater pe tayvtnto neptotpoericl000 rpm, taydtnto tpdéwong 32 mm/min
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Ot ovykoAlnoelg S1 kot S2 dev mapovctalovy PEYAAES SLOPOPES OTN UKPOSOUT| TOVG
AOY0 NG PIKPNG dapopag oL Tapovctdlovy 6t tayvTNTa Tpdwonc. To péyebog tmv
Lovav etvar to 1810 kot dev pmopodv mapoatnpnbodv dropopéc oto péyebog twv
KOKK®V 61N Beppounyavikd emmpeacpévn {ovn, ot Beppuikd emnpeacuévn {ovn Ko

mv {ovn avddgvong.

500 pm

Ewova 43 XZvykolnon S1, n mlevpd mov mpowbeite (AA6082), (a) Zdvn
Avadevong, (B) Ospuounyovikd Empeapévn Zaovn, (v) Ogpuikd Empeacuévn Zovn
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500 pm

Ewova 44 cuykdAinon S2 n mhevpd mov vroympel (AAS082), (8) Zodvn Avadevong,
(e) Oeppopnyavikd Emmpeacpévn Zovn, () Oeppukd emnpeacuévn (ovn

H @gppounyavicd Emmpeacuévn Zovn ot mAgvpd mov vroywpet givor mo peydin
amd ot mAevpd ov Tpowbeite amd v TAELPd mov vrmoywpel. H dwpopd avtr

opeiletal 6To OTL 1) TAEVPA TOV TPomBOEiTE dEYETAL KLPIWS SLVAUELS EPEAKVGLOVD.

250 um

Ewova 45 ZuykodAinon S2, Zovn Avddevong
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Yrapyet TANPNG avOKPUOTAAA®OT TOV HETAAA®V PAONG Kot €XEl GYMNUATIOTEL po

Aentokpuotaliky| doun pe péyebog kéxkmv 10-15 pm.

Friction Stir welding

S3: Air pe taydtnta teptotpoencl000 rpm, toydtnto Tpdmong 56 mm/min
S4: Air pe taydmro teptotpoenigl000 rpm, tayvtnta Tpdwong 32 mm/min

2116 GLYKOAANGNG GTOV 0EPU OTMG KOl GTLG GVYKOAANGELS TTOL TPAYLOTOTOMmONKAY
voPpuylo  dev  mapoTNPOOVIOL JPOPEC oI MIKpoypagios HETaED TV 000

SPOPETIKMV TAYVTNTOV TPOMOT|G.

Ewova 46 Xvykdiinon S3 IThevpd mov mpowbeitar (AA6082), (a’)Zdvn Avadevong,

(B”) ®eppopunyavicd Emnpeacpévn Zaovn, (y’) Oepuikd Emnpeacpévn Zovn
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Ewova 47 Xvykdiinon S4 TTievpd mov vroywpel (AAS083), (8°)Zodvn Avadevong,
(€”) Ogppounyavikd Emnpeacpévn Zaovn, () Oepucd Ennpeacuévn Zovn

H Oeppounyoavikéd Emnpeacpévn Zaovn elvor peyoldtepn omd v TAELPE OV

mpowbeite o€ GHYKPIoN PE QTN TOL VIOYWPEL Yia TOVG 1d10Vg Adyoug pe 1o UFSW,

250 pm

Ewova 48 cuykoiinon S3 Zovn Avadesvong
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> {ovn avadevong £xel Tpaypoatomomfel ovokpuoTtaAlmon Katl Exel onpovpynoel

pio pikpodoun pe péyebog kokkwv 25-35 um.

Amoteréopato Hiektpovikod Mikpookomiov Xapmong
(SEM)

Mo va xoatavondel oe PBaboc 1 pikpodoun TV GLYKOAANGE®MV €ival GNUOVTIKY M
nepaltépm depevvnon pe 1o SEM. Me 10 MAekTpovikd HKPOOKOTIO GAP®ONG TO
omoio dwBétel v avaivon EDS Ba amokoiveBel n ynpik] cOGTACT TOV ETUEPOVE

Lovdv TG GLYKOAANGN.

>t pébodo UFSW dev vmtpyovv ouclaoTiKES S1apopég HETAED TMV GUYKOAANGE®MV
LE O10POPETIKY| TOOTNTO TPOWGCNG GT YNLUKT GUGTACT] TV EMUEPOVS LOVAOV Kot TN

SOTOPA TOV KOTOUKPNUVIGUATOV.

To 1010 Vet kot o1 cvykoAAoelg FSW 6mov ot dtapopég dev eivarl 0VGLUGTIKES

avapeso oto dokipa Tov £X0VV GLYKOAANDEL e SLOPOPETIKES TOYVLTNTOS TPOWOTNC.

Zaku

Ewova 49 Zovn Avadevong S2: Underwater pe toydtra nepiotpoengl000 rpm,

ToyvTTO TPOwong 32 mm/min
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Ewoéva 50 Zavn Avadevong S1: Underwater pe toydtnta nepiotpoercl000 rpm,

ToyvTTO TPO®ong S1 mm/min

Yndpyet S106mopd TOV KOTOKPNUVICHATOV o OAn v (odvn avadevong. Ta
Katakpnuvicpatd £xovv mapapeivel oe pkpo péyebog Adyo g avEnpévng wHEng
nov vrapyel omd to vepd. To péyebog twv dokipinv kot 6T cuykoAinoelg S1 ko S2
&xovv mepimov to 1010 péyebog pe To Katakpnuviopato g cvykoAlnong S1 eivau

Myo peyorvtepa.

Z8kU

Ewova 51 Zovn Avadevong S3: Air pe toydmra nepiotpoenicl000 rpm, toyvtnta

npoémone 51 mm/min
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Ewova 52 Zovn Avadevong S4: Air pe toydmmra nepiotpoencl000 rpm, toyvtnta

npdéwong 32 mm/min

v {ovn avadevons TV SOKI®Y oL GLYKOAANONKAY GTOV aépa TapaTPOVVTOL

EMIONG MKPOKPLGTOAMKAE VAKE oAAG pe kdmola gupey€édng katakpnuviopato AOyo

™G apyNG YuEng oTov aépo.

Element

Mg K

AlK

SiK

Totals

Weight%

11.99

70.05

17.96

100.00

Atomic%

11.129

71.26

17.29

+

100pm L Electron Image 1

Ewova 53 Ogppukd Emnpeacuévn Zovn S1: Underwater pe taydtnto

neplotpoencl000 rpm, taydnTa Tpdmone S1 mm/min, edaon B (MgsSie)
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+ -
Spectrum 10

Element | Weight%  Atomic%

Mg K 17.99 19.129

AlK 71.05 70.26

SiK 11.96 10.29

Totals 100.00

100pm 1 Electron Image 1

Ewova 54 O¢epukd Emnpeacpévn Zaovn S3: Air pe taydtnto teptotpoencl000 rpm,
ToOTNTO TPOang S1 mm/min, edon B (Mg,Si)

211 ewkoveg amd 1o SEM mapatnpeiton 611 ot dokipia mTov £xovv cuykoAAnOel oTov

aépa £YovV oynUaTIoTEL EVUEYEDN AevKA cwpoTid TG B eaonc.
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XYMIIEPAXMATA

O okomdc avutng G epyaciog MTav vo peiletmBel m ovykOAANom HETAED TV
Kpapdtov adovpviov AA6082-T6 kot AAS083-H111 pe tig pebodovg Underwater
Friction Stir Welding ko Friction Stir Welding. Ot cvykoAAfcelg petald tmv d0o

aLTAOV LEBOOMV GLYKPIONKAY Y1 TIG UNYOVIKES TOVG WO1OTNTEG KOl TN UIKPOOSOUN TOVG,.
To Kuprotepa TG EpyOsiag oVTNG elivat:

e XTI GLYKOAANGELG TTOV TTPOYLOTOTOWONKAY GTOV a€POl VITAPYEL TO POUIVOUEVO
Ribbon flash evé otig ovykoAA)celc Tov mpayuatomombnKav 6to vepd dgv
VILAPYEL Y10 TIC 116G TAXVTNTEG TEPLGTPOPNG KOl TPOMCTG.

e Ta @awopevo Surface Galling aAld kot n dnpovpyia TpHTAG 6T0 TEAOG TG
oLYKOAANONG Tapatnpeital Kot ota 600 €101 GLYKOAANGEWV.

¢ Ot GLYKOAANGELS TOV TTALPOLGLALOVY ETAVOANYILOTNTO KOl 6TIG 000 HeBddovg
KaBmG To doKipo £XOVV KOWES TIHEG OTIC UNYOVIKEG OOKLUES.

e & Ohec TIc pebddovg Kot TIC TEPWMTMGELS, N Opavorn oe gpehkvucud €lofe
x®po oty Bepuikd emmpeacuévn Loy, dnAadr| oto onueio mov gpeavileTonn
YOLUNAOTEPT AVTOYN TNG GLYKOAANGNG, VT emPePaidVEL TNV KOAN 0VAOEVLOT)
TOV EMUEPOVS VAIKADV.

e To dokipo mov cvykoAAOnkoav pe ™ uébodo Underwater Friction Stir
Welding mopovotdlovv kaAdTepa OmOTEAEGUATO OTIG OOKIUEG EPEAKVGLOD.

e To dokipo mov cvykoAAnOnkov pe ) uébodo Underwater Friction Stir
Welding  mopovotdlovv  koAOTEPE  OMOTEAEOUOTO.  OTIC  OOKIUEG
UIKPOGKANPOUETPNONG.

o Toa doxipa mov &xovv cuYKoOAANOel kdT® amd T0 vEPH TAPOVGLALOVY EAAPPADG
pkpotePo péyedoc KoKkwv amd Ta dokipio mov £xovv GuykorinOet Tov aépa.

e Ta odokipa mov £€yovv ovVYKOAANOel kAT amd TO VEPO TOPOLGLALOVV
ppotepo péyebog Bepikd emmpeacpuévng Lovng.

e Amnd to amoteAéopOTA TOGO TNG LOKPOGKOTIKNG OGO KO TNG UIKPOGKOTIKNG
LEAETNG TOV GLYKOAANGE®MV TPOKVATEL TO GLUTEPACHA OTL Ol GUYKOAANGELG
mov  mpaypatomombnkav vroPfpdye  (UFSW) mapovoidlovv  kaidtepo

AmOTEAEGLOTO, AT TIC GVYKOAANGELS TOL £yvay otov aépa. (FSW).
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