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Evyaplotieg

Apxka Ba nBela va suxaplotiow tov entPAénovra Kabnyntr tng SuTAwpatikng epyaciag Ap. Fpnyopn
Xaidepevomoulo yLa tnv UtoaThpLEn, TNV EUMLOTOCUVN KAl ThV KaBodrynon mou Jou apeixe kaBoAn tnv
Slapkela ekmévnong NG pyaociag. Euxaplotw wWlaitepa tnv En. Kabnyntpla Ap. Avwwa ZepBakn yia tnv
TMoAUTWN BonBetla kal kaBodriynon mou pou £6woe og OAn TNV SLAPKELX TNG gpyaciag KaBwg Kal Tov
KaBnyntn Ap. Zmbpo Kapapdavo kattnv Ap. MNavvolAa Xat{omoUAou Mo pag mapeiyav npocfacn otnv
£peuva toug Kabwg Kot Ta dokipla ota omoia otnpixtnke n mopouoa epyacia. TéAog, Ba nBsAa va
EUXQAPLOTHOW TNV OLKOYEVELA KOl Toug GIAOUC OV yLa TNV OTAPLEN TTOU UoU Ttapeiyav Katd TNV SLapKeLa
TWV omoudwv Hou.



MepiAnym

Ot KUALVEpLKEC BEEAEVEC TTOU XPNOLUOTOLOUVTAL YLt TNV ANOBNKEUON LYPWV KAUCIUWY OTav S£xovtal
LOXUPA OELOPLKA dopTia evdEXETAL VA TAPOUOCLACOUV avUwon TNG KATW TAAKOC TIOU UTOpPEL va €XeL
onNUavTikn enidpacn otn SoULkr Toug akepalotnTa. Aoyw TnG avuPpwong propel va mpokAnBel mMAAoTIKN
MApApopdwaon otnV MEPLOXN TWV CUYKOAMNAOEWV avapeoa oto kKEAUGDOC NG Se€apevig Kol TNV KATW
TAQKO TIOU WUTIOPEL val TPOoKaA£oEL KOTwon Kal Bpalon Tng KotaokeUNg. OL SOKIUEG OALYOKUKALKAC
KOTIWONG EYVaV TIPOKELUEVOU va agloAoynBouv oL TACELG TTOU aVITTUCOVTAL YUPpW Ort' TNV TEPLOXN TNG
OUYKOAANONG. 2TOX0G TNG SUTAWUATLKAG €lval n avaluon twv enidoavelwv Bpavong rou Bpiokovtal otnv
TEPLOXN TNG OUYKOAANONG avapeca oto kéhudog tng Sefapevng kal Tov mubuéva efattiag tng
OALYOKUKALKNG KOTIWONG TNG KATAOKEUNG. Ztal Sokipa 1mou umoPBANBnkoav OTo TECT KOMWOEWSG EYLVE
OTITLKOC EAEYXOG, EAEYXOG LE XPHON OTEPEOCKOTIOU , HeETaAOYpAdIKI) OVAAUGH , WKPOOKANPOUETPHOELG
KoL €MUTAEOV OpLOMEVO OOoKiplo €AEXONKOV yla TEPATEPW OvVAAUGCN HE XPNon NAEKTPOVIKOU
ULkpookomiou cdpwaong (SEM).Ta amoteAéopata SELXVOUV OTL OL AUXEVIKEC CUYKOAANTEG CUVOEDELG Elval
LKOWVEG VO OIVTEEOUV OIPKETA PeyAAa emimeda KATATIOVNONG YLOL £VOL ONUAVTIKO aplOUo KUKAWV EWE OTOU
enéNBeL n aotoyla.

NEEELG KAELSLA: ZUYKOAANGT, OALYOKUKALKA KOTIWON, pwYKN, Bpalon, QUXEVIKEG CUVOEDELS



Abstract

The present study focuses on the metallurgical evaluation of fillet-welded steel plated L-joints that have
been subjected to low cycle fatigue test. Motivation for this study is the need to ensure the structural
integrity of unanchored steel tanks under seismic conditions. Unanchored steel tanks under these
conditions exhibit repeated uplifting leading to low-cycle fatigue failure of the base plate connection with
the tank shell. Eight specimens are manufactured, representing the fillet-welded connection between the
base plate and tank shell and tested in low-cycle fatigue experiment. After the experiments metallurgical
evaluation was performed at the specimens. Evaluation included study of the fractured surfaces,
metallography of the weld and microhardness measurements. In conclusion the results show that the
fillet welded connections are capable of sustaining substantial strain levels for a significant amount of
cycles until low cycle fatigue failure occurs.
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Kataioyog [ivakwv

Tomég Tipég dtadvtomoinomg Yo S1apopeg LEBOIOVG GLYKOAANGEWMY
Mnxavikeg 1dLotnTeg xaAUuBwv (S355-J2 , S275-)2)

XnUikég Zuotaoelg (5355-J2, S275-J2)

Mivakog cuVONKWVY TWV TECT KOTIWOEWG

ATOTEAEOOTA ULKPOOKANPOUETPHOEWY
SVVOTTTIKOG TIVOKOG OTOTEAECUATMOV



KataAoyog etkOvwv

1.

10.
11.
12.
13.

14.

15.

16.
17.
18.
19.
20.
21.
22.
23.

24,

25.
26.
27.

AgvdprTiKn 6TEPEOTOINGT TOL HETAALOV TG GVYKOAANGONG KOTE KOG TOV YPOUU®DV PONG
™G OepuoTTOg

Oepun PNYUATWON OTO KEVTPO TOU UETAAANOU GUYKOAANGONG

Oepun pPNYUATOON GTO KEVIPO TOV UETAALOV GUYKOAANGONG

MNapoapopdwpévo SoKipLo Katd tnv Stapkela SOKLUAG KOMWaoNG LETA oo avuwon (Au)
lon pue 35mm

MikpoSoun Tou Baoikol petdAAou (BM)

MikpoSour Tou HETAAAOU GUYKOAANGNG

Mwkpobouny OEZ , HAZ1: Zwvn peyebuvong kKokkwv HAZ2: Zwvn UEPLKAG EKAETTUVONG
KOKKwV HAZ3: Zwvn mARpng EKAEMTUVONG KOKKWV

MakpoSour tNg cUYKOAANGCNG KOLL OL TIEPLOXEC TIOU £YLVAV OL ILKPOOKANPOUETPNOELG

‘Evapén tng pwyung tou dokipiou A2 katd tnv dtdpkela tou 3° KUKAOU

Pwyun tou Sokipiou A2 katd tnv Stapkela tou 20°° KUKAOU

Actoyia tou Sokiuiou A2

Makpodour tou dokipiou A2

Makpobdoun tng emudpavelag Bpavong tou Sokipiou( Eykapola dlatour; oto onueio
€KKlvnONG NG pwyung, daivetal Kk n umapén Seutepelovoag PpwWYKNG TapdAAnAa otnv
erudavetla Bpavong)

Katw emupdvela tou dokiuiou A2 (Asutepelovoa pwyun mapaAAnAa otnv emupavela
Bpavong)

Mikpodopun tou dokiuiou A2 oto onpeio Evapéng tnG pwyHNG Kol epdAavion UKPOpWYHNG
otnVv dvw empavela

Eudavion pwyung tou dokipiou A3 katd tov 24° kUKAo

Actoyia tou dokiuiou A3 tov 54° kUkAo

Makpobour tou dokipiou A3

Agutepeovoa pwyun tou dokiuiou A3 otnv dvw eripavela

Kdatw emipadvela tou Sokipiov A3

Eudavion pwyung tou dokipiov A4 katd tnv Slapkela tou 24°Y KUKAOU

Actoyia tou Sokiuiou A4 Katd tov 65° KUKAO

Makpoboun tou dokiuiov A4

Katw emipaveta tou Sokipiov A4 ( Epdavion SeutepeUOUOWY PWYHWV)

Makpobour tou dokiuiou A5
Katw emipavela tou Sokipiov A5
Epudavion pwyung tou Sokipiov Bl tov 33° kUkKAO



28.

29.

30.

31.

32.

33.
34.

35.

36.

37.
38.
39.

Aotoyia Tou Sokiuiou Bl tov 96° kUkAO

Mikpodoun t¢ avw MAeupA¢ Tou Sokipiou Bl mou Seiyvel Tnv umapén deutepeliovoag

HIKPOPWYHAG
Mikpobounp NG Katw emudpavelag tou Sokipiou Bl mou Seiyvel Seutepelouoeg

MLKPOPWYLEG
Makpodoun ¢ enidpavelag Bpavong Tou dokipuiov B2

Kdatw emidpadvela tou Sokiuiov B2

Epdavion pwyung tou dokipuiou B3 tov 22° kUKAO
TeAwkn aotoyia Tou Sokipiou B3 katd tnv Stapkela Tou 92°Y kKUKAoU

Makpodopun tng emudpavetlag Bpavong tou dokiuiov B3
Mikpoboun tng emidpavelag Bpavong tou Sokipiov B3

PwypEC oTtnV KATw emipavela tou Sokipiov B3
Makpodoun ¢ enidpavelag Bpavong Tou dokipiov B5
PwyHEG 0TV KATW emipavela Tou Sokiuiou B5S
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Kataioyog oxnuatwv

1.

© oo N ke W

IXNUATkn Statagn Tou Pnxaviopou avuwaong tng Se€apevig

Tapdoeryuo. ovouaaiog yio yoivofo S23532+N coupwva pe to EN 10025-2

NAoutpd cuykoAAnong FCAW

ZwVEC OUYKOAANONG

Oepuka emnpeacpévn Lwvn (OEZ)

Oepuikol KdrAol o uia ovyK6IInon ToAraridv Taowy

I'pappég porig Beppotnrog

ZAMUOTIKT OVATOPAGTOGT] TOV VITOAOYIGHOV THE O10AVTOTOINGNG

MOoVTEAO OXNUOTIOUOU TWV PNYUATWOEWVY OTEPEOTOINONG 0TO METAAAO CUYKOAANGNG

10. IXnuatikn dtataén Sokiuiou KaTA TNV TOMOBETNON TOU OTN KNXOVH KOTIWONG
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ZUVTOUEVOELS

1.

2
3
4
5.
6.
7
8
9

OEZ = Ogpuikd emnpeacpévn Lwvn
HAZ = Heat affected zone

BM = Baoiko pétallo

M2 = MétaAAo ouyKOAANoNG

SEM = Scanning electro microscope
WM = Weld metal

EO = Emidpavela Bpaviong

KE = Kdtw emipaveia

AE = Avw emnidpavela
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Ke@alaio 1: Elocaywyn

H auyevikn olvdeon r ouvdeon tumou tau (fillet weld or tee joint) amoteAel pia amoteAeopatiki Kal
vpnyopn HEBodo cuykOAANoNG XaAURSIVWY TTAOKWY TIOU XPNOLUOTIOLEITAL EUPEWC OE KOTAOKEUEG OTIWG
KTAPLOL KoL YEPUPEG OAAA KOL OTOV TOMEQ TNG VAUTINYLKAG . OL OUYKOAANOEL amoteAolv (owg To
KPLOLUOTEPO OTOLXELO ULOC KATAOKEUNG OO TMAEUPA SOUIKNG aKeEpALOTNTOC KABWC MPOCOETEL ApKETA
emPapuVTIKA otolyela o autAv. AuTd eival n HetafoAn TNG UKPOSOUNG KAl TWV UNXOVIKWY LOLOTATWY
0T0 HETaANO cUYKOAANGNG oTtnv Beppoennpeacévn {wvn, OL TAPAUEVOUCEC TAOELG, OL TAPAUOPPWOELC,
N CUYKEVTPWON TACEWV AOYw UETOPOANG TNG TOTIKNG YEWHETPILAC KL Ol LOUVEXELEG. AvAAoya HE TIG
ouvlnkec Asttoupylag kat ta emBaAAopeva popTia To mapandvw oTolyela eival Lkava va TPokaAécouy
aotoyla TNG KATAoKEUNG.

O 1o ouvhABNG UNXAVIOMOE A0TOXIOC OTIG GUYKOAANNOELG elval n KOTwon. H elocaywyn ULoG GUYKOAANONG
o€ €va PEPOV OTOLXELO ULOG KATAOKEUNG LELWVEL TNV AVTOXN OE KOTIWan. AUTO £XEL WG CUVETELQ, Ta popTia
oxeblaopov ( design stresses ) o GUYKOAANTEG KATAOKEVEC TTOU Udiotavtal emavoAapfovopevn ¢option
va Teplopilovtal amd TNV OvVtoXr TwWV CUYKOAANCEwv othn KoOmwon. H komwon £€xet dVo Pactka
XQPOKTNPLOTIKA. To TpwTo adopd otov TUTo TG $OPTIONG, N omoia eivol KUKALKH, HE TO UALKO va
UTIOBAAAETAL O€ TAOELG 1) MAPAUOPDWOELG TIOU PeTABANOVTAL LETALY PG LEYLOTNG KOL HLOG EAGXLOTNG
TIUAG. To SelTePo XOpakTNPLOTIKO €lval n “BAABn’” mou mpokaAsitol oto UALKO. H BAGBN umopel va
OVTLOTOLXEL 08 TOTIKI TAQOTIKY TAPAUOPDWON, OXNUATIOUO UIKPOPWYLWY, KABWE KoL CXNUOTIOMO Kol
Sladoon pia KUPLOG PWYUAC. H KOTwon MPoKAAel TNV TOTKN, TPOOSEUTIK cucowpeuch PAABNG oto
UAKO, n omoia yapaktnpiletal ocuvABwg amd tnv avénon Tou MNKOUG TNG PWYHUNG. H komwon
umnodStatpeital og dUo meploxEg, TNV MOAUKUKALKA (High Cycle Fatigue) kat tnv oAlyoKUKALKN KOTiwon (Low
Cycle Fatigue) . H mpwtn adopd apKeTd XapNAEG KOTATIOVAOELG £TOL WOTE N SLdpkela {wnG va uTtepPaivel
toug 10% pe 10% KUKAOUG. STV TEPIMTWON QUTH Ol KUKALKEC TAOELG TPOKAAOUV KUPIWG EAQOTIKEG
napapopdwoselg. AvtiBeta, n oAlyoKUKALKY adopd apkeTtd UPNAEG KATATMOVAOELG, £T0L WOTE N SLApKELA
{wAg va elvat pikpdtepn ard 10° pe 10* kOkAoug. Ol KUKALKEG TAOELS, OTNV TEPITTWON QUTH, TIPOKAAOUV
ONUOVTLIKEG TTAOOTIKEG Tapapopdwoelc.[2]OL TEPLOCOTEPEG AOTOXIEG KOTIWONG £XOUV Kataypadel oto
daopo TNG MOAUKUKALKNAG KOTIWONC Kol CUCYETI(ovTOL LE €vav peyaho aplBpd kUKAwvY [3]. Mapola autd
KOTw omd ouvlnkeg Loxupwv ¢dopticewv pmopel vo MPOKANBoUV HeyAAEC €NAOTIKEG Kol TTAOOTIKEG
MAPALOPDWOELG TIPOKAAWVTOC OALYOKUKALKE KOTIWOT EMELTA OO £VAV OXETIKA LKPO aplOpd KUKAWV.

O KUAWOPLKEG Seapeveg amoBrKkeuong Uypwy XPNOLLOTOLOUVTIAL O CUCTAMOTA SLAVOUNRG VEPOU,
SwAlotpla KoBwg Kal oe BLOUNXAVLKEC EYKOTAOTACELG YLIA TNV amoBAKeuon MeTpeAaiou f Kal AAAwyY
TETPOXNUKWY Uypwv. Otav plo Sefapevy UTIOBAAAETAL Ot LOXUPA Oslopka doptia evdéxstal va
napoucLdcel emavaAoppfavopevn avOPwon TG KATw TAAKAG €€aLTiOC TOU TOAAVIEUOEVOU UYpoU
TIEPLEXOUEVOU KOLL TNG OXETLKAC USPOSUVAULKAG Ttieong ota Tolywpata tng Se€apevng. H mAdka tng Baong
elval onpovtika Aemtotepn and to kEAUPog TnG Sefapevig kat n emovalopfavopsvn avopwaon pnopst
va 06nynoel oe oAlyokukAwkn komwon. [4][5] ZUudwva pe mpolndpyxouoces dnpooteloslg [6-10] n
oUYKOAANT oUvdeon peta€l Tou KeAUOUC Kal TNG MAAKAG BACNC ATMOTEAEL TNV TLO KPLoLn TEPLOXn
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KoBwg ekel oupPaivel n peyoAltepn mAAOTIKR Tapopdpdwon oOnwe daivetal oto oxnua 1.

I

Tank
shell
Plastic hinge weld
Uplifting
Base plate displacement
Ground
5 — — — —

Uplifting length

2xnua 1. Zynuatikn dtataén tou unyaviouou avoywaonc tnc deéauevic

2TOX0G TN MapoUoag SUTAWHATLKAC epyaciag elval n LeEAETN TNG CUUMEPLPOPAC CUYKOAANTWV AUXEVIKWV
OUVOECUWVY TIOU OVTTPOCOWITEVOUV TNV oUVEECoN Tou KEAUGOUG e tnv mAdKa Baong Se€auevrg uypwy
KOUGOlHwY og ouVONKeG OALYOKUKALKNG KOTIwoNG. Ta UALKA KoL oL S100TACELS TwV SoKIUiwy emtAEXBnKay
oo MO TUTILKA Se€apevr) OXESLOOMEVN VLA OELCUOYEVH TEpLloX cUUdpwva pe ta To ipotumo EN14015
[21].To UAIKO KaTaokeUR G Tou KeEAUDOUG elval xaAuBag S355J2 evw n mhaka Baong elvat xaAuBag S275J2.
H auyevik ouykoAAnon tg mAdkag Baong pe to kéAudocg €yve pe tnv pEBodo ouykOAAnong tofou pe
napayeplopéva cwAnvoeldr nAektpodia (Flux Cored Arc Welding — FCAW). Ta melpauata KOMwaong
nipaypatonowBnkav oto Epyaotriplo Mnxavikng kot Avtoxng YAwv tou Maverotnuiov Oecoaiiag Kat
N HeTaAloupyLkn afloAdynon tTwv emidavelwv Bpaliong mpaypatonol|fnke oto Epyaotrplo YALKWV Tou
TuRpatog Mnxavoloywv Mnxavikwyv tou MNavemniotnuiov Oecoaliog.

H mapoloa Suthwpatiky epyacia amoteleitatl and 5 kepdlala. Ito 1° kepdAalo mapouotaletal n
€loaywyn Kot 0 oToX0G TNG pyaociag, oto 2° kedpdahatlo mapouolaletal n BLBAloypadikr avaokomnacn mou
ovadEPETAL OTOUC KATAOKEVOOTIKOUG XAAUBEG , TIC HeBOSOUG TWV CUYKOAANGCEWY , TOL LETAANOUPYLKA
dawvopeva mou AapBAavouy xwpa KATA TNV CUYKOAANGN KABWE KOL OL CUVEXELEG TWV CUYKOANRCEWV. 2TO
3° kedaAalo TMAPOUCLATETAL N TIELPAUATIKY Sladlkaocia Tou MEPAPATOC KOTWOonG Kat n Sladwkooia
TposToLaciag Twv SokLiwv mpokelwévou va yivel n petalhoypadikn avaAuon. Enetta oto kedpdaloato 4
TAPOUCLALETAL O OTTIKOG €Aeyxo¢ , N HeTtaAdoypadlky avaluon twv emdpavelwv Bpalvong , ta
OMOTEAECHQTO KOL O XQPAKTNPLOUOC Twv Selypdtwv. ¥to 5° keddAolo yivetal pa obvon twv
OMOTEAECUATWY KaL TTAPOUOLA{OVTAL T CUMMEPACUATO TNC EPEUVAG.

14



Ke@alaiwo 2. BifAloypa@iki] avacKOT o)

2.1 KATAXKEYAXTIKOI XAAYBEX
OL xaAuBeg katatdooovtal o Katnyopieg avaloya pe [11]:

1.

Tn XNULKA Toug ouotaon (avBpakouxol, xaunAd kekpapévol, upnAda kekpapévol, avoéeidwTtol).
Tn uéBodo mapaywyng Toug (avolktng kapdiag, epudvonong ofuyovou, NAEKTPLKAG Kapivou).
Tn uéBodo Slapdpdwaong Tou TeAkoL poiovtog (Puxpng e¢Ehaaong, Bepung e€€hacnc).

To oxAuo / popdr tou teEAkoU mpoiovtog (Sokoi, oUpparta, Aapapiveg, dUANA, CWARVEC,
Hopd0ocidnpoL KATOOKEUWV).

Tnv mpaktikn anofeidwong katd tn xoAuPBomnoinon (apnouxacpévol, nuL-abnoUXOCUEVOL, NUL-
avapBpalovteg, avaBpalovteg).

Tn uikpodourn (beppltikol, MEPALTIKOL, LAPTEVOLTIKOL, YRpavong K.AT).

Ta anattoVpeva nimeda LNXAVIKNAE avToxng, Onwg rpodlaypdadovtat arnd to ASTM Kot TLg AoLmEG
Slebveic mpodlaypadic.

Tn Oepuikr) enefepyacia tnv omoio uméotnoav (avomtnuévol, Padng Kal emavoadopdg,
20gppopunxavikng enefepyaciog K.AT).

Avaloya pe Th XNULKA Toug cuotacn, ol XaAuBec talvopouvtal os:

1.

2.

3.

AmAouc avBpakoUl)oug XaAupec:

o  XapnAou avBpaka < 0.2%, e hEPPLTLKN LLKPOSOUN

e Méoou avBpaka 0.2 — 0.5%, pue GePPLTIKN - TTEPALTLKI KPOSOUN

o YUnAou davBpaka > 0.5%, Ue GEPPLTLKA 1] LAPTEVOLTIKN UIKPOSOUN
EAadpd kekpapévoug < 8% otolyeio KpAUATWONG, UE HLKPpOSoun:

o Depprtikn — MNepALtikn

o [epAitikn

e Emavadopdg

o MrouwvLtikni

YPnAQ kekpApevol > 8% OTOLXELQ KPAUATWONG:
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e AvBpakouyol, Je puikpodoun:

>  Oeppluikn
MapTevoLtikn
QoTevLTiKn
Mpavong

Qotevitikn — QeppLtikn

YV VvV VYV VY V¥V

Duplex

e Avtoxng os unAéc Bepuokpaoieg, pe HKpoSoUn:
»  Oepplrikn
»  QoTeviTiki
» Qotevitikn — Oepplrikn

e AvVTITPLBNG, LE WOTEVLTIKA HULKpOoSOouN

Katnyoptomoinon
H ovopaoia twv xaAUBwv oto EN 10025-2 anoteAeital and ta akoAouda pépn:
e AplBuog Eupwraikou Mpotumou,
®  YOPOKTNPLOTIKO ypdupa S E,

® 0 XOPOKTAPAG YLO TNV KOOOPLOUEVN EAGXLOTN TLUN TOU 0plou eAAOTIKOTNTAC yia Ta XN < 16mm
oe N/mm?,

e OTOV UTIOSEIKVUETAL TO XOPAKTNPLOTLKO YLa TNV OLAda TTOLOTNTOC CUUPWVA LE TLG CUYKEKPLUEVEC
TIUEC evépyelag kpolong,

e TOAVWE TO XAPAKTNPLOTIKO ypdppo C yla Tty KATAAANAOTNTA ylo €LOLKEC TIEPUTTWOELG
edappoyn,

e tnvmAnpodopia “+N” 1 “+AR” av ta mpoidvra propouv va rapayyeAboulv pe katepyaoia “+N” A
II+ARII.

1o oxnua 2 mou okohouBel mapouoidletal mMapddelypa ovopaociag yla xaAuBa S235J2+N
cUudwva pe To mpoturo EN 10025-2
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EN 10025 -2 -S 235 J2 +N

Efopaluopévor i
eéopatuopévng Ehaong

EAdyiomn 27 j evépyeia kpolang
gykomwy aTtoug 20°C

Kwd1kog apiBudg yia eAdyiato
Opio eAaoTIkOTTAC Vi TTAYOC
<16mm og N/mm?

| Aopikdg xaAuBag }

| Mpé1mo ‘

Zynua 2. Mapadetyua ovouaoiag yia xaAvBa S235J2+N cuupwva pue to EN 10025-2
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2.2 MetaAlovpyla pun KPAPATOUEV@OV XAAVBwV
OL UN KPOUATWHEVOL KOATOOKEUAOTIKOL XAAUBEG MEPLEXOUV WG KUPLA KPAUATIKA OTOLXELO TOV AvBpaKa o€
Too0oTO HEXPL 0.25% Tepimou Kot payyavio ewg 1.65%.

O davBpakag, sival éva Kpapatiko otolxelo mapeuPoAng mou aufdvel TNV avtoxr o ePpeAKUCUO eVw
TOUTOXpOVOL HE TNV alEnon TNC OUYKEVIPWONG TOU MELWVEL ONUOVIIKA TNV OAKLMOTNTA KAl TV
SucBpavototnta Twv XaAUBwv. To Hayyavio avtlBETwWE eival Eva KPALOTLKO OTOLYELO QVTIKATACTAGCNC TO
omolo eival eniong mMoAU XPAOCLUO yla TNV KATAOKEUN Twv XaAUBwv, faltiag Twv amofeldwTKWwY Kat
QMOBELWTIKWY LOLOTATWY Tou. AuEAVEL TNV avtoxr Tou XaAuBa og epeAKUCUS KAl LELWVEL TNV OAKLUOTNTA
KoL Tn SuoBpavototnta, aAld o€ TOAU ULKPOTEPO PaBUO amod Tov avOpaka.

O avBpakag cuvnBwg Bewpseital To MO CNUAVIIKO OTOLXE(O yla TNV OKANPOTNTA KOl TNV QVIOXH TWV
XOAUBWV. AKOUA KAl e amoucior AAAWY KPpAUATIKWY OTOLXELWV N Ttapouaia avBpaka propet va odnynost
oe uPnAn Tomkn okAnpotnta. EvtoUTolg Ko Ta UTIOAOLTIAL KPOLOTIKA OTOLXEla cuvelodEpouv oTnv
OGUVOALKA LKOVOTNTO VOGS XAAUBA YLt okKApuven. H eMLppor auTh OCOTLKOTIOLETAL ATTO TOV UTTOAOYLOUO
Tou Looduvapou avBpaka evog xahuPa (CEV).

Elvat onuavtiko o umoAoylopog tou CEV va yIVETaL e TRV TTPAYHATLKY XNHLKI cUoTaon Tou XaAuBa Kat
OXL L€ TIC MEYLOTEC TLUEC TTOU SilvovTal ota TPOTUTIA TWV UALKWY, S10.PpOPETIKA Hmopel va KataAn&ouue ot
un peaAtotika uPnAEg TIpéG.[12]
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2.3 M£€00801L 6UYKO0AAMGEWV
OL péBobol ouykoAAnoswv xwpilovtal os 3 BaoLKEG Katnyopieg oL omoieg Ba avaluBouv oto mapdv
kedpaialo.[2]

e JUYKOA\NOELC THENG
®  JUYKOAANOELG E XPrON CUVSETLKOU LECOU
e JUYKOMNOELG OTEPEAG KOTATAENG

2.3.1 TuykoAAN GG THENG

Ma va mpaypotonondel cwotd pla cuykoAAnon théng elvat amapaitnto va tnpnbolv dUo cuvenkKec.
Mpwtn KAl oNUAVTIKOTEPN €lval va 600el Lkavo mood BepUOTNTAG TPOKELWEVOU VO YIVEL Suvath n
OUYKOMNON Twv HeTdMwv pe ouvinén. H amattoluevn Bepuotnta upmopet va mapayxBei pe
Sladopetikolg TPOMOUG TLY. HUE XNULKO TpOmo (e€wBepuikn XNUKN aviidpaon), He NAEKTPIKO TPOTO
(nAekTpIKo TO0), pe aktivoBoAia uPnAng mukvotntag evépyelag ( Laser). H deUtepn ocuvBrkn mou mpémet
VOl LKOVOTTOLELTOL TIPOKELUEVOU VA £XOULE HLOL LKOWOTIOLNTLKN cUvSean eival n amouoio akobapolwy Kat
ofeldwoswv amo TG HETOAAKEG emidavelec. Emeldr) o kKabaplopog tng snidadvelag dev emapkel eival
amopaltnto va amopakpuvovtal ol akabapoie¢ amd tnv o thv péBoSo ouykOAAnoncg. Auto
ETILTUYXAVETAL E TNV XPNON TNV XNULKAS 6pdong tng okovng (Flux) N twv exktofeloswy (spattering) tou
NAekTpLkoL TO€ou. Mpokelpévou va anodeuyOel n emavadnuoupyia Twv akabapolwyv xpnoLuonolouvral
adpavn agpla N e€aépwon NG €mMevOLoNg TwV NAEKTPoSiwV HUE TA OMOila TPOOTATEVETAL TO TNYUEVO
pEtaAlo. Emiong yivetal va mpaypatomnolnBei ouykoAAnon kal os Kevo agpa. Ol oUYKOAANGCELS TAENG
Katnyoplomolouvtal og[2]:

1) OEPMOXHMIKEZ ZYTKOAAHZEIZ THZHZ ( CHEMICAL FUSION WELDING PROCESSES)
a) 2YTKOAAHZH AEPIOY ME KAYZIMO O=YTONO'H O=YTONOKOAAHZH (OXY-FUEL GAS WELDING)
b) 2YFKOAAHZIH ME @EPMITH(THERMIT WELDING)
2) ZYIFKOAAHZEIZ HAEKTPIKOY TO=OY (ELECTRIC ARC WELDING)
a) 2YTKOAAHZIH TO=OY ME HAETKPOAIO BOA®PAMIOY KAI MPOXTAZIA AEPIOY (GAS TUNGSTEN
ARC WELDING , GTAW)
b) ZYTKOAAHIH TO=OY ME THKOMENO HAEKTPOAIO KAI MPOZTAZIA AEPIOY (GAS METAL ARC
WELDING, GMAW)
c) ZYTKOAAHZH TO=0OY ME ZQAHNQTA HAEKTPOAIA (FLUX CORED ARC WELDING, FCAW)
d) 2YTKOAAHZIH TO=OY ME ENNAYMENA HAEKTPOAIA (SHILDED METAL ARC WELDING, SMAW)
e) 2ZYTKOAAHZH BYOIZMENOY TOZOY (SUBMERGED ARC WELDING, SAW)
f) ZYTKOAAHZH HAEKTPOZKQPIQZHZ (ELECTROSLAG WELDING, ESW)
g) HAEKTPOAEPIA 2 YTKOAAHZH (ELECTROGAS WELDING, EGW)
h) YMOBPYXIEZ £YTKOAAHZEIZ (UNDERWATER WELDING, UWW)
i) XYTKOAAHZIH ME TO=0 NAAIMATOZ (PLASMA ARC WELDING, PAW)
3) ZYFKOAAHZEIZ HAEKTPIKHZ ANTIZTAZHZ (RESISTANCE WELDING PROCESSES)
a) ZHMEIAKEZ ZYTKOAAHZEIZ ANTIZTAZHZ (RESISTANCE SPOT WELDING , RSW)
b) ZYTKOAAHZEIZ ANTIZTAXZHZ PAQHZ (RESISTANCE SEAM WELDING, RSEW)
c) ZYTKOAAHZEIZ ANTIZTAZHZ ME NPOE=OXH (RESISTANCE PROJECTION WELDI
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d) NG, RPW)

e) ZIYTKOAAHZEIZ ANTIZTAZHZ ME ZMINOHPIZMOYZ (FLASH WELDING, FW)

f) KPOYZTIKEZ 2YTKOAAHZEIZ (PERCUSSION WELDING, PW)

g) ZYTKOAAHZEIZ MMNOYZONIQN (STUD WELDING , SW)

4) ZIYTKOAAHZEIZ ME AEZMEZ YWHAHZ NYKNOTHTAZ (HIGH-INTENSITY RADIANT ENERGY)

a) 2YTKOAAHZEIZ ME AEIMH LASER (HIGH-ENERGY-DENSITY LASER BEAM WELDING PROCESSES,
LBW)

b) XYFKOAAHZEIZ ME AEZMH HAEKTPONIQN (HIGH-ENERGY-DENSITY ELECTRON BEAM WELDING
PROCESSES, EBW)

2.3.2 TUYKOAANGELG UE XP1IOT) CUVSETIKOV HEGOV

Jtnv Katnyopia auth avikouv uEBodol cUYKOAANGNG TIOU XPNOLUOTIOLOUVE €VOl CUYKOAANTIKO UALKO
mAnpwong (brazing filler metal), To onoio kaAUmtel To SLdkevo PeTafl TwWV MPOG CUYKOAANGN UAKwV. To
OUYKOAANTLKO HETAANO TIAPWONG TAKETOL KAl SLOVEUETOL OTO SLAKEVO UETAED TWV eMIPOVELWY TWV
UETAAAWV pE Ta omoia Snuoupyel £va petalhoupyiko Seoud e€attiog Tou patvopévou Tng Slaxuong Kat
NG TPLXOELONC £AENG. OL ouYKOANROELG e Xprion ouvdetikoU péoou Slakpivovrtal og[2]:

1) ZYTKOAAHZEIZ MEZHZ ©OEPMOKPAZIAZ'H KAHPEZ ETEPOTENEIZ 2YTKOAAHZEIZ (BRAZING)
2) ZYTKOAAHZEIZ XAMHAHXZ OEPMOKPAZIAZ'H MAAAKEY ETEPOTENEIZ 2YTKOAAHZEIZ (SOLDERING)

2.3.3 XYTKOAAHXEIX XTEPEAY. KATAXTAXHX

H ouykoAAnoeLg oTepedg kataotaong eEacdaAilouv TNV KpUOTAAALKN-LETOAAOUPYLKH GUVEEDN TWV MPOG
OUYKOAANON HETOAWV Xwpig TAEN aAd péow TAAOTIKAG Tapapopdwaong. H mAaotikn mapaudpdwon
ETILTUYXAVETAL LE AOKNON TILEGNC O BEPLOKPAOLEG XAUNAOTEPEC TOU GNEiOU THENC TWV TTPOG GUYKOAANON
METAAAWV. ZTLG CUYKOAANCELG OTEPEAG KATAOTACNG SEV XPNOLLOTOLETAL TANPWTIKO UALKO TIOU VA TAKETAL.
BaoLKO TMAEOVEKTNO TWV CUYKOANOEWY OTEPEAG KATAOTAONG €lval OTL UITOPOUV va EVWOOUV ovopoLa
UALKG KaBwg pe Tnv amouaia tng THENG ouvelodEpete xapnAd mood Bepuotntag nou Stotapdlsl eAdyLota
NV LKPOoSoUN TWV PO oUYKOAANGN UALKwY. OL cUYKOAANGCELG OTEPEAC Katdotaong Sdlakpivovtal o€ [2]:

1) ZYTKOAAHZEIZ EN WYXPQ ME NAAZTIKH MAPAMOP®Q3H (COLD WELDING WITH PLASTIC
DEFORMATION,CW)
a) ZXYTKOAAHZEIZ NIEZHZ EN WYXPQ (COLD PRESSURE WELDING,PSW)
b) ZYFKOAAHZIH ME EAAZH (ROLL WELDING,RW)
c) EKPHKTIKH 2YTKOAAHZH (EXPLOSION WELDING,EXW)
2) 2YITKOAAHZEIZ EN OEPMQ ME MNAAZTIKH MAPAMOP®QO3H (HOT WELDING WITH PLASTI
DEFORMATION,HW)
a) XYTKOAAHZH NIEZHX EN OEPMQ (HOT PRESSURE WELDING,HPW)
b) 2YTKOAAHZIH ME OGEPMH Z®YPHAAZIA (HOT FORGING , HF)
c) 2YTKOAAHZH AIA TPIBHZ (FRICTION WELDING,FRW)
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d) 2YTKOAAHZIH ME NAPAMOP®QZH (UPSET WELDING,UW)
3) 2YTKOAAHZEIZ EN OEPMQ XQPIZ MAAZTIKH NAPAMOP®QEH (HOT WELDING WITHOUT PLASTIC
DEFORMATION)
a) ZXZYTKOAAHZH AIAXYZHZ (DIFFUSION WELDING, DFW)
b) ZYFKOAAHZH ENATQrHZ (INDUCTION WELDING, W)
c) 2YTKOAAHZH ME YMEPYXOYZ (ULTRASONIC WELDING, USW)

2.3.4 TuykoAAnoelg FCAW

H ocuykoAAnon to€ou pe cwANVWTA NAEKTPOSLA 1) CUYKOAANGCN TOEOU LE TTOPAYEULOUEVA CWANVOELSH
NAektpodia (FCAW) Bewpeital pia mapallayr TnG cUYKOAANGNC TOEOU e TNKOPEVA NAEKTPOSLA Kal
npootacio agpiov (GMAW). H Sladopd twv Vo peBodwy ykettal ota NAekTpdSia. ITnV ev Aoyw
MEBOSO TO CWANVWTO NAEKTPOSLO glval Evag LETAAALKOG CWANVOG, O OTIOLOG TIEPLEXEL OTOV TTUPHVA TN
okovn cuMutaopotog (flux). H pébodog FCAW umopet va xpnotomnolnBel pe A xwplig mpoobnkn agpiou
npootaciog. Otav yivetal xwplg mpoodnkn aspiov mpootaciag N okOvn CUNTACUOTOG TTOPEXEL
autonpootacia gite mMpokaAwvtag EKAUCH aEPLOU TPOOTAGCLAC Ao TNV AMOCUVOESN TwV OTOLKElWV TNG
elte SnUIOUPYWVTAG £VO OTPWHO OKOUPLAG TIAVW OO TO AOUTPO KAl E AUTOV TOV TPOTIO TO MPOOTATEVEL
amnod thv anoppodnon ofuyovou Kal alwTtou armod Tov aépa. XTo oxnua 3 anslkoviletal To Aoutpo
OUYKOAANoNG tng FCAW.[2]

Current-carrying
contact tube
N\

Nozzle

Tubular

Mifodog svykdrinons FCAW
|
Arc and Fludng agents
/ metal matal powders,
Weld pool transter and deoxxchzers

Zxnua 3. Noutpo ouykoAAnong FCAW
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2.4 KataokevaoTikol YAAVBEC KaTa T 6VYKOAAN 0T
Ospuika emtnpeacuevn {wvn (OEZ)

Méow pakpoypadlkig mapatipnong, hia padn cuykoAAnong tneng xapaktnpiletal anod téooeplg {wVeg
(oxua 4): to pétarlo ouykoAAnong (Mz2) (weld metal-WM), tn {wvn peptkng teng (ZMT)(partially melted
zone-PM2Z), tnv Bepuika ennpeaocpévn (wvn (OEZ)(heat affected zone-HAZ) kal to Baolkd pétalio
(BM)(base metal). 2tn OEZ avantioocovtal Beppokpacieg apketd UPNAEG, WOTE va TIPOKOAECOUV AAANAYEG
ULKPOSOUNG OTEPEAC KATAOTAONG, AANA TOUTOXPOVO OPKETA XOUNAEG, WOTE va NV MPokKaA£Egouv THEN.
KaBe onueio tg OEZ , katd tn ouykOAAnon Puwvel Sladopetikd to Bepuikd KUKAO, 0 oOmoiog
xapaktnplletal amno tn péylotn Bepuokpacia kot to pubud Yung. Mo ocuykekplpéva n OEZ Satpeital o
3 umokatnyopieg, onwg daivetal oto oxfua 5 , tnv lwvn peyéBuvong KOkkwv, tnv {wvn TARPNG
EKAETTUVONG KOKKWV Kal TNV {wvn HEPLKNG EKAETTTUVONG KOKKWV, UE amotéAdeopa n OEZ va amoteleitot
omod UL Xov8pOKOKKN Kol pior AEMTOKOKKN Teploxr]. Ot HETABOAEC QUTEG oTnV Hikpodoun emidpépouy
e€aoBévnon kal Pabupomoinon Tou UALKOU KoL GUVETTWG HELWON TNG AVTOXA G TOTUKA. [2]

Partially Melted Zavn Mepikng
Zone Théng

bt SRl DR o J .\'““(': e N
Weld Metal Base Metal

Otppika 3
Mérahro Heat Affected  Enpocaopuivn ":;;‘;:‘l}:
IvykoAAnong Zone (HAZ) Zévn (OEZ)

Zxnua 4. Zwveg ouykoAAnong

Baowo Méralo
- MEPIKR EXAETTTUVOT) KOKKWY
- MARPNC EXAETITUVON KOKKWV
MeyEBuvon koKkkwy

SWN -

Zxnua 5. Oeputka ennpeacuévn {wvn (OEZ)
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Oepikd¢ KUKAOC Kot Soun ptac ouykOAAnong

H ouykoAAnon e tén anotelel ovolaotikd pia tomikn Stadikacio xUteuonc. e avriotolyia Ta uépn mou
Ba cuykoA\nBoLV udiotavrtal pia Tomikr BepuLK Katepyaoia avaloya e TV OmOOTACH TOUG amd To
onueio tng ténge. Etol, oL LBLOTNTEG TOU TTPOG CUYKOAANGN UALKOU KOBWG Kol KATAOTAON TOU UALKOU oTnV
Bepuika emnpeacpévn {wvn Ba eival TeplocoTepo 1 AlyOTEPO TPOTIOTOLNUEVEG. [12]

To péyeBog twv aAlaywv otnv Oepuikd Emnpeacpévn Zwvn (OEZ) e€optdtal amd TV mocotnTa TNg
Bepupotntag mou Sivetal amd tnv pEBoSo cuykOAANoNg otnv Teploxr autr. METpo tng TApoXNS
BeppodTNTAC OTNV TIEPLOXH TNC GUYKOAANONG ival o pubuog elcaywyng Beppodtntag (Heat Input rate) to
ormolo opiletal wc:

Omnovu n eivat o Babuog anddoaong tou t6€ou, o onolog e€aptatal and tn HEBodo cuykOAANGNG, U elvat n
ToxUTNTA TOU TOEOU Kat VI n nAekTpLkn LoxU¢ Tou toou. O pubudc eloaywyng Bepuotntag ekdppaletal o
1/m.[2]

AA\OL TOPAYOVTEG TIOU €MNPeAlouv TNV TaxUTNTA PUENG otnv OEZ Kol EMOUEVWG KaL TNV OKANPOTNTA TWV
dAacswv ou SnULoUpyolVTAL O QUTH KATA TNV GUYKOAANON, €lval TO TAXOC TWV TPOG CGUYKOAANON
Tepaxiwv Katl n Bepuokpacia mpoBépuavong. H Bepuika emnpeaocpuévn {wvn mephapBAvVeL EKELVES TIG
TLEPLOXEC TIOU EMNPEAIOVTAL OTtO TNV BEPUOTNTA KATA TNV SLAPKELA TNG CUYKOAANGONG. AUTO OnUaivel OtL
TO HéyeBoG TG OEZ pmopel va eival onpavtikd SLadopetikd avaloya thv ebapuoyn Kot Tov TUTo Twv
XoAUBwWV tpog cuykOAANnoN.

Mapadelypatog xapn, KAtd tThv cUYKOAANON EVOG LN KpapaTwéVou avBpakoUyou xaAuBa, omoladnmote
nieploxn He Beppokpacia kKatw twv 700°C pnopel va BewpnOel otL Sev emnpedleTal ONUAVIIKA Ao Thv
OUYKOAANON. AvtiBeta Katd TV cUYKOAANGN evoc xaAuBa uNANG avtoxng mou €XEL UTIOOTEL OKANpUVON
Kol eravadopd otoug 315 °C kaBe meploxr mou unepPaivel auth thv Bepuokpacio Oswpeital pépog tng
OEZ. Katd tnv Stapkela piog cuykoAAnong moAAamAwv nacwy, KABe kawouplo maco Snuloupyel éva
MNXOVLIoUO avOTTNOoNG oTa ponyoUeva tdoa OMwe ¢paivetal oTo XU 6.
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Weid metal \
HAZ of sach pass

TA ™ )

e

ré-E-

Zxnua 6. Oeputkn kUKAoL o€ pia ouykoAAnon moAAanAwv naowv

MEétaAdo ZuykoAAnang

To HETAAAO GUYKOAANONG TAKETAL KAL LETA amo pia mibavr) aA\ayn TG cUoToong Tou amod TNV Mpoacdnkn
KPOUOTIKWY OToXElwv amd To UAKO Ttou nAektpobiou kol to METAAAO PAcong, oTnV OCUVEXELD
otepeormoleitol. H Stabdikacio auty amotehel plo pkpoypadio g xUTELONG TWV PETAAWV UE TNV
Slopopd OTL 0 OYKOC TOU OTEPEOTOLOUUEVOU HETAANOU gival TTOAD ULKPOTEPOC ATIO TOV QVTLOTOLXO OYKO
OTa XUTA Kal 0 XpOVOG oTEPEOTOLNGNG TIOAU TILO CUVTOMOG. ATOTEAECHA AUTHG TG Stadikaciog xUteuong
glval n otepeomnoinon Tou HeTAAAOU TNG CUYKOAANGNG Ue pia Sevdpltikr Sopn Tng omoiag oL Sevdpiteg
okoAouBoUVv TI¢ ypappég pong tng Bepuotntag (heat flow lines) omw¢ daivetal oto IxAua 7. Kal ElKOVA
1. [12]
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Weldingdirection

! o

WELD DEPOSIT :«(«««ﬁ%

HEAT FLOW

\\\‘\\

Weldingdirection

HEAT SOURCE
= 0

Sxripa 7. Fpaupeg porjg Gepuotntag

Ewkova 1. Aevdpitikn oTEPEOTOINGCN TOU UETAAAOU OUYKOAANONC KATA UNKOC TWV YPALUUWY PONG
¢ Jepuotntocg

‘Eva daLvopevo TIou eMNPEATEL TNV XNLKA cUoTacn KoL TNV TEALKA UKpoSoun Tou HeTdAAOU cUYKOAANoNG,
elvat to pawvopevo tng Stahutonoinong (dilution). Me Tov 6po StaAutomnoinon evwooU e TNV aAAayn tng
clOoTAoNG TOU PETAAAOU TPOocBRKNG TNG cUYKOAANGNC, Adyw TN¢ avApLEnG Tou He To BAoLKO HETAANO TWV
TPOC GUYKOAANGN TEpO)Xiwy.

To ¢awopevo tng Slahutomoinong elval LSLALTEPA CNUAVTLIKO OTLG TIEPUTTWOELG OMOU TO METAAAO
TMPOCONKNC TTOU XPNOLOTOLE(TAL 0TNV CUYKOAANGN glval SLadopeTIKO amd auTo Tou HeTAAAOU Baonc.

H SlaAutomnoinon D opiletal w¢ to BApog i 0 OyKog Tou BacilkoU PETAAANOU TIOU €XeL ALWOEL POG TO
OUVOALKO BApOG ) ToV OYKO TOU PETAANOU TG cUYKOAANONG, Onwg daivetol oto IxAua 8.[12]

V= Va
"~ Va+Vb
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Zxnua 8. Zynuatikn avanapactaon tou umoAoylouou tn¢ dtadutonoinong

[liviag 1. Tomkés TiuéES O10A0TOTOINONS Y10, O1GPOPES UeBOOOVS TVYKOAAGEWY

MEO®OAOZ 2YTKOAAHZHZ|AIAAYTOMOIHZH

SMAW naco otnv pifa D = 30%, naca yepioparog D = 10%
TIG D=20-40%
MIG/MAG npwta naca D = 10 - 40%, naca yepiopatrog D =5 - 20%.

ZkAnpuvon kat npoYépuavon

MoAdol Hn  KpopaTwWUEVOL KOl Kpapotwpévol YaAuBeg mapoucitdlouv  mpoBARuUaTta  otnv
OGUYKOAANOLUOTNTA TOUC Ao Liot OpLOHEVN TIEPLEKTIKOTNTA AVOPOKA KOl KPOUATLKWVY OTOLXELWV KL TTAVW.
H muo anoteAeopatikn AVon o€ TEToLA TIPOPANMATA GUYKOAANOLUOTNTAG €ival n pelwon tng taxutnTag
YuEne pe tnv xprion mpobeppavong.

H taxutnta Yuénc e€aptatal oe peydo Babuo kat and tnv pala Staxuong BeppotnTog oTnV MepLoxn TG
oUYKOMNonG. Eva maxy £laocpa ylo mopadslypa amopaKkpUVEL TNV €loayousvn Begpuotnta otnv
METABATIKY TIEPLOX TOCO ypryopa, WOTE va UMopel va amoktnBel n kpiown taxvtnta Pueng Kat va
oXnNMototel 0 MOPTEVOITNG Kol AAAEC OKANPEC OOUEC OKOUO KAl O XAAUPBEC UE OXETIKA MLKPN
TEPLEKTLKOTNTO. 0 AvOpoKa Kot GAAQ KPpOHOTIKA otolxeia. AAAOL TTapAyovteC Tou emnpedlouv TtV
toxutnta PuEng eival emiong n emloyn Tou TUTou Tou nAektpodiou, n SLAUETPOG Tou NAekTpodiou Kat N
TOXUTNTA TNG CUYKOAANGONG.
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e aut) t okAnpn lwvn sudavidovtol UPNAEC UNXAVLKEC TTAPOUEVOUOEG TAOELS, KOOWCG TO UAKO
TOPEUTTOSITETAL VA TIG LELWOEL LECW TTAOOTLKAG TTapapopdwonc. EmunmpocBeta, kal 1dlaitepa og SLOTOPEC
UEYAAUTEPOU TAXOUG, dnLoupYEeiTtal Eva MOAUAEOVIKO cUOTNUA TACEWV ehEAKUGHOU TTOU €lval akouo
IO QUENUEVO ATIO TO YEYOVOC OTL 0 OYKOG AUEAVETAL KOTA T SLAPKELO TOU OXNUATIOMOU TOU JOPTEVOLTH.
Av oL TAoELlG PTACOUV TN CUVEKTLIKA avVIOxr, oxnuatilovtal pwypeéG o€ aUTH TNV KETABATIKN TEPLOXN
vPnAng okAnpotntag. To uSpoyovo sival €vag EMUTAEOV TTAPAYOVTOG TTIOU UIMOPEL va. £XeL emibpaon otnv
EUPAVION AUTWY TWV pWYHWV othv OEZ. [12]
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2.5 AGUVEYELEG CUYKOAACEWY
Elwoaywyikoi optouoi

Pwyun (Crack)

Mia pwyun eival évog 51o81aoTtatog SLaxwPLoPOG UALKOU TIou Sev €xel akOpa Stadobel katd HRKog OANG
NG SLATOWNC TOU PEPOUCG.

Opavon (Fracture)

Opavon eival o oAKOG SLaxwPLoUOG ToU UALKOU OE LLOKPOOKOTILKO €UpOG Ttou odnyel og amwAeLa Tou
depopevou poptiov evog otepeol cwpatos. To duoko aitio plag Bpadong eival n kataotpodn Twv
OTOULKWV KOL LOPLOKWY SE0UWV €altiag eEWTEPLKWV KaL/f) ECWTEPIKWY UNXAVIKWVY popTiwy, He dpdon
KoL GA\wv Tapayovtwy. To amotéAeopa sivol pa eAevBepn emidpavela. O StadopeTikol TUMOL pLag
Bpavong meplypadovtal oto mapwv kedaiaio.

Muwpopnypdtwon (Micro Crack)
Pnyudtwon mou avayvwpiletal oe pio peyebuvon peyaAltepn amod 6x.
Makpopnyudatwon (Macro Crack)

Pnyudtwon mou avayvwplletal pe Kavovik opacn (omtiky anoctacn avadopdg 250 mm) ) oe pia
pey£buvaon péxpL 6x .

NepikpuotaAiki pnypdtwon (Intergranular Crack)

AlaSideTal HEOW TWV 0PLwV TWV KOKKWYV TOU HETAAAOU.

AwokpuotalAAikn Pnypdtwon (Transgranular Crack)

AadideTal péow Tou Kupiou OYKOU TwV KPUOTAAAWV.

Ogpun Pnypdtwon (Hot Crack)

Ixnuortiletal ano pia paon xapunAou onueiov ténc evw autn sival peuotn.
Pnypdtwon otepeonoinong (Solidification Crack)

Anpoupyeital Katd tn SLapKeLa OTEPEOTIOINONG TOU AouTpoU GUYKOAANONG.
Pnypatwon vyponoinong (Liquation Crack)

Anpoupyeitat amo to Alwotpo piag paonc xapnAou onueiou téNng, n omoia m.x. Bpioketal ota OpLa TWV
KOKKWV.

Wuxpn Pnyupdatwon (Cold Crack)

Ixnuoartiletal oe oTePEN KOTAOCTAON TOU UALKOU HE UTIEPPAON TNC LKAVOTNTAC TTAPAUOPdWONG.
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Wabupn Pnyudtwon (Brittle Crack)

Ixnuartiletal evw to UAIKO Pploketal oe pia katdotaon xapnAng ducBpauvctotntog (toughness). H
KOTAOTOON QUTH TOU UAWKOU pmopel vo odeiletal otnv Bepuokpacia, oto cvotnua emiParliopevwy
TAOEWV, OTO YEWUETPLKA XAPAKTNPLOTIKA, N otnv dpUon Tou UALKoU.

Pnypdtwon ouppikvwong (Shrinkage Crack)

Ixnuatiletal faltiog mMapeUnodiopévng ouppikvwong. Mikpodopeg xaunAng mapapopdwolndtnTag
XAUNANG avtoxng BonBolv Tov oXNUATIOUO TNG.

Pnypdatwon vdpoyovou (Hydrogen Induced Cracking)

Ixnuoatiletal amnd avénon Twv MOPAEVOUOWY TACEWVY e€altiog Tou USPoyOVOoU TToU KaTaKpNUVileTaL amnod
TO KPUOTAAALIKO TAEYHO Kot AOYw TwV aAhaywyv TnG doung dev pumnopet va StaxuBel £€w amod to UALKO.

Pnypdtwon okArjpuvong (Hardening Crack)

Ixnuatiletal ano aAlayEg otnv dopn. ANAYEG OTOV OYKO, TIPOKAAOUUEVEG OO QUTEC, 08nyouv otnv
Snulovpyia Tdoewv Kal TNV emakoAoudn pnypdtwon.

Pnypdatwon yewUeTpKwv eykonwv (Toe Crack)

Yxnuoartiletal oe tonoBeoieg LPNANG CUYKEVTPWONG TACEWV (YEWHETPLKES EYKOTIEG) UE TNV Tlapouaia
UETAAAOUPYLKWV EYKOTIWV TNV (810 OTLYUA.

Pnypdtwon Mpavong (Ageing Crack)
Ixnuoartiletal e€attiag Twv dtadikaolwy yrnpavonc.
Pnypdtwong katakpiuviong (Precipitation Crack)

Ixnuoartiletal e€attiag tng kKoTakpnuviong eUBpauoTwV GAcEWV KATA T SLAPKELA GUYKOAANONG 1] KOTA TN
Slapkela emakoAouBng Béppavong.

Awaotpwpatikiy Pnypatwon (Lamellar Tearing)

Ixnuartiletal e€attiag tng oxdong Twv {wvwyv d1adopLooU TToU TTEPLEXOUV UEYAAQ ETULAKN KN LETAANLKA
eykAelopota kol oL omoleg sival mopdAAnAeg petafl toug, Otav éva mMpog CUYKOANnon sfaptnua
doptiotel otnv kKatevBuvon Tou MAXoUC.

Oepun pnyuatwon (Hot Cracking)

Altleg tng Beppunc Pnypdtwong
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To aitlo yia tnv Bepun pnypdatwon sival éva eldog eubpauotomnoinong Tou UALKOU Tou mpokaAeital oe
vPnAotepeg Beppokpaoieg and GACELG OTA CUVOPA TWV KOKKWV TIOU ELVOL AKOUO PEVUCTEC.

E€attiag tou onueiou mpoéheuong kaBwg Kal e€altiag tou attiou Toug, ol BepUéG pNYUOTWOEL, OTO
UETOAAO TNG CUYKOAANONG ovopalovtal pnyuatwoels otepeomnoinong (solidification cracks) kat autég otnv
OEZ (Bepuika ennpealdpevn {wvn) f oto PETAAAO GUYKOAANONG TIOU avaBeppaivetal 6 GUYKOAANGCELG
MoAAQmMAWY TAoowV, ovopalovtal pnylatwoel avabépuavong (reheat cracks) i peuotomoinong
(liquation). [12]

— - =

¥ —> Zuppikveon
- -~ ¥
% | oo P

P

KarelBuvon tTng
mspeonoinaﬂs .

YnoAseinopevo TRyHa

Zxnua 9. MovtéAo oxnuaTioUoU pNYUATWOEWY OTEPEOTOINONG 0TO UETAAAD OUYKOAANnONC

TNV Katnyopla Twv Oeppwv PNYUOTWOEWY KATATAOOOVIAL KOL Ol PWYHEC Tou odeilovtal OxL otnv
UToPEN KATIOLWY EVWOEWV LE XapNAG onuelo TAENG, aAlG oTnV Pelwon TNG OAKLUOTNTAC TOU UALKOU AOYW
™¢ kotakpnuviong Woabupwv kapPldiwv ota opla Twv KOKKwv. Ol pnYHATWOEL ouToU Tou TUTIoU
ovopadovtal Ductility Dip Cracks kot £€xouv TapOUOLO XOPOAKTNPLOTIKA LE TIG TUTIKEG BEPIEG PNYUATWOELS
™¢ OEZ mou culntnBnkav mapamnavw. Ta Ductility Dip Cracks mopoatnpouvtal o pia peyaAltepn
anodéotacn amno TNV ypappun tTEng tng cuykOAANGNG KAl Elval pnYUATWOELG TIOU yivovTtal otn oteped ddon
oe UPNAEG Beppokpaoieg AOyw TNG LELWONG TNG LKAVOTNTAG TOU UALKOU va TtapapopdwOeL.
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Ewova 2 Ogpun pnyuaTtwaon oto KEVIPO Tou UETAAAOU ouykOAAnong

Ewova 3. Ogpun pnyuatwon oto KEVIPOo Tou UETAAAOU ouykOAAnang

Ot aouvéxeleg (A ehattwpata | odAAPATO) TwV CUYKOAANTWY cuvEEcewv Slakpivovtal os TPELS PAOIKEG
KOTNyopleG:

*  YMOWLKPOOKOTIKA ehattwpata, 6nAadn atélelec kpuotaloypadikol TAEYUOTOG, OMWG Ol
ataéiec Kal Ta KEVA.

¢ MIIKPOOKOTILKA EAQTTWHATA, OTIWG TA ULKpoeYKAeiopata, ol dtadoplopol oTtolxelwv Kat ot
HLKPOPNYHATWOELG.

*  MOaKpPOOKOTILKA EAQTTWHATA, OTIWGE OL UTIOKOTIEC, N aTeANG Sleiobuan, oL TOPOL, OL OKOUPLEG, N
oteAng THEN Kal oL pNYUOTWOELG.

Q¢ aouvéxela opiletal n Stokomn TN TUTIKAG SOUAC TS CUYKOAANONG. Mropel va eival n amwALL TNG
opolopopdiag ota pUNXavikd, KLETOAAOUPYLIKA 1 PUOLKA XOPOKTNPLOTIKA TOU UALKOU ouykOoAAnong. H
oouvéxela Sev amotelel amapaltnTa Ko EAGTTWHA TG CUYKOAANONC. ZUpdwva pe tnv American Welding
Society (AWS) w¢ eAdttwpa TG ouyKOAnong opiletal pio acuveéxelo | TTOAEG QLOUVEXELEG TTIOU €K
dUoswC N AOYyw NG CUVOALKAG EMISPAONG, OTIWG YLO TTOPASELYUA TO GUVOALKO TTIOPWAEEG 1 TO CUVOALKO
UAKOC TWV EYKAELOUATWY, KOOLOTOUV TO TTPOLOV aviKavo va LKAVOToLEL CUYKEKPLUEVEC TipoSLaypad£g Kal
omnattioetg.[12]

OL 6wbeKa TILO YVWOTEG OIOUVEXELEG ELVOLL OL TIOPAKATW :
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8.

9.

Mopwdeg (porosity)
EykAelopata okwpldc (slag inclusions)
Atelng dieloduon (lack of penetration)

Atelng tén (lack of fusion)

‘Evavuon tofou (arc strike)

ErukaAuyn (overlap)
Yrokomr (undercut)
YromAnpwon (underfill)

Kpatnpag (crater)

10. Miro\iopata (spatter)

11. Pnyudtwon (crack)

12. EAaTTWHATA EAACUATWY
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2.6 AZ10A0Y161) CUYKOAAM|GEWV

Mpokelpévou va amopeuxBolv aCUVEXELEG OTLG CUYKOANACELG TTOU €lval IKAVEC VA TIPOKAAEGOUV (LA
OTN KOTOOKEUN , Ol CUYKOAANOELG UTIOKELVTAL O€ €Aeyxo oUpdwva pe dlebvn mpotuma ISO . Ta mpotuna
ISO mowkiAouv avaAoya Pe To cUYKOAAOUUEVO UALKO , avaAoya e TNV HEBodo cuykOAAnong, Tig peBodoug
ouvSeong oA KalL e TO av 0 €Aeyxog tou Ba uTtoBANBo UV Ba eival KATACTPODLKOC 1] N KATACTPODLKOC.
Ta npotuna I1SO mpoodépouv kabBodriynon mpokelpévou va aflodoynbel to péyeBog Twv ATEAELWV
TIPOKELUEVOU VO EMITPATIEL N edapUoyr OTNV €KACTOTE KATAOKEUH. Mo MAPASELYUO TO TMPOTUTO
EN25817[17] xpnoluormoleital yia afloAoyncn ocuykKoAAoswv nAektplkol TOfou Kol xapaktnpilel tnv
oUYKOAM\NoN og Tpia enineda avaAoya pe TNV moLotNTd t¢. To mpoturo ISO/TS 20273[18] a&lohoyel tnv
OUYKOAANON o€ OX£0N LE TNV OVTOXN TNG O€ KOTWGN. ITNV mopouca SUTAWHATIKY €pyacia ylo Tnv
afLoAoynon NG cuykoAAnong xpnoluomnotndnke to mpotumo EN ISO 5817[13]
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KepdAaio 3: Ilepapatikn Stadikaoia

3.1 AoK{pLa KoL TELPANATIKT) Stataén

Ma TIC AVAYKEC TOU MELPAPOTOC KATAOKEUASTNKAV 8 Sokiula yla va UTtoBANBoUV o€ SOKLUEG
OALYOKUKALKNG KOTIwonG. Ot Staotdoelg Kat ol XAAUBEG o XpnoLomolndnkayv emAEXOnKav BOCIOUEVEG
oe de€apevr) amoBrkevong LYpPWV Kauoipwy, Slapétpou 54.864m kal Uog keAUdoug 15.6m, Tou
Bploketal o€ oglopoyevn TtepLoN Kal eival oxedloopévn cUudwva pe to mpdtumo EN 14015[16]. O
XGAuBog mou xpnotwomnoleital otn Baon tg de€apevng elvat o S275-J2 mAdtoug 8 mm evw oto kKEAUdOC
xpnotpormnoteitot xaAuvBag S355-12 maxoug 30 mm. O HNXOVIKEG LOLOTNTEG KL OL XNULKEG CUOTAOELG TWV
XaAUBwv S275-J2 kat $S355-J2 mapouaialovral otoug mivakeg 2 Kal 3 avtiotolya. Kabes Sokiulo €xel
TAATOC 25mm Kal amoteAeitol amd pia Awpida xaAuBa mdyxoug 8mm, OV AVILTPOCWIEVUEL TOV
nuBpéva tng Se€apevng, evwpévn pe pio Awpida xaAuBa mdayoug 30mm, TIOU AVIUTPOCWITEVEL TO
k€Audoc tng de€apevnc. H Evwon KATAOKEUAOTNKE UE GUYKOAANON TOEOU e nAekTpodia pe peyebog
NAEKTPLIKOU TOEoU 5.6mm.Ta Sokipa urtoBANBNKav o eMOVAAQUPBAVOLEVN LETATOTLON AVUPWONG
otaBepol MAAToug Omwce dpaivetal oto oxnua 10. Itov mivaka 4 mMapoucLa{ovtal CUVOTTIKA oL GUVONKEC
KATW arnod TiG onoieg uTtoPANBNKe To KABE SOKIMLO KOL TA ATIOTEAECHOTO TWV TECT KOTIWOEWS . Tal
nepapota EAapav xwpa oto Epyaoctrplo Mnxavikng kat Avtoxng YALkwv tou MNavemniotnuiou
Oeooaliag.

applied vertical displacement (Au)

part C
200mm
= “shell” plate
_____—— specimen
“base” plate

\ .
part A fixed

2xnua 10. Zxnuartikn dtataén dokiuiov katd TNV TOmMoGETN O TOU 0T UNXOVH KOTTWGON G
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Ewkova 4. Mapauopewuévo Sokiuto kata tnv Stapkela SOKIUNG KOMWONG UETA oo avuywan
(Au) ion ue 35mm

Mivakoag 2. Mnyxavikéc 151otnteg yaAvBwv (S355-J2 , 5275-12)

XdAuBoag ‘Oplo dLappong Oplo Bpaviong Emunkuvon ZkAnpoOTNTA

(Mpa) (Mpa) As (%) (HB)
$355-J2 335 470-630 22 150-190
$275-J2 275 410-560 23

Mivakog 3. Xnuikéc Suotaoels (S355-J2, S275-12)

C% Si% [MN% |P% |[S% |[Ni% [Mo% |[V% |[Cu% | Al%
S$355- | 0.20 0.55 1.60 0.030 |0.030 |- - - 0.55 -
12
S275- | 0.21 0.035 | 1.60 0.035 |0.035 |- - - 0.6 -
12
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Mivakag 4. Mivakac cuvONKWY TwWV TECT KOTTWOEWS

Aokipo Metatomnon | Nepotpodn | Méyioto N, N2o N¢
Au (mm) 0 (rad) doprtio (KN)
B2 25.0 0.17 3.19 65 121 139
B5 27.5 0.19 3.34 7 57 70
Bl 30.0 0.20 3.45 33 89 96
B3 32.5 0.22 3.77 22 76 92
A3 35.0 0.24 3.41 24 51 54
A4 35.0 0.24 3.65 24 57 65
A5 37.5 0.26 3.96 1 24 31
A2 40.0 0.27 3.82 3 34 36
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3.2 Aladikacia TpoeTolpaciag Sokipuinv

MpotoU yivouv ol SOKIUEG OALYOKUKALKNG KOTtwaoNG £ylve petoAhoypadikn avaluon evog Sokipiou. To
Sokiplo apylka Komnke pe tpoxo “Accutom 2” tng Struers wote va peAetnBolv ta onpeia evéladépovroc.
Enetta €ywve Aslavon twv Soklpiwv pe xaptid kapPidiov tou mupttiou Eekvwvtag amd xovepo KOKKO
120grid kot auv&avovtag otadlakd oe 320,500,800 kal 1000 grid.Ztn OUVEXEla TpaAyUOTOMOLONKE
OTIABwaoN TwV SOKIULWVY OE TTAVIVO TPOXO E SLOPOVTOMAOTA UE HEYEDOC KOKKOU SLapovtiol Stapétpou 3
Kot 1pm. Ma v Aelavon kat tTnv otiABwon xpnotponow)Bnkav ta Knuth-roter 3 kat Dap-V tng Struers
avtiotolya. TEAoG €ylve xnuLkA pooBoAn pe StaAupa vitplkol o&goug (30% HNO3) yia tnv pakpodoun
Kol e aAkooAn Nital 3% yla tnv pakpodopn.
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3.3 MeTtaAAoypa@iKi) AVAAVGT) TG GUYKOAAN GG

H ouykOAAnon otnv poKkpodoun TG dAavnKe va PNV €XeL EAaTTwpaTa Kot vo PetaBaivel opoAd am'tnv
Alpvn otnv OEZ kat oto BM. Me Bdon toug mivakeg EAOT EN I1SO 5817[13] n cuykOAANGON XOpOKTNPLOTNKE
B.H pikpodoun tng kabe meploxng TNG oUYKOAANoNG daivetal OTLG ELKOVEG 5-7. TNV HiKpodoun n Alpvn
OUYKOAM\NonG amoteleital ano ¢eppitn Wildmanstatten kat fehovoeldry dpeppitn pall pe kapPidia. To
Baowkd petalo amoteleital and deppitn e Pnavreg nepAitn. 2tnv OEZ kovtd oto BM mapatnpeitot
{wvn mMANPNG eKAEMTUVONG KOKKWV VW TTANoLalovtag urtdpyet peyebuvon kokkwv. EmutAéov oto Sokipto
£YWVaV HLKPOOKANPOUETPNOELS oUpdwvo pe To EN 1043-1[14] pe doptio 2kgf tng kAipakag Vickers,ta
anoteAéopata akoAouBoUv otov mtivaka. OAEG Ol ULKPOOKANPOUETPHOELS ATAV LECA OTOL EMLTPENTA OpLaL
tou EN ISO 15614[15] pe T peyaAUTEPEG TEG va evtomi{ovtal Kovid otnv Aipvn cuykOAAnong otnv
TLEPLOXN LEYEBUVONC KOKKWV. XTNV €IKOVa 8 daivetal N Hakpodopn TS cUYKOAANONG KL OL TIEPLOXEG OTLC
OmoleC £ywvav Ol HLKPOOKANPOUETPNOEL EVW OTOV TiivoKa 5 mopouoidlovial To anmoTeEAEOUOTA TWV
MLKPOOKANPOUETPCEWV.

Ewova 6. Mikpobour tou uetaAdouv ouykoAAnong
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Ewkova 7. Mikpobdoun OEZ , HAZ1: Zwvn ueyéduvonc kOkkwv HAZ2: Zwvn UEPIKNC EKAETTTUVONC

KOKkwV HAZ3: Zwvn mANpng eKAENTUVONG KOKKWV
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Ewova 8. Makpodoun tn¢ cuykOAANGn¢ KaiL oL TEPLOXEG TTOU EYLVaV OL ULKPOOKANPOUETPHOELS

Mivakac 5. AlTOTEAEoUATO LULKPOOKANPOUETPHOEWY

Meploxn Al A2
BM 1 200 200
BM 2 205 206
BM 3 282 225
BM 4 208 213
OEZ 5 352 320
OEZ 7 290 302
OEZ 9 336 345
OEZ 10 269 272
M2 11 303 274
Mz 13 292 302
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Ke@alawo 4. Atotedéopata

Ta Sokipta kKaBoAn Tnv SLAPKELA TWV TECT KOTIWOEWE KATOYPAPNKOV Ao KAEPA TIOU Ta PwTtoypddlle
UETA oo KABe KUKAO KOTIWONG £TOL WOTE va Kotaypadel o€ molov KUKAO SnLOUpPYELTOL N TTPWTN pWYUN
OANG Kal TTwG e€EALTETAL LIE TOV XPOVO PEXPL TOV KUKAO Ttou cupPaivel n mAnpnc amokorr). OAa ta Sokipta
META TO TEOT KOMWOEWC UTOPANBNKav o OMTIKO €AeyXO HE XPNON OTEPEOOKOTIOU KABWC Kal
petoAAoypadlky avaluon HE EMIKEVTPO TNV MEPLOXN TOU EEKivNoe N apxlki pwyun. Mepika ono ta
SokipLla EMAEXBNKAV YL TIEPALTEPW AVAAUCH LLE XPHON NAEKTPOVLKOU UIKPOOKOTIloU adpwang (SEM).

4.1 OTITIKOG £AEYXOGC KAL LETAAAOYPAPIKT] AVAAVGT) SOKLWV
Aokipo A2

Y10 Sokipto A2 n Baotkr pwypn ekivnos Katd TNV SLAPKEL TOU TPITOU KUKAOU POPTLONG KoL N OALKNA
OomoKOAANGN CUVERN petd amd 36 KUKAoUG. H pwyun mou odrynoe otnv amokOAAnon &ekivnoe kat
S1a6008nke otnv €€ "'oAokAnpou otnv OEZ. Asutepelovoa pwWyUN EVTOTIIOTNKE OTNV KATW £MIPAVELA OF
anootaocn 4mm amno tnv EO npog to BM(BA. lkdva 13). Itnv Avw emidAVELA EVIOTILOTNKE LULKPOPWYUH OF
anootaon nepimou ion pe 300um evtog tng OEZ(PA. elkdvals). It ewkoveg 9-11 mapouoialovral n
£€vapén tnc pwyHNg Kat n dtadoor TG ewg TNV TEALIKN aotoxia evw oTLC elkoveg 12-14napouataleTal n

HoKpoSoun Tou SOKLUIOU Kol oL SEUTEPEUOUCEC PWYLEC.

Ewkova 9. Evapén tn¢ pwyunc tou dokiuiov A2 katd tnv Siapketa tou 3° kUkAou
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Ewova 10. Pwyun tou dokiuiouv A2 kata tnv dtapketa tou 200U KUKAOU

Ewova 11. Aotoyia tou Sokiuiouv A2
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Ekkivnon Pwypng

I it Il

0 mm 10 20 30 40 50 60

Ewkova 12. Makpoboun tou dokiuiou A2

Ewova 13. Makpoboun tn¢ entpaveiag Bpavonc tou dokwuiou( Eykapota Statourn oto onueio
EKKIVNONG TNG pWYUNC, QAIVETAL K N UTTApén SEUTEPEVOUOAC PWYUNC TTapdAAnAa atnv
enupavela Bpavonc
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MAdka Baong

* Internationa\ non
226 765769 FAX: O\

Nt S Wiah Qe W

Ewova 14. Katw entpavela tou dokiuiou A2 (Asutepevovoa pwyun napdAAnia otnv entpavela
Upavong)

Ewkova 15. Mikpobdourn tou dokiuiou A2 ato onueio Evapénc TG pwWyUNC KoL EUPAVIOH
ULKDOPWYUNG OTNV AVW ETTLPAVELX
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Aokipwo A3

210 Sokipto A3 n Baotkn pwyun epdaviotnke Katd tnv Stdpkela Tou 24°° kUkAou ¢poptiong(BA. ewkova 16)
oto BM kot avartuxdnke €€ ‘ohokAfpou oto BM. To Sokiplo aotoxnos otov 54° kUkho ¢poptiong(BA.
glkOva 17-18). AsutepeloVoEC pWYHEC TtapatnenBnkav otnv avw sridpavela oe andotacn 2.6 mm anod

v EO mpog to BM (BA. elkdva 19)kal otnv KAtw emnidpavela o anodotaon 3.8 mm amnd tnv EO mpog 1o
MZ(BA. ewdva 20).

Ewova 16. Eupavion pwyunc tou dokiuiouv A3 katd tov 24° kUkAo

Ewova 17. Aotoyia tou Sokiuiouv A3 tov 54° kUkAo
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MAdka Baong Baowkr) Pwyun

Ewkova 19. Asutepevovaoa pwyun tou dokiuiou A3 oTnv avw EmPAveLa
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Ewkova 20. Katw emipavela tou Sokiuiov A3

Aokipo A4

310 Sokiplo A4 n Bactkn pwyun epdaviotnke katd tnv dtdpketa tou 24°° kUkAou (PA. ewova 21) otnv OEZ
KoL avartuxdnke €€ "‘ohokAnpou otnv OEZ. H telikr actoyia emnABe katd tov 65° kUkAO doptiong (BA.
€lKOVA 22). Aeutepelouoes pwWYHES BpEBnkav otnv avw emipavela og anootacn 2 mm and tnv EO mpog
o MI. TNV KATW emidavela Bpédnkav pwyuég os amdotacn 2.6 mm amod tnv EO mpog to BM kal os
anootacn 0.8 mm amnd tnv EO nmpog to M (BA. eikdva 24). ITnv eKova 22 TTAPOUCLAZETAL N LOKPOSOUN
Tou Sokiuiou A4,
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Ewkova 21. Eupavion pwyurnc tou dokiuiov A4 kata tnv Stapkeia tou 24°Y kUkAou

Ewkova 22. Aotoyia tou Sdokiuiov A4 katd tov 65° kKUkAo
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MAdka Baong

Ewkova 23. Makpoboun tou dokiuiou A4
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Ewkova 24. Katw emipaveio tou Sokiuiov A4 ( Eupavion SEUTEPEUOUTWY PWYLWV)
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Aokipo A5

210 Sokipo A5 n Baoikn pwyun epdaviotnke Katd Ty Slapkela Tou 1° kUkAou GopTLong efattiag piag
OPXIKAG ATEAELOG TIOU UTIHPXE oTov MOSa TG cuykoAnong. To péyebog NG atéAelag NTav eviog aAAd
TIOAU KOVTA oTa Opla Twv avtioTtoywv deBvwy otavrtap [9,10]. To Sokiplo actoxnos TeEALKA KOTA TV
Slapkela tou 31°° kUkAou popTonG. H pwyun gudaviotnke Kot 51adodnke otnv OEZ. AsutepeloOUOEG
PWYUEC epdavioTnkav KATw emidpavela o€ andotaon 1.7 mm anod tnv EO npog 1o BM kat 1.4 mm amnd tnhv
EO mpog to MZ. Itnv ekova 25 mapouotaletal n pakpodoun tou Sokipiou A5 evw otnv elkova 26 n KATW
emudpavela.

MAdka Baong

v

Ewkova 25. Makpodoun tou dokiuiov A5
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Ewova 26. Katw emnipavela tou dokiuiov A5
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Aokipo B1

310 Sokiplo Bl n Baoikn pwyun epdaviotnke katd tnv Stapkela tou 33°Y kUukAou ¢optiong (PA. ewkova
27) kot dpaivetat va €xel avartuxBei €€ ’ohokAfipou oto BM . H tehikr) aotoxia emAABe kotd tov 96° KUKAO
doptione (BA. elkdva 28). H pwyun akolouBnoe tic purndavreg peppitn-mepAitn tou BM. AsutepelouoEg
PWYHEG opatnpRBnKav otnv avw emnidavela Tou dokipiov os andotacn 2.6mm amnod tnv EO npog to BM
kot 0,8mm ard tnv EO mpocg to M2 (BA. elkdva 29). Itnv KATw emidpavela mapatnpnOnkav pwyueg os
€0po¢ 2.8mm — 4.3mm and tnv EO npog to BM (BA. ewkova 30).

Ewkova 27. Eupavion pwyunc tou dokiuiov B1 tov 33° kUkAo
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Ewkova 28. Aotoyia tou Sokiu
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Ewkova 29. Mikpobdou
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Ewova 30. Mikpoboun tng katw emntpavelag tou dokiuiou Bl mou Seiyvel SeutepeUoUOES
ULKPOPWYHES

Aokipo B2

Y10 Sokiplo B2 n pwyun mou odnynoe otnv aoctoxia eudavioTnke KOTA TOV 65° KUKAO Kol n TEAWKN
amokOAANnGon ouvéBel otov 139° kUkAo. H pwyun eudaviotnke kot 61ad60nke oto BM. AsutepeloUoEeg
PWYHEG EVIOTILOTNKOY OTNV KATW €MLAVELA O amootacn 4 mm amo tnv EO nmpog to BM. Ztig ewkoveg 31
Kol 32 MOPOUGCLATETOL N LOKPOSOUN TNG AVW KaL TNG KATW EMLPAVELAC QVTIOTOLYO.
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Ewova 31. Makpoboun tng entpavelag 9pavonc tou Sokiuiov B2
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Ewkova 32. Katw ermipaveio tou Sokiuiou B2
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Aokipwo B3

310 Sokiplo B3 n pwyun mou odnynoe otnv actoyia mpwrtogudaviotnke Katd tnv Slapkela tou 22°
KOKAou (BA. elkova 33) kaw n tehkr] aotoyia emAABOes otov 92° kUkAo (BA. slkova 34). H pwyun &ekivnoe
otov TOda TNC ouyKOAANong otnv OEZ kat 8tadobnke péow tou BM péxpt tnv teAk amokOAAnon.
AeuTEPEVUOUOEC PWYHES TApATNPRONKAV oTNV Avw emidavela Tou SokLiou o anootacn 2 mm amno tnhv
EO tng to BM kat og antdotacn 0.8 mm armd tnv EO tng to M. Itnv K&Ttw emidpAVELA EVTOTILOTNKE pWYUA
og anodotacn 4.5 mm and tnv EO tg to BM (BA. swkdva 37).3tg tkdveg 35 kat 36 mapouotdlovtal n
pokpoSoun kat n pikpodopn tng embavelag Bpavong tou dokiuiou B3 avtiotolya.

Ewkova 33. Eupavion pwyunc tou dokiuiov B3 tov 22° kUukAo
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Ewova 34. Tedikn aotoyia tou dokiuiou B3 kata tnv Stapketa tou 92°° kUkAou

Ewova 35. Makpoboun tng emipaveilac dpavonc tou Sdokiuiov B3
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Ewkova 36. Mikpobdoun tn¢ empavetoac dpavonc tou dokiuiov B3

Ewova 37. Pwyuéc otnv katw emntpavel tou dokiuiov B3
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Aokipo B5

310 Sokiplo B5 n Baoikr pwyun eudaviotnke Katd tnv Slapkela Tou 7° KUKAOU Kal n TeAlkn aotoxia
oUVEREL Katd tov 58° KUKAO. AsUTEPEUOUOEC PWYUEC EVTIOTIOTNKOY HOVO OTNV KATW €emMidpAVELD TOU
Soklpiov og amootaon 3.6 mm and tnv EO mpog tov BM kat og amdotacn 2.7 mm amnd tv EO mpog to

MZ (BA. ewova 39). 2Tnv elkdva 38 mapouactaletal n pakpodopr tng endavelog Bpavong tou dokiuiou
B5.

Ewova 38. Makpodoun tn¢ entpavelag Bpauvonc tou dokiuiov B5
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Ewkova 39. Pwyuéc otnv kKatw emipavela tou dokiuiov B5
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Ke@alawo 5. Tvintnon / Tupmnepdopata

Ta anoteAéopata TG £peuvag £6€l€av OTL OL OUXEVIKEG OUVOEDELG elval LKAVEC va OVTEEOUV €vav
ONUOVTLKO 0plOUO KUKAWVY $OpTIONG HEXPL VO LELWBEL N avTtoyr TOUG, AKOUA KOL LETA TNV ERdAVION TNG
MPWTING PWYUAG Ta Sokipla ATAV LKavA va avteEouv apkeToug KUKAOUG GOPTLONG WOOTOU OCTOX|COUV.
OAa ta Sokipla aotoxnoav e€altiog pwypwy mou odeilovtal aTtnv KOMwon tng olvdeong. OL pwYUEG
SnuoupynBnkav kot e€eAixBnkav yeltviakd tou moda tng cuykOdAAnong otnv Bacn tng cuVSeoNg Tou
oénynoav oe aotoyio kot MARpn amokoAAnon tou ‘keAUdoug amd tnv Pacn NG KATOOKEUNG. Mo
CUYKEKPLUEVA OL pWYHEC avamtuxOnkav eite €€’ oAokAnpou oto BM, ota dokipta B1, B2 kat A3, gite otnv
OEZ , onw¢ mopatnpndnke ota Sokipwa B3,B5,A2,A4 kat A5. MNapoAa autd o OAa ta Sokipla
napatnpnOnkav kot SeuTePeVOVCEC PWYHEG, TTOU avartuxOnkav mapdAAnAa T BAGLKNG, TEPLOPLOUEVEC
og €va eUpog 2.68 mm armo TNV Avw eripavela Kal pia {wvn mAdToug 4.11mm amo tnv KATw enidpavela.
ErutAéov ta amoteAéopata pag Sgixvouv OTL Ta EAATTWUATO OTNV CUYKOAANGH €lval LKOVA VO LELWOOUV
o€ HeyAAo BaBuo TNV avtoxn Kal TNV amodoon NG KATAOKEUNG. 2To SoKipo B5 n apxLlk YEWUETPLO TNG
OUYKOAA\NONG 8ev NTaV OwOoTr KoL UTHPXE ML aTEAELD OTO TOdA TNG OCUYKOAANONG mou eixe wg
QTOTEAEGHA TO SOKIHLO VA £XEL CNUAVILKA HLKPOTEPO XPOVo {wNG O oX£on UE Tta uTtdAouna. Napduola
cuumnepldopd mapatnpndnke kot oto Sokiplo A5 oto omoio avamtuxbnke pwyun am’ tnv apxn Tou
TELPAUOTOG e€ALTIOC ATEAELOC TNG TTOU TIPOUTIPXE 0TOV TTOSA TNEG oUYKOAANONC. To HéyeBog TwV aTeAELWV
glval evtog al\a oAU Kovtd ota Opla TwV CXETKWVY Ttpotuntwy [19,20]. Ztov nivaka 7 mapouoialovtat
GUVOTITIKA TO OMOTEAETPATO VLo OA Ta Sokipta.
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Mivakag 6. JUVOTTTIKOC TTIVOKOC OTTOTEAECUATWV

Aokiulo Meploxn évapénc Alddoon pwyung AguTEPEVOVOECG PWYHES
PWYHNG komwong

A2 OEZ OEZ KE:4mm amno EO npog
BM

A3 BM BM AE: 2.6mm amno EO
npog BM
KE: 3.8mm amno EO@
npog M2

A4 OEZ OEZ AE: 2mm amno EO npog
M2

KE: 2.6mm amno E@
npo¢ BM / 0.8mm amnd
EO npog M2

A5 OEZ OEZ KE: 1.7mm armno EO
npog BM / 1.4mm and
EO npog M2

B1 BM BM AE: 2.6mm omo EO
npo¢ BM / 0.8mm amnd
EO npog M2

KE: 2.8mm-4.3mm amno
EO npog BM

B2 BM BM KE:4mm amno EO mpog
BM
MAGtog: 4.6mm

B3 OEZ BM AE: 2mm amno EO npog
BM /0.8mm amno EO
npog M2

KE: 4.5mm amno EO
npog BM

B5 OEZ OEZ KE: 3.6mm amno EO@
npo¢ BM / 2.7mm anod
EO npog Mz
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