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EvxaploTieg

©a nBeAa va suxaploTiow tov Ap. Mo. N. XaideUEVOTIOLAO yIo TNV

EUTUIOTOOUVN TIOU €0€IEE OTO TIPOOWTIO POUL, Yyio TNV BorBela Kal tnv Kabodrynon

TIOU YOV TIAPEIXE.
Idlaitepa evxOpPIoTW TNV K.AWwA ZepBAakn, Tov K.Niko Xaolwtn, toug

ATIOOTOAN BaolAdko kal Aviwvn Katoopd yio Tnv Borfsia toug Kab'oAn tnv

OIAPKEIO EKTEAEDNC TNG EPYOATING HOU.



MepiAnyn

H mapoloo SITTAWUATIKA €pyocia  TIPOYHOTOTIOINONKE OTa  TIAGICIA  TOU
Tmpoypdupatog NMABE -Avamtuén kal E@appoyry ZuykoAANoewv Laser og Tunuota
Kivnmpwv Apgdtwv, oTo oroio cupuetexouv ol 5IELMAN A.E., EBETAM ALE.,
Epyaotiplo YAIKwv Tou MNavemiotnpiov @eooaAiog.

AZloloynbnke n ndn xpnolportolovpevn PEBOdOC PE dEOPN NAEKTPOVIoOL
(EBW) vyia 1N OUYKOANON KEPAANC apuatog paxng M60. Algpeuvndnke n
KATOAANAN  TIEPIOX] OUVONKWV  ylo TNV  METIETIEITA  GUYKOAANGN  -AVAAOYOU
TIOI0TNTOG- ToL e€apThpaTog ue déoun Laser.

‘Eyive 10 TpWTO PBrpa yia TNV €E0AOKANPOL KATOOKELH TOu OTnv EAANGdQ,
avTi ¢ €loaywyng tou omo T¢ H.MA. -pe 1daitepa vPnAG KOOTOC OUTH TN
oTypn-. EVOeKTIKA ava@EépeTal OTl 01 ETACIEC OVAYKEG Twv EAANVIKWV EVOTAWvY
Avvapewv gival ¢ 10¢ewg Twv 6.000 Tepaxiwv, PE dIOPOPPOVUEVO KOOTOG avd

Tepdxio, 500.000 dpx.
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Evortnta 1n Eicaywyn
EIZACQrH

H mopoboa OITTAWUATIKI) €PyOcia  OTIOTEAEl TNV TPWIN  @ACnH  TOu
Tipoypaupotog MABE -Avdrmtuén kol E@apuoyn ZuykoAAnoewv Laser og Tuniuota
Kivntipwv ApPatwv- . ZT0 TIPOypauua autd cuppetexouv i S5IELMAN AE. |, n
EBETAM AE. kal 10 Epyaotipio YAKwv tou Maveriotnuiov ©eoooAiag. ZKOTIOC
TOU TIPOYPAUMATOC Eival a@eVOC N PBEATIOTOTIOINCN TWV GUYKOAANGEwv laser yia
MNXOVOAOYIKEC KOTOIOKEVLEC KOl O’ ETEPOL N UEAETN €QOPUOYNG TNG TEXVOAOYiOG
OUYKOANOEwV laser LvWNAAG 10XV0OC OTIC KOTOOKEUOOTIKEG OlOSIKAGIEC TNG
51ELMAN A.E.

AVTIKEIPEVO aUTNC NG epyaaiag ival n agloAdynaon tng AdN QVETTTUYHEVNG
Kol e@appolopevng otg H.MA. | OUYKOAANONG ME NAEKTPOVIOKN 00PN TNG
eM@avVI{OPEVNG otV €lkova 1[15] Ke@AAAG TOU KUAIVOPOU TOU KIVNTHPO TOU
apuato¢ M60 kot n TpooTidBela KaBOPIoHOU TNE CUMPTIEPIPOPAC TOU LAIKOU KOTA
TNV GLYKOAANGN uE déaun laser.

Eikova 1. Ke@aArn KLAivOpou dppatog paxng M60
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S10X0¢ €ival 0 TIARPNG XOPOKTNPIOHOC TNG LTIAPXOUCOC CGUYKOAANCNG ME
NAEKTPOVIOKI OECGUN KOl N TIPOCEYYION NG TIEPIOXNC KATAAANAWY CLVONKWVY yia
METETIETA OUYKOAANGON QVOAOYyOUL TIOIOTNTOC MWE Oféopn Laser. To onueio Tou
eTOLUEITAl OUYKOAANGN TOU KUAIVOpOU pe Oféoun Laser Topoucialetal OTnv

TIOPOKATW EIKOVA 2.[15]

ElkOva 2. IXNUATIKA avartapdoTtacn ToL GnNPEioL CLYKOAANCNG

H mpwtn evotnta amoteAei TNV PIBAIOYPA@IKT) OVOOKOTINGN. ZTa TAQICIO
OUTAG avaldnTNBNKav YEVIKEC TIANPOQOPIEC TOOO yio TNV déoun laser; 600 Kal yia
TNV NAEKTPOVIOKN O0éopn . AKOAOULBE Pl yevikr) oOykpIon Twv 000 PEBOdWV Kal
TEAOC €VO PHEPOC TIOU A@OPA TNV otepeoTtoinan . H de0Tepn evOTNTa TIEPINAUPBAVEL
OAEC TIC TIETIPOAYMEVEC EVEPYEIEC TIOU €EUTINPETOUV TOV OTOXO TNG OITTAWMATIKAG
epyaaiac,

TéENOC , OV TPITN €VOTNTA EPTIEPIEXOVIOI  TO CUUTIEPACUOTA  TIOU
e€NxONoav Kal Ta TIPOTEIVOPEVA BEUATA JITIAWMATIKWY EPYATIWV .

©a Atav Aadiko va kAgioovpe TV Eloaywyr XwpIi¢ va avag@eépouus tnv
oToudaia dpACTNPIOTNTA TIOU €XEl AVATITUEEl TO TEAELTAIO XPOVIO OTOV TOHED TWV
KOTEPYOOIwV Pe déaun Laser 1o Epyoctipio YAIKWV 0g cuvepyaaoia pe Tnv EBETAM
, T0 LIC/ITE Kal pia opada Blopnxavikwy xpnotwv . Eival agloonueinwto ot 1non
€XOUV TIPAYHOTOTIONBEN ETUTUXEIC CLUYKOANACEIC VOUTINYIKOD XOALPO.
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2. BIBAIOypa@IKr] avaoKOTInon

2.1 EIZArQrH

TNV eVOTNTA OUTH ETUXEIPATAL Hiot pIKp) avadpouny otnv BiBAloypagia, 1ou
Ba divel TOOO YEVIKEC OG0 Kal EIBIKEC TIANPOQPOPIEC YIO TNV GUYKOAANGN ME dEaUN
laser kol TNV OUYKOANCN HE nAektpovioky déoun. MapatiBevial ol
XOPOKTNPIOTIKEG TIOPAPETPOI KABE PEBOSOL Kal CUVIOUO TO TIAEOVEKTHUOATO 1
MEIOVEKTAPOTA KABE iag. H BIBAIOYPO@IKY) OVOOKOTINGN KAEIVEL UE GUYKPION TWV 2
peBGdWV.

2.2 Laser

H katepyocio LASER BEAM WELDING xpnolyoTtiolei pio Kivouuevn uynAng
TukvotNTaC (105 to 107 W/cm2, or 6*105 to 6*I0O7 W/in.2 ) OLVEKTIKN) OTITIKN TINyN
evépyelag, emovopalopevn déoun laser, cav mnyn Oepudtntac. H AEEn laser
TIPOEPXETAl OTIO T APXIKA Twv Aé€ewv 'light amplification by stimulated emission
or radiation' Tou onuaivel 'OTTIKA evioxuon — OTO  OIEYEPUEVN EKTIOUTI N
OKTIVOPBOAIa'. H ouvektikil @Uon tou laser beam emitpémel TNV eotioon TG d€0uNG
0 MIKPA Onueia, TIPOKAAWVTIOCG €101 LPNAN «TTUKVOTNTO» €VEPYEIDG. Ta Lasers
€XOuV TIpoaxBei oav OPKETA XPNOIUO AVTIKEIUEVA CUYKOAANCNC yla pia TtAs1dda
EQapUOYywV. MéExpl Kal TNV deKkasTia Tou 1970, TTOPOAD QUTA, Ol CUYKOAANOCEIC HE
Laser spappoloviav Ba PTtopolCape Vo TIOUUE ATIOKAEIOTIKA yia AETITA eAdopata
TIapopolag o0OTOONG KOl PE XOMNAEC TOoXUTNTEG €€auTiog TNG TIEPIOPICHEVNG
ouveXoUC TIOPEXOPEVNG evEPYEIOC. ATIO TO 1965, pia TIOIKIAIO cuoTtnudtwyv Laser
BEATIWONKE PE OKOTIO TNV MIKPOOUYKOAANGN NAEKTPOVIKWV TIAOKETWV HECO OF
OWANVEC OTIAYWYNC, EVW GAANO CLOTAPOTO BEATIWONKAV yio VO XpNnolpoTtoinboly o€
OANEC €IOIKEC EQPOPUOYEC OTIOL Ol CUMPPBOTIKEG TEXVOAOYiEC Oev pTIOPOLCAV VO
TIOPEXOULV TNV TIPOCAOKWUEVN TIoIOTNTA oUVOEONC. H IKOvOTNTa PEYAANG TTOPOXNG
ouvexoLg pevpatog o€ -CW- Lasers d10&e1diov tov avBpaka CO02 1 oe Nd:YAG kal
Ol TIEPIOPIOPOI TNG TOTE TEXVOAOYIOC OUYKOAANGONCG av&noav TO EVOIOPEPOV YIO
MEYAANC SIEICOVTIKOTNTOC CUYKOAANOEIC XPNOIUOTIOIWVTAC TIC VEEC AUTEC OUOKEVEC
T TEAeVTAIO 20 Xpovia.

H Ikavotnta Tou Laser va dnuIoupyei TIUKVOTNTA EVEPYEIQC YEYOAUTEPN OTIO
106W/cm2 (6*106W/in.2) OTIOTéEAeCE TOV  KUPIOTEPO TaOpPAyovia yia TNV
eykaBidpuon 10U WC duvapikd TPOTTO CcuykOAAnong (Mivakag 1[11]). MeydAog
OpIBUOC TIEIPOUATWY €0€I€avV OTI TOo Laser eTUTPETEl OKPIBAG OUYKOAANACEIC TIOU

MTIOPOUV VO GUYKPIBOUV POVO PE auTéC TTou yivovtal e Electron Beam.
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Mivakag 1. Mukvotnteg loxvog d1a@opwV PeBOdWV CLUYKOAANCNG[11]

MukvoTnTa 10X00C TINYNG  ATIOTEAECHOTI-

Aladikaaoia Mpo@iA Alpvng
OUYKOAANONCG W/cm?2 W/in.3 Kotnta OUYK.
mm2/kJ
O&UAKETUAIVIKT] Pnxn (o} éva
E, n 102-103  6*102-6*103 0.2-0.5 f,1Xﬂ Y
pAoya (OAW) TIEPATUA
, , 5%102- 0.8-2(d) pnyp  yia  éva
JUYKOAANON T0¢0L 3*103-6*104 .
104 2-3(b) m¢pacpa
4-10(c)
PMXn Yio xaunAé
To&o Plasma . i Xaun C
(PAW) 103-106  6*103-6*106 5-10 evepyeleg - LWNAN
YIO HEYAAEQ
PMXA YO xaunAe
Aéopn Laser ,fl XaHn C
(LBW) 105-107 6*10s-6*107 15-25 evepyeleg - uPnAn
yla HEYAAEQ
Electron Beam )
I05-108  6*105-6*108 20-30 YynAaq

(EBW)

(a)Gas-tungsten arc weldind (GTAW). (b) Gas-metal arc welding (GMAW).
(c) Submerged arc welding (SAW).

2.2.1 XAPAKTHPIZTIKA MEGOAQOY

2.2.1.1 MukvotnNta 1I0XVLOC
O1 TTIUKVOTNTEG 1I0XVOC TIOL ETUTLYXAVOVTAI KATA TNV GUYKOAANCT UE dECUN
Laser, kuplotepa pe C0O2 kal Nd:Yag Lasers kupaivovtal omo 104-107 W/cm2,

2.2.1.2 EveA&ia TNG HETAPEPOPEVNG DECUNG
H déoun Laser PTtopei va HETOPEPETAL EDKOAO KOl YPHyopo OTIO TO €va
ONUEIO 0TO GANO O€ OXETIKA PEYAAN attdataaon.

2.2.1.3 IKavoTNTa ETIAOYNC NG TIPOCIIOOUEVNC EVEPYEIAG
H 10x0¢ tn¢ d¢opng Laser kaBw¢ €Ttiong Kal n SIAPETPOC OLTACG, UTTOPOLV va

EAEYXO0UV EVKOAD PE NAEKTPIKEC EYKOTOOTATEIC.

2.2.1.4 NMapaywylkotnta
H vWnA£g TaxVOTNTEG CUYKOAANCNG, O€ GLVOLOOUO PE TNV eLEAEIO TNG

pEBOBdOL TTaPEXOULV LPNAOUCG JEIKTEC TTAPAYWYIKOTNTAC.
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2.2.1.5 Molotnta ouyKOAANGNC

H ikavotnTta eAéyxou tng S1adIKaaciag Kal T0 KOTAAANAO TIPOCTATEVTIKO
0€PIO TTOPEXOUV CLYKOAANCEIC LWNANC TIOI0TNTOC. Ta cuvhiBwC XPNOIUOTIOIOVEV
TIPOCTOTEVTIKA agpla ival He, N2, C02 , At

2.2.2 TYNOI ZYTKOAAHZHZ

2.2.2.1 ZuykKOAANnon pe aywyn '‘conduction mode welding'

OpunuK  evoAAayr) 1R HETa@opd  BepudtnTtag AduPdAvel xwpa otnv
OLYKOAANON PE aywyr. H uwnAn mukvotnta evépyelag Tou Laser (105-107 W/cm?2)
onuIoLPYEl va Beppokpaciako gradient TN Ta&ng Tov 106 K/cm, Tou PE TNV og1pd
TOU 0dnyei o¢ pia TPIXOEIDN ponp BepudTNTAC €EAITIOG TNG ETTPAVEIOKNC TAONG
XOPAKTINPIOTIKO TN¢ OTIoiag €ival n TQavVEIOKEC TaxX0OTNTEG TNE TAENE Tov 1m/sec.

(Marangoni convection[2] ).

Gas Surface tension

Gravity Workpiece

Eikova 3. AULVAPEIC TIOL ETTIOPOUV KATA TNV CUYKOAANGCN UE aywyr)

otnv Aipvn auvtng[2]

H petagopd Bepuotntag €ival 0 povadikog GNPAVTIKOG TIaPAYovTag ToU
ETINPEALEl TNV YEWMETPIO NG Aivng OUYKOAANGNG KOl TIOU PTIOPED va 0dnyroel o€
O@AAUOTO, OTIWC OIOPOPETIKA dlgigduan, ToPwWAES, EAAePn TAENG. H petagopd
BeppotnTag sival emiong vmeLBuUVN yia TNV AVAUIEN Kal CLVETIWC TNV o0OTACN TNG
Aluvng ouykOAANoNG. H yewpetpia TNG Aivng OUYKOAANGCNG OTNV CUYKOAANGN HE
aywyn €ival ouvaptnon tou aplbuol Prandtl. € LAIKG PE PIKPO OpPIBUO Py, OTIWG
oAoupivio (Pr=0,02), n Aigvn €ival TIEPICOOTEPO CQAIPIKN KOl KLPIOPXEITOL armd
METOQOPA BepUOTNTOC MECW OYywWYNG, EVW OE LAIKA PE MEYOADTEPO Pr Omw( o
XO0AuBag (Pr=0,1) n Aigyvn gp@aviletal pnxn Kal TIAQTIA a@OL KLPIOPXEITaL Ao pon
BeppdTNTag EEQITIOG TNG ETUPAVEIAKNG TAONC. AVWUOAIEG TNG EAEVOEPNG ETIIPAVEING



Evotnta 22n BiBAloypapikrl avaockoTtnon

TNG OUYKOAANGNG, OTIWC LTTOOKAUMATO, O@EIAOVTAL ETIIONC GTOV TPOTIO PETAPOPUC
NG BepuodTNTOG. MIKPO TIOCOCTO OTOIXEIWV TIOU MPTIOPOUV va avTIdPACOULV Kal
Bpiokovtal oTnv €T@AvVEIN, OANA{OUV TNV por] BepudINTOC. ZTA TIEPICTOTEP
METOAND, N TPIXOEIONG por OeppomnNTag 0dnyeli 1O TNYHEVO HETOANO OTNnV
Puxpotepn TAELPA. H Tapouaia Ouw¢ Bgiov aAAAlel TNV ouVAPTNON HETAPOPAC

BepudTNTAC, 0dNYWVTAC TO TNYUEVO PETAANO OTO KEVIPO TNG Aiuvng CLUYKOAANGNG .

Eikova 4. ZuykOAANON aywyng MOAAKOU XAAvBal4]

Laser beam

(«3

Eikova 5. Zxnuatiknf tapdotacn ocuykoAAnoewv conduction-keyhole[6]
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2.2.2.2 JuykKOAANon vYnAng dieicduong (keyhole).

O pnxaviopog ¢ vPnAng dieicduong CLYKOAANGCNC amtd déoun Laser gival
TIOPOPOIOC PE OLTOV TIOU AQPPBAVEL XWPa PE NAEKTpovIaK déoun. H ouykOAAnon
keyhole utmopei va mmoapax0ei, 6tav pio doun APKETNE TTUKVOTNTAC I0XV0C TIPOKAAEI
€€ATMION TOL ULTTIOCTPWHOTOC KOl N TECN TWV OTUWV OTOV KPATHPO 0dnyei o€
METATOTIION TOU TNYHUEVOU PETAAAOL OTIO KATW TIPOC TA TAVW KOTA PAKOC TNG OTNC.
Autrp n omf avidpd OTwC éva PEAAV Cwua, Bonbwvtag tnv amoppoencon g
0éoung Laser kai diavépovTag TNV Beppotnta Babid péoa OTo PETAAAO.

Ol OUVONKEC METAPOPAC EVEPYEIOC KOl PETAAAOL KOATA TNV OIAPKEID TNG
OULYKOAANONG dlepsuvrBnkav amd tov Klemens[44] . Zopgwva pe tov Klemens, n
OUYKOAANoN keyhole 1 KOIAWPOTOC TIPAYUOTOTIOIEITAI PHOVOV €AV N 00N EXEL
OPKETN TILKVOTNTO 1oXVOC. H Keyhole yepilel pe agplo r atuolg TIou TIPOKOAOUVTOI
amd ouvexn €EATUION TOL TIAEUPIKOU LAIKOU e€autiag g déoung. AuTh N KOIAOTNTA
TIEPITPIYLPILETAL OTIO LYPO, TIOU UE TNV CEIPA TOL TIEPITPIYLPILETOL OTIO OTEPEOD.

H porj Tou ULAIKOU Kal n ETUQOVEIOKN TAON TEivouv va eEaAeiouv TNV
KOIAOTNTO TNV OTIyP TIOU 0 OULVEXWC ONMIOVPYOUHEVOC OTMOC TEIVEL va TNV
olatnpnoel. Mapouvaoialetal pio CUVEXNC PO LAIKOU €€w amd Tnv KOIAOTNTA, OTO
onueio Tou eloépxetal n déoun Laser. Mo petakivovuevn d€aun, autn n keyhole
UTTEICEPXETON O OTABEPEC OULVONKEC. TO UAIKO TIOU XAVETOl PE TNV €EATUION
EM@avideTal oav KOTAOAIYN OTO OTEPEOTIOINUEVO LAIKO, OOV TIOPWEC , OV HIO
EOWTEPIKN TIOPAPOPPWAON TOU KOPMATIOU TIPOC CUYKOAANCN R TBavotata oe évav
OLVOLOCHO TETOIWV ATEAEIWV. H amaitnon yia Tapaywyr] OpKETNC TTO0OTNTAC OTUOL
ylo va dlotnpnBei pia Kataotaon otabepwy ouvenkwv, 0dnyei o€ TEPIOPIOUO TNC
TaxX0TNTAC OUYKOAANONG. Ev® n KOINOTNTO PETAQEPETAl JIOPECOL OTEPEOL  Kal
TNYMEVOL PETAAAOL PE pia TaxVTNTa TI0L KaBopidetal amd TNV TaxLTNTA PETAPOPAC
NG O€0UNG } TOU KOMPMATIOU, TO UAIKO TIPETIEI VO METAQEPETOI OUVEXWC OTIO TNV
TIEPIOXA MTIPOCTA ATIO TNV KOIAOTNTO OTNV TIEPIOXH TIICW ATIO OUTAV.

dwtoypaenaon LPNAAG TaXLTNTAC KOTA TNV SIAPKEIO TIEIPAPATOC PE PLUOBPO
8000 €IKOVWV TO OEUTEPOAETITO, £O€IEE KABAPA TNV pon TNENC Kal TNV Kivnon g
KOIAOTNTOC. TnypEVO PELOTO TIOL EPPAVICETAI OTO EUTIPOC PEPOC TNC KOIAOTNTOC,
eTUTAXVVEL JE dleLBUVAON TIAPAAANAQ OTO TOIXWHOTO KOBWC odnyeital omo SUVAUEIC
OTPOPBIANICUOL dNUIoLPYOUPEVEG amd TNV €EATUION. Z€ aUTAV TNV dladIKaaoia, pia
MEYAAN d0VN eu@aviletal Tiow amd TNV KOIAOTNTA KOVIA OTnV TNyUEVN ETUQAVELQ.
Autr] n duvn Bewpeital n aitio Twv eTovopalopevwyY 'wine-glass' atayovidiwv Tou
TTapayovtal Katd v diepyaaia.

H peta@opd LAIKOU O@eiAeTal Kupiwg atnv pory Tou vypol. Mop'dAa avtd
UAIKO METO@EPETAl OTNV agpla @ACN Kal aUTOC 0 OTUOG YEWA TNV UTIEPPOAIKN

Ttiean Tou dNMIOLPYEL TNV por| Tou LYpPOO.
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Eikova 6. ZuykOAANnon keyhole og avo&eidwto xaAuvBa 304[4]

2.2.3 Kuplotepeg TTAPAUETPOL TNG OLYKOAANONG UE d€oun Laser

Ol KUPIOTEPEC OVEEAPTNTEC METAPBANTEC TIOV ETINPEALOLV TNV dlgpyaaia eival
2.2.3.1 loxug Laser
2.2.3.2 Alqpetpog déoung (onueio eotiaong)
2.2.3.3 ATIOppo@NTIKOTNTA UAIKOU
2.2.3.4 Toax0umnta HETAPOPAC TNG OEOHNG EYKAPOIA OTO KOMMATI

2.2.3.1 loxucg Laser

To PdaBo¢ Odicioduong PeE OULYKOAANCON Laser oxetidetan Gueca HE TNV
TIUKVOTNTO €VEPYEIOC KOl €ival ouvdptnon ¢ SIOUETPOL KOl NG 10XVOCG NG
o¢oung. MNa otabepny dAPETPO , avEnon tNE 1oxVOCG TIPOKAAEL adénaon Tou Badoug
dleioduong. O1 Locke koi Baardsen amedei§ov Ot ta dU0 aUTA peEyEBN oxetidovtal
METAEL TOLC OXEDOV PUE YPOUUIKT OXEaN.

2.2.3.2 AIQUETPOC dETUNG
H Ttopduetpo¢ autr) €ival oméd TIC ONUOVTIKOTEPEC, a@oL Kabopilel TNV

TIUKVOTNTA 10XVOC NG 0éopune. QOTtdoo €ival TTOAL dVOKOAO va PETPNOEi yia Laser
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MEYAANC 10XVOC. H SULOKOAID autr O@EIAETal KATA €va PEPOC OtV @LON NG
OIOUETPOL Kal KATA GAAO OTnv dIOKPIBwan Tou T TIPETEl TEAIKA va UETPNOE
levikd n Olduetpog piag oéoung Gaussian opiletal cav n SIAPETPOC OTIOU N
evépyela TE@TeEl oto l/e2, otav l/e eival n KeVIpIKA Tipn. Eumeipikd, n SIAPETPOC
Bpioketal pye TNV otyulaia evamébeon tng 0éoung oe TIAGKa amo Plexiglas kai
METPWVTAC TO ATIOTUTIWHO ALTAC. H SIAPETPOC NG dEoUNC Eival dpeca eEAPTWHEVN

amoé 1o onueio eotiaonc.

2.2.3.3 ATOppOo@NTIKOTNTA

H katoAAnAomta tng LBW (laser beam welding) egaptatar omo v
IKOVOTNTO  OTIOPPOPNCNG LWNANG €VEPYEIOC OTI0 TO OUYKOAAOUPEVO KOMPMATI.
OT0I0G0NTIOTE  LUTIOAOYIOHUOC NG  METAdIOOMEVNC evépyelag Paoiletal  otn
OTIOPPOPNTIKOTNTO TOU KOMPMATIOU. H atmoppo@nTIKOINTO PTIOPEi va augndei pe
O1GPOPOUC TPOTIOUC. XOPOKINPIOTIKA OVO@EPOVTIAL N EVOTIOBECN ATIOPPOPNTIKNAG
OKOVNG OTNV ETUQAVEIA, N KAALYN TNG ETUQAVEING PME OEEIOWTIKO QIAU OVOJIKNAG
eMegepyaaniog, n XpnolhoToinan OAANAETUOPWVTWY agpiwv. TENOC, TO QAIVOUEVO

keyhole auv&avel onuavtikd tnv artoppPo@NTIKOTNTA TOU LAIKOU.

2.2.3.4 Tax0INTa HETAPOPAC TNG OETUNG
To BdaBo¢ dicioduong Katd tnv LBW yivetal apketd a&lodoyo oe oxéon MeE

TNV EBW kaBw¢ av&avel n tox0TNta cuyKOAANonC.

2.2.4 ZUuyKOAANGON XOAUBwvV pE Laser

XAAUBEC PE XAPNAN cVUOTOON AVOPOKA €ival APECO TUYKOAANGIUOL PE OEGHN
Laser, OpkKei T0 TTOOOOTA Bgiov KOl QWOEOPOL va PNV EETepvolV TO0 TTOCOGCTO
0.04%. '‘Eva uPnAOTEPO TIOOOCTO QUTWV TWV CTOIXEiWV PTIOPEL va evioxVOEl TNV
OnuIoLPYia PWYHWV KOTA Tn OTEPEOTIOINCN. & XOAAUBEC ME XOUNAr oLOTOON
avbpoka 1N TEPIOX) OUYKOAANGCNG TIOPOULCIAdEl  POPTEVOITN KAl au&nuévn
OKANPOTNTA, Ta €TUTESA TNG OTIoI0G EEOPTWVTAL OTIO TO TTOCOOTO TOU AVOPAKO Kal
TWV AAAWV KPAPOTIKWV aTolxeiwv. H pikpodour Tng {evng CLYKOAANCNG €apTATal
amd TNV OapxIK @Acn TOU ULAIKOU. ZTNV TIEPITITWON AVOTITNPEVNG KOTAOTOONG,
HOPTEVOITNG aVTIKABIOTA TIC OTIOKIEG TIEPAITN €V dlOTNPOUVIAl Ol PEPPITIKOL
KOKKOL. AUTO O@EIAETAI KUPIWC OTOV TUTTIIKA PIKPO BEPUIKO KUKAO TNG OUYKOAANGNG
ME déaun Laser kol oTnv EAAEIPN XPOVOUL yia didxuon Avepaka G€ OAO TO ULAIKO.
QoT1000, 0 XPOVO(Q €ival OPKETOC yIa TOV KATAPEPIOUO TOL AvOpPOKa TIOU 0dNYrOEl
0€ TIEPAITN KATI TIOL €XEl OAV OTIOTEAECUO TOV MPOPTEVOITIKO PETOOXNUATIOPO HE

EUTUKTOEION oUOTaON O AVOpOKa. XTIV ETIOPEVN EIKOVO 2.2.2 @aivetal pia
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OUVOECHOAOYIO ATPAKTOU-POXAOD SIOPOPETIKWY XOAUBWV TIOL €XEl CUYKOAANOEL pe
oéoaun Laser.

Eikova 7. ZUyKOAANPEVN cuvdeopoAoyia AEova-aTpAKTOU
SIAPOPETIKWV XOAUBwvV [12]

2.2.5 TAegovektnuata peBOdOL
H ouykOAANGonN pe Laser €Xel T TIAPAKATW TIAEOVEKTHHOTA
0) MIKPr] OdPAVEID KOl WC €K TOUTOL MPEYAAEC TAXUVTNTEC OIEPYOCIWV ME OTIOTOMO
oTopOTAMUATO Kal EEKIvAuaTa
B) n ectioopévn déoun Laser TTapEXEl LYNAEG TILKVOTNTEC EVEPYEINC
y) N OUYKOAANGCN PE déopn Laser UTtopei va yivel o aTHOC@AIPIKN TTiEDN
0) OVOKOAO GUYKOAANGIKO LAIKG UTTOPOUV VO GUYKOAANBOUV
€) TO T(POC KOAANGT KOUMATIO gV ATIAITOVY 'GQIKTO' KPATNHA
OT) NAEKTPOdIA ] LAIKO YePiopOTOg OV aTtaitolvTal
() OTEVEC OUYKOANNCEIC Eival EQIKTEC
n) okpPIBEiC CLUYKOANNCEIG O€ OTI aQopd TNV B¢on , TNV SIAUETPO Kal TV dlgicduan
TIETLXaivVovTal
0) OLUYKOANACEIC PE MIKPN | KaBOAouL 'pUTIOVGT' TTAPAYOoVTal
1) N {@vn BEPUIKNC TTOPAUOPPWAONC €ival TIOAD PIKPN)
1) TEpITMAOKO  OX€dlIa  PTIOPOUV VO OUYKOAANBOUV o€  peYAAn taxLuInta
XPNOIMOTIOIVTAC CUCTAUATA EAEYXOUL TNC OETUNG

IB) n 6éoun Laser uttopei €miong va polpadetal XPOVIKA .
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2.2.6 leplopiopoi pebodouv

H ouykdAAnon pe Oéoun Laser araitei akpIBECTEPN TIPOETOIMACIO TNG
€vwaong o€ Oxéan ME AMEC KOIVEC PeEBOdOLG. To KOOTOC apXIKOU Ke@aAaiou
emévduong TNg LBW eival oxedov 10 @opeg YEYOADTEPO OTIO OTIOIOGONTIOTE AAANG
pMEBOOOL OULUYKOAANONG. TéAo¢ T0  PABog dicicduong ToL ETITUYXAVETAL Eival

MIKPOTEPO OTIO AAAEC HEBOBBOULC LYNANC TTLKVOTNTAC 10XVOC.
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2.3 Electron Beam

H ouykOAANGoN pE nAeKTpoviakn déaun €ival emiong pia LWNAAG TTLKVOTNTAG
IoX00o¢ dlEpynaia, TIOU TIPOyUATOTIOETal PJE TOV BouPapdioud tov TPo¢ KOAANON
KOUUOTIOV PE Hia eEQIPETIKA €CTIOOUEVN OECTUN NAEKTPOVIWY. Ta NAEKTPOVIA aUTA
€XOULV ETUTOXULVOEI, ATIOKTWVTAC TaXVTNTEC TTOL Kupaivovtal amd 0.3 éw¢ 0.7 @opég
NG TaXVTNTAC TOL PWTOC o€ 25 €wg 200kV Kuplotepa. H oTiyplaia PETOBOAN TNG
KIVNTIKAC EVEPYEINC TWV NAEKTPOVIWV AUTWV O BEPUIKI] KOTA TNV TTPOCKPOUCN Kal
OlGTPNCN TOU KOMPMPOTIOU TIPOKAAED TNV TAEN TOU METAAAOL KOl HETETIEITO TNV
OGUYKOAANGN TOU.
Emeidr] N OULVOAIKN KIVNTIKY €VEPYEID TWV PETAAAWVY UTIOPEI VO CLYKEVIPWOEI o€
Miar TTOAD PIKPE TIEPIOXH TOU KOPMOTIOU, N TTUKVOTNTO 1I0XVOC TToU AapBavetal ival
€CAIPETIKA LWNAR, LYNAOTEPN OTIO KABE GAAN PEBOdO cuLPTIEPIAOUBAVOUEVNC Kal
TNC OLYKOAANGCNC PE 0éopn Laser. H TTukvOTNTO 10XVOC PTAVEL 0€ TINEC 108W/Ccm2,

H vPnAn TIUKVOTNTA 1I0XVOC, O CUVOLACHO PE TNV TIOAU PIKPR didtpnaon Tou
UAIKOU aTtd Ta NAEKTPOVIO TIPOKOAEI axedOV aKapliaia TOTKN THEN Kol EEATUION TOL

METAAAOU.

2.3.1 XapaKtnpIoTIKO peBOdou

2.3.1.1 MNMukvoTNTa 1IoXVOC

H mukvétnta 1ox0o¢ Tou Tapoucidlel n PEBOdOC NG CGUYKOAANONG ME
NAEKTPOVIOKN €ival LPNAOTEPN OTIO  OTIOIOOATIOTE GAAN. ‘Eva omoé 1o KOpla
TIAEOVEKTAUOTA NG MEBOOOL OUYKOAANONG ME OEOUN NAEKTPOVIwV eival n
IKOVOTNTA TNG VO ETUTUYXAVEL OULYKOAANOEIG BOBUTEPEC KOl OTEVOTEPEC OTIO TIC
OVTIOTOIXEG PE TOZO, ME Mia OUVOAIKA TIPOCIOOUEVN EVEPYEID OTO KOUMATI TIOAD
MIKPOTEPN aATIO TNV ATIAITOVUEVN ME TOEO. AULTH N IKAVOTNTA ETITEVENG PEYAAOL
AOyou Bdaboug dicioduaong TPog eVPOC GUYKOAANONG €KUNdEVIdeEl TNV OTtaitnon yia
OUYKOAANGH TIOAAATIAWV TIEPACHUATWVY. H HIKPOTEPN TIPOCAIOOUEVN EVEPYEIO EXEL
o0V OTIOTEAEOUO EEAPETIKA MIKPEC {WVEC BEPUIKAG TIOPAUOPPWONE Kol algbnta

AlYOTEPEC BEPUIKEG ETIIOPATEIC OTO KOPMATI.

2.3.1.2 MNapouaia kevoL - TIoIOTNTA CUYKOAANGNG

XapaKINpIoTIKO TNG MEBOJOUL €ival €TTIONG N ATIAITNON YlIa CUYKOAANGHN UTIO
ouvOnkeg kevol. H ToOpoucio Kevol egival avaykaia yla TNV ETHTELEN TWV
ETUOLUNTWV PEYOAWV dlEIcOVOEWVY. To Yyeyovog OTl N dlepyacio TIPAYHOTOTIOIETaI
AOITIOV O€ aTIOAUTO KOBOpd TIEPIBAAAOYV 0dnyei o€ aTOAUTO KOBAPr] CUYKOAANGCN

amd eykAsiopata, OTMwE gival o&gidla kal vitpidia.

12
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2.3.1.3 YYnAn tax0TNTa CUYKOAANGNG - TIOPAYWYIKOTNTA

H kavotnta tng¢ EBW va emmtuyxavel LPNAEC TaxVTNTEC OUYKOAANONG
o@eiAeTal otov LYNAG PLUBPO TAENG TOU MPETAAAOU TIOU OXETETON PE TNV
OUYKEVIPpWUEVN TNyl Beppomntac. H uvPnAn Tax0LINTa, E€AOXIOTOTIOEI TOV
OTIOITOUPEVO XPOVO GCUYKOAANONG Kal €10l au&Avel TNV TIOPOYWYIKOTNTO TNG
pEBGOOL. ZnuelwveTal OTl n LYNAR TIOPAYWYIKOTNTA a@OPA POVO TO OTAdIO NG
OUYKOAANONG KOl Oxl Ta Uumodloima  otadla g dlepyaaciag (Tipostolyacia

OLYKOAANGONC).

2.3.1.4 EEoikovounan evEPyelag

H ouVOAIKN IKOVOTNTO PETATPOTING evéPyelag TNG EBW eivan mepimou 65%,
EAAXIOTO LYPNAOTEPO aTIO TIC CUMPBATIKEG HEBODOULC Kal TIOAD LPNAGTEPO aTd AAAEQ
SlEpyaaieg LYNANG TTUKVOTNTOC EVEPYEIOC.

13
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2.3.2 Eidon EBW
H electron beam propei va xwpIoTEl oTa Tpia TTaPaKATw ‘€idn’

2.3.2.1 High-vacuum( BW-HV),
OTIoL TO KaTEPYALOUEVO KOUUATI BpioKkeTal o€ Ttieon Kupawvopsvn omo 0.13

€w¢ 0.30 mPa.

2.3.2.2 Medium-vacuum(EBW-MV),
OTIOL TO KOTEPYOLOUEVO KOMUMATI Bpioketal o€ Tieon Kupoivouevn omo 0.13
¢w¢ 3300Pa.

2.3.2.3 Nonvacuum(EBW-NV)
OTIoV TO KaTePYOlOUEVO KOUUATI BPIOKETAI O OTUOC@AIPIKY TiiEOn OTOV

0€pO ] O€ TIPOCTATEVTIKO CEPIO.

KGBe @opd n TeploXn TNG TNYNG Twv NAEKTpoviwy Ppioketal og Ttieon 13mPa i

XOUNAOTEPN.

Eikova 9. @&dAauog kevoL EBW[13]
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2.3.3 MNAeovekpata pebodoL

Ta TTOPATIOVW XOPOKTNPIOTIKA TNE JEBOSOVU :
a) EAOXIOTOTIOIOUV TNV TIOPAPOP@PWAON KAl TNV OUCTOAR KAtd TNV OIAPKEIN TNG
OUYKOAANONG,
B) TPowBoULV TNV CUYKOAANGCN OKOPO Kal Twv MO OKANPwv 1 work-strengthened
METAAAWV, GLVABWC XWPIC LTIOAOYICIUN ETUSEIVWAON TWV PNXAVIKWV IBI0THTWV TNG
OULYKOAANONC,
y) TIPOwBOUV TNV OULYKOAANCN Of TIEPIOPICPEVEC TIEPIOXEC BEPMIKA gvaioONTwV
KOUMATIV TIPOCOPHOYWV,
0) ETUTPETIOVV EPMUNTIKEC CEVEEIC EKKEVWUEVWVY enclosures, evw dlOTNPoUV KEVO
MECO OTO KOPMATL,
€) ETUTPETIOUV TNV CUYKOAANGT OUVOUACH®WVY TIOAAWY OVOUOIWV PETAAAWVY TIOU OEV
OUYKOAAOUVTOI PE KOIVEG HEBOBOUC.
TEANOC N IKAVOTNTO PETAPOPAC TNG OECUNG NAEKTPOVIWY OE PEYAAN ATIOOTOOT, TIAVW
arnd 510 mm, umd ouVvONKeC pEoou, LYPNAOU 1) XOUNAOL KEVOU KAVEL EQPIKTEC TIC

KOTA GAAEG HEBOOOULC, ATIPOCTIEAACTEC CUYKOAANCEIC.

2.3.4 Meplopiopoi peBdd0L

To k6o1oC TOoL €€OTTIAIOOL NG EBW gival yevikd peyoAUTEPO OE OXEON ME
TWV KOIVWV PEBOdWV CUYKOAANONG. QOTO00 TO KOOTOC AUTO, OTOV CUYKPIVETOI PE
TO KOOTOG TIOPAYWYNRC OGAAWY PEBODWV LYNANC TTUKVOTNTACG IoXVOC (0éoun Laser),
0ev Bewpeite 1000 peydro. To KOOTOC TIPOETOIMACIAC TNG €Vvwong Kal T0 KOOTO(
TWV XPNOIUOTIOIOVUEVWY EPYAAEIWV Eival PEYOAUTEPO aTO OTIOIOCONTIOTE AAANG
MEBOOOL KOl OUTO YIOTI TO OXETIKA MIKPO ATIOTUTIWHA TNC OECUNE NAEKTPOVIWV TIOL
XPNOIKOTIOIEITAI OTIOITED AKPIBEC KEVO TLVOXNG Kal BEan.

O1 d100£01ueC dIOOTACEIC TOLU BOAGUOL KEVOU Kol Ol OlOOTACEIC TOU TIPOC
OLYKOAANGN Kopuatiol Tieplopilovtal amod TG dlIaoTACEIC TOU idlov Tou BaAduou. O
pPLOUOC TTOPAYWYNC, OTIWC ETTIONC KOl TO KOOTOC avd Povada emnpealovial and tnv
OVAYKN 0Qaipecng Kol TTpOad00NC 0EPA YO KABE «@OPTiOo» TIapaywyrnC.

Emeidn n 0€oun NAEKTPOVIWVY OTIOKAIVEL amtd PayvnTIKA TIESIa, Pn PHayvnTIKA
1 amopayvnTIoPEVO LVAIKA TIPETIEL VO XPNOIUOTIOIO0VTOL YIa TO €PYOAEid KOl TO

OE0IUO TOUL KOPMOTIOU.

15
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2.4 ZU0ykplon EBW (OLUYKOAANGNC PE NAEKTPOVIOKL dECUN)
LBW (cuyKOAANonNg pe déopn Laser)

2.4.1 MukvotnTa 10XV0C

H tmukvotnta 1oxvog mou Tipoo@épel n EBW eival pia tédé€n peyéboug
MEYOAUTEPN OTIO TNV avtioTolxn TN LBW. Mevika ol dvo péBodol TTpoc@EéPouy TNV
idl0 LPNAR TTLKVOTNTA 1I0XVOCG (ZXAHa 2.4.1.1).

10“
107
Laser & EB
10¢ 20000K
105
Plasma 6000K
04
Arc(MIG,TIG,MAG)
103 Friction, Resistance
Solar
"L

Eikova 10. «IMePIoxEC TTUKVOTNTAC IGXVOC» dlAPOPWV HEOODWV[2]

2.4.2 MoidtnNTa CLYKOAANCNG
Toco n EBW 6oo kai n LBW mipoc@épouv oLYKOAANCEIC LWNAR TToiotntag. H

EBW vutteptepei €TIEION TIPAYUOTOTIOIEITON UTIO KEVO KOl TO EYKAEICUOTA EKAEITIOULV.

2.4.3 Meta@opd dapung
H &éoun Laser eival TepIooOTEPO €0XPNOTN €V OV ETINPEALETAl OTIO
poyvnTka Tedia.

2.4.4 Moapaywylkotnta

H LBW moapoucidlel TNV KOAUTEPN OXEON KOOTOUC OTIOTEAECHOTIKOTNTOC.
AvtiBeta, mopoAo Touv n EBW xpnolgortolei bPNAEG TaxVOTNTEC CUYKOAANCONG, N
OVAYKN YO YEUIOPO KOl QOEI0PA TOU BOAGUOU KEVOU HEIVEL ONUOVTIKA TNV

TIOPAYWYIKOTNTO QUTAC.

2.4.5 Babog digicduong
To Babog dieiocduong MOV ETIITVUYXAVETAI PUE TNV NAEKTPOVIOKN d€aun €ivail

HEYOAUTEPO OTT'OTI Y TNV déoun Laser.
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Ultra high energy density heat source

Aic heal source

Jc
Steel
e okw 10kW 2 1 5kW 30kW inntrw  ~oWer
100 500 -- (500 1000 1500 2000 2500 (kW/cm*

Beam energy density

Eikova 11. ETute0&ipo Babocg dicioduong dla@opwv NeBOdwV[5]

2.4.6 Kootoc
To OUVOAIKO KOGTOG OpPXIKAG €TIEVOLONG, TIOPAYWYAC, XPNOIUOTIOIOVPEVWV
EPYOAEiwvV, ouvtrpnong gival JIKPOTEPO YIa TNV GLYKOAANGN UE daun Laser.
Mivakag 2. Z0ykpion EBW-LBWI[5]

Laser Electron Beam
MAgovekTApOTOA: MAgovektpata:
ZUYKOAANGN OTOoV 0épa Moax0TEPA KOPUATIO LAIKOU
MoAAaTIAOUC 0TOBUO0C epyaaiog MoldTNTa CLUYKOAANGNG
AlomuoTia AvOlOoIO JETOAND
MayvnTika YAKd MeyaAOTtepn 10X0G
YynAotepn throughput
MeloveKTuaTa: Melovektpata:
MikpOTepO Babog digicduang MepIBAANOV KEVOL
YYPnA6 KOOTOC EEOTIAIGHOU MayvnTIKG JETOAAO

Mikpotepo throughput
YPnA6 K6aoTog EOTIAIGHOD
MeyaAog XpOVOC TIPOETOINATIOG
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2.5 ZT1ePEOTIOINON CULUYKOAANCEWV TNEEWC

2.5.1 Emppon tng Tax0TNTag

H ouykOAAnon €ival pia duvauiki diepyaacia atnv oTtoia n T1nyr 6epuoTNTaC
KIVEITOl oLVEXWC. AUTO onuaivel 0TI Ta peyiota gradients BepudTNTOC CUVEXWC
OAAGZouV  dlevBuvon  KoBw¢ n TNy aropokpuvetal. Ot dnuioupyoluEVOL
KIOVOEIDEIC KPUATAAAOI XOpaKTNPidovTal amd TNV avaykoalotnta okoAolBnong tou
peyiotouv Beppokpaciakol gradient evw dlatnpouv TNV TIPoTEluduevn dlebbuvaon
avamtuéng <100>. AUTO TIPOKOAED TIOAEC (QOPEC  OTIOTOPN  aAAayny NG
KateLBLVONG AVATITLENC.

‘Eva onuavtiko amotéAeopa NG adénong tng taxLTNTOG CLUYKOAANONG Eival
N OAAQyrl TOU OXNUOTOG TNG OULUYKOANGNG. To oxnua authg PETORAAAETAL OTIO
EMEITITIIKO 0t éva OTEVOTEPO OXNUA  «axAadlou». A@OU Ol AVATITUCGOUEVOL
KPUOTOAAOI TIPOOTIOBOUV va OKOAOUBNOOUV Ta TIAEOV OTIOTOUO BEPUOKPACIOKA
gradient, n aAAayn NG TaxVOTNTAOC CLUYKOAANCNG TIPOKOAEL TNV OAAOyH OTOV TPOTIO

OTEPEOTIOINONG OTIWC PAIVETAL KOl OTO TIAPAKATW OXNAHO.

(o) Low v

(b)
Eikova 12. MetaoAr] oxXnUATog KPUOTAAAWY OE GXECN HME TNV
TaxVTNTAO CLYKOAANoNG[1]

Onw¢ mapotnpeeitoal oto b) n Aigvn OUYKOAANGNCG MOAIC TIou  dlatnpei
otaBepd  Bepuokpaciokd gradient PEXPIC KAl TNV KEVIPIKN  YPOUUr TG
OUYKOAANGNC OVTATIOKPIVOPEVA OTNV PEYOAUTEPOU YWVIOKOD OXMMOTOC Aipvn. Yo
OUTEC TI OUVONKEG, Ol oXNUOTI(OMEVOL KPUOTOANOL Oev XPEIAlETal VO OAANGEOLV
olebbuvon  OTMW¢ O MIKPOTEPEG  TaxLuTNteg.  Avr'autou, KOTAAANAC
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TIPOCOVATOAIOUEVOL KPUOTOAAOL OTABEPOTIOIOVVTAL KOl UTIOOKEAI(OLUV GAAOULC ME

Alyotepo emtibuuntr diebbuvan.

2.5.2 MewpeTpia TN AVATITLUENC TWV KPLOTAAAWV

OewpwvTag pia diepyacia GUYKOAANCGNG TIOL TIPAYUATOTIOIEITAI PE TaX0TNTA
-V-, N OVATITUEN TWV KPUOTAAAWVY TIPETIEL va AAUBAVEL XWPA PE TETOIO TPOTIO WOTE
va dlatnpeital puBuodg Kivnong avaloyog TnG CLYKOAANONG. ZOP@WVO PE TNV

glKova 13..

Eikova 13. PuBuog avarmtuéng R-tax0tnta cuykoAAnong[1]

Eival @avepd, mw¢ yio puBud avdamtuéng KPUOTOAAwWV R, €101 WOTE va
UTTAPXEl «OUXPOVIOUOC» UE TNV TAXUTNTO OLYKOAANGCNCG -V-, 1 OLVONKN TIOU TIPETIEL
va TIAnpeital givai n :

R = vcos.0
210 oXAuo 1O PBEAN avamapiotovy dlaviopota Ttox0TNTag. To JIGvuoua  TIoU
OVTITIPOOWTIEVEl TNV TOXUINTO OULYKOAANONG 1 v TaxLINTa Kivnong Twv
1000eppwv  gival otabepd. AvtiBeta, 10 SlGvuoPa TOU PUBPOD AVATITUENG TWV
KPUOTOAAWVY  TIPETIEL  OUVEXWC VO  OUTOTIPOCOPUOLETal  KaBw¢ 1n  dlepyaaia
ouveyxidetal, TPOC TNV KEVIPIKN ypOpun. ZUP@WVO HJE OUTd, 0 PLUBUOC
otepeoToinong €ival peyaAltepog Ootav 8=0 (TI.x. OTNV KEVIPIKN YPOUUr) Kal
MIKPOTEPOC OTNV AKPN TNEG CUYKOAANGCNC OTIOU N ywvia B ival yeyaAlutepn. ‘Etol n
EaQVIK OAAayr TNG KATEDBULUVONG TWV KPUOTAAAWV OTNV  KEVIPIKA YPOAUUN
OoXetidetal pe vYPnNAoLC PLUBPOLCE. MIKPOTEPOI PLBPOI AVATITUENG TWV KPUOTAAAWVY
OXeTiovTal PE ETITEDN ETUPAVEIN OTEPEOTIOINONG KAl KOBWC 0 puBUOC av&avetal n
ETUPAVEID OANALEl 0€ KUWEAOEIDN KOl PJETA KUWEAOEIDN OEVOPITIKN.

KatoAfjyovtog, n OTEPEOTIOINGCN KOTA TNV OUYKOAANGHN €XEl TA TIOPAKATW
XOPOKTNPIOTIKA.

1. H otepeomoinon apxIK& AouBAavel xwpa OTou¢ THOw-

AWHEVOUC KOKKOUC TOU PETAAAOL PBdong
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Evortnta 2n BiAloypapikr) avaokoTtnon

2. H apxfy Onuiovpyiag KPULOTAAAWV E€ival OXETKA apyn
ONMIOLPYWVTAC TIPWTH £Va ETTMEDO KOl MPETA éva Ayoyo
KUWEAOEIDEC «OEPENIO»

3. H péon kotaotaon TnN¢ KPUGCTOAAIKNG OvATITUENG eival n
KUWEAOEIONC-OEVIPITIKI) TIOL 0ONYei o€ XOVOPOEIdr OVATITUEN
TWV KPLOTAAWV OtV KatevBuvon <100> oTnv TEPITITwon
TWV KUBIKWV KPUGTAAAWV

4. H TeEAIK| OTEPEOTIOINCN TIOU OCUVTEAEITOI  OTNV KEVTPIKN)
YPOauun oxetidetal e ypriyopn OVATITUEN KPUOTAAAWVY Kal
€VTOVO dlaxwpIopd. Z€ oxéon PE TIC OLVONKEC TLYKOAANONG,

TEAIKA 1000EOVIKH OEVOPITIKY HOPQI) UTIOPEL VA EPPAVIOTEIL.

2.5.3 >votaolakn vTtEPYLEN

JuoTaolakr) LTEPYUEN OVOPALZETal TO PAIVOUEVO €KEIVO KOTA TO OTIOi0 n
LTIEPYULEN MTIPOCTA O TNV JlETu@Avela S/L dev o@eidetal oto gradient g
BepPOTNTOC OAANG OTNV PETOPROAR TNC oLOTOONG TOU LYPOL HECO OTO OIOXUTIKO
OpPIOKO OTPWHO PTIPOCTA amd TNV S/L . Katd tnv kivnon tng SIETIPAVEIAE oo TO
OTEPED TIPOC TO LYPO TIOPOUCIALETAI PO TOOT ATIOBOANG TWV KPOUATIKWY CGTOIXEIWV.
AUTO €XxEl OOV QTIOTEAECUO TNV METABOAN TNG oUOTAONG KOl OUP@WVO UE TO

Oldypoppa PACEWY (EIKOVa 14)

Eikova 14. Aidypappa @acswv Fe-CJl]



Evortnta 22n B BAioypapikrl avackOTinon

TNV avénon g TL 'ETol €dv n TIPOYUOATIKI) KOTOVOU OTO LYPO UTIPOCTA Ao TNV
S/L eival TRl, TOTE yia TNV amoctacn omo TNV dlETuPdvela ds, T0 Lypo Ba eival
uTEpYPuxpo d1oT TR < TL yia X < dsc. Ommolodnmote actdbela TNE SIETIPAVEIAC UE
TNV pop@n Tpoegoxng Ba evoxLBEi Kal Ba peyOAWOEl .

H dierudvela 5/L dilooTatal PJe TNV cLOTACIAKN LTIEPYUEN 0€ KLUWEAIDEG, Ol
OTIOIEC ETIIUNKUVOVTAL OTNV dIEVBLVAN AVATITUEEWC. H KLUWYEAOEIDNC popen
dlatnpeital yio TIEPIOPIOUEVO VP0G TINWV GL. TNa peyoADTEPEC TINEG avaTITUEEw R
N yla XapunAotepeg GL axnuartidovial deVOPITEC PE TIPWTOYEVEIC , DEVTEPOYEVEIC N

Kal TPITOYEVEIG KAASOUC.

Eikova 15. ZXNUOATIKA TIapAcTOon TIPWTOYEVWVY , OEVTEPOYEVWV KAl
TPITOYEVWV KAASWV devdpitn[1]
2.5.4 Mikpodourn
Ol d0pEC TIOU UTTOPOULV Va TIOPOUCIOCTOUV OE Pio OUYKOAANGCN €ival aueca
OULVOEDEPEVEC ME TOV TPOTIO YUENG TOU ULAIKOU. H oxéon puBpol WYoén Kal
EUPAVIZOPEVWY dOPWV gP@avidetal ag éva diaypappa TTT, OTWC TO TIAPAKATW :

position of acicular fcrritc-phasc
field depends on intragranular

panicles present .
procutectoid

} ferrite at (lifs

3 ©o

end of )
transformation

martensite

Log time

Eikova 16. Aiaypoupa TTT[1]
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EvoTtnTta 2n BiBAloypapikr] avaockoTtnon

O1 HOPYECG AUTEC OXETICOVTOI AUECO PE TNV BN TOL LAIKOU WC TIPOC TO

KEVTPO TNG GLUYKOAANCNC KOl PTIOPOUV VO EVOWHOTWO0UV BewpnTIKA O

«UTTIO{WVECG» OOV AUTEC TIOU TIOPOULGIAOVTOL TIOPAKATW.

el A !

10DO
Recrystallfzed zone (1832)

Partially transformed
zone 1472)

Tempered zone 500

1112)
.Unaffected base

N~ materia!
400 [ * FE,C
(752)

200
(3928

015 1.0

Heat-affected zone
Cartoon. wt%

Eikéva 17. Ala@QOPETIKEC «LTTOLWVEC» TIOL dLVATAl Vd
dnuIoupynBoLV KATtd TNV atepeoTtoinon XaAvBa 0.15%(w.t.) o C[14]
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Evortnta 3n Me=papaTtikrg Aladikaoia

3. NEIPAMATIKH AIAAIKAZIA

3.1 ZKOTI0G-0TOX0C

2TOX0C NG TEIPAPATIKAG dladIKOCIOg TIOU OKOAOLBNONKE NTaV APEVOC N
0&loAOYNON TNG CULYKOAANONG ME NAEKTPOVIOKNA OE0un , A@ETEPOUL N a&loAdynon
TNC CLUTIEPIPOPAC TOL LAIKOU UTIO TNV dsoun Laser mipokelpévou va BpeBei Tteploxn
KOTAAANAWY OLVONKWVYID TO €TOUEVO PBAUO - OUYKOAANGN NG KEPOANC TOUL
KUAIVOpPOUL TOL Apuatog PaxNG. H evotnta «Meipapatik dladikacio» Xwpiletal o
Tpio pépn. To TIPWTO PEPOCG APOPA TNV UETOAAOYpPO@Ia TOU PETAAAOL PBacng, TO
OeUTEPO KATATUAVETAI PE TOV XOPOKTINPIOWO NG EB (electron beam), evw 10 TpiTO
TIEPIAAUPBAVEL TNV TIEIPAMATIKA TIPOCTIABEID yio TOV XOpaKInplopud tng LB(laser

beam).

1n Evotnta - YAIKO Bdaong

To LAIKO TIOL XPNOIUOTIOINBNKE NTAV £vag XAALBAC KATOOKEVWVY HE HEGN
TIEPIEKTIKOTNTA AvOpoka ( C > 0.1 % ) Kal XOUNAN TIEPIEKTIKOTNTA O€ KPOUATIKA
otoixeia Cr, Ni, Mo . HxnuIkA tou oLoTOoN gP@AVIZETAl TIOPAKATW

Mivakag 3.
Xnuikn Z0otaon PHETAAAOL BdAong

C% Siv Mn% P% S% Cr% N % Mo%
0.34 0.28 0.78 0.013 0.005 0.5 0.48 0.21

XA&AuBeg pe apopola coTaon oUP@EWVA YE TNV TUTIoTIoinon SAE
ovopdadovtal 8735 (5AE) - J13442 (UN5) (mtivakag 3.1.2)

Mivakag 4.
Mpodiaypa@r) 5AE

C% Si% Mn % P % S % Cr % Ni % Mo %
Mimt 0.33 0.2 0.75 0 0 0.4 0.4 0.2
Max 0.38 0.35 1 0.04 0.04 0.6 0.7 0.3

Mo va uTtdpxel onueio avagopdg avapeoa oTi¢ dV0 cLyKoAANaelg (EB-LB)
KOl OTIC METOPBOAEC TIOU QUTEC ETIEPEPAV OTO PETOAAO BACNC TO HETAAAO BAaong
METOAAOYPAQPRONKE Kal HIKPOGKANPOUETPAONKE.

Ta 4 dokiyla MB1-MB4, kabw¢ Kal ta tpio dokiuia EB1-EB3 mpogkuav amd
TOV apPXIKO KOAIVOPO HE KOTIH COP@WVO PE TIG EIKOVEG 21 Kal 22.



Evotnta 3n MNEIPAMATIKH AIAAIKAZIA

Eikova 18. Agaipeon CIrC2 amo KOAVOPO

Eikova 19. Komn dokipiov MB1, MB2, MB3, MB4, EB1, EB2, EB3

EB1

MB3 MB4
!

Mo TNV JETOAANOYPO@IO TOU HETAAAOU BACNC XPNOIMOTIOINONKE N TIOPAKATW
UAIKOTEXVIKN] LTIOJOMN TOU EPYOCTNPIOL LAIKWV.

Mivakag 5.

YAIKOTEXVIKI] UTTOB0WI) TIOL XPNOIPOTIONONKE
A. Komn dokipiwv Struers Labotom
B. EyKIBwTIopoC Struers Prestopress-3
I. Agiavon Struers Knuth-Rotor 3
A. ZTiABwon Struers DAP-V
E. Xnuikr] MpoofBoAn Nital 2%
>1. MikpooKOTIIO Leica Arostomet
Z. Z1EPEOCKOTIIO Leica Wild M32Z

H. MIKPOOKANPOUETPITEIC Shimadzu HMV-200



Evortnta 3n Mepapatikry Aladikaoia

Ol HIKPOGKANPOWETPRTEIC TIPAYUATOTIOINONKAY XPNOIUOTIOIVTAC TO
MIKPOOKANPOUETPO TOL gpyaaTnpiov. H TEPIOXN TTOL PHETPRONKE KABE @opd
EM@avIETal TIAPOKATW.

Eikova 20.
NUE0 MIKPOOKANPOUETPNONG

1. 12. 13 14. 15

21 Evotnta - Xapaktnpiopog EB

O XOpaKTINPIOPOC TNE NON LTIAPXOLCAC CLUYKOAANCNG PE OETUN NAEKTPOVIWV
TiepIEAdUBave padloypagia, JETOANOYPO@PIO KOl HIKPOOKANPOUETPNOEIC authg. H
padloypa@ia TipayuatoTtoiOnke amnd 10 EIOIKELPEVO TIPOOWTIKO TNG EBETAM ALE.

H Tteploxn MIKPOOKANPOUETPrOEWY TIAPOUCIAlETal

Ekova 21.
Meploxr MIKPOOKANPOUETPHOEWVY



Evortnta 3n Meipapatikrly Aladikaocia

3n Evotnta - Algpebivnon TIEPIOXNC CUVONKWV

Mo Tov OKOTIO OUTO, XpnaolgoTolwviag 1o CO2, 1ox0vog 1500W Laser Tng
EBETAM A.E. TipaypatoTtodnkav deKaTIEVTE OKIUOOTIKA «KOPOOVIO» OTNV
ETUPAVEIN TOL AN LTTAPXOVTOC KLAIVOPOU. Ta TIPWTA TIEVTE TIPAYMATOTIONONKAV UE
TNV ETUPAVEID TOL KUAIVOPOUL [N OUUOBOAICHEVN, EVW OTO LTIOAOITIO dEKQ, N
ETUPAVEIN €iX0 LTTOOTEI KOBAPIOPO PE OPPOBOAT).

Mivakag 6.
S UVOTIKEE TIEIOALATIKWY CUVKOAANOewV -bead on plate - ota eovaoTtrjola
thc EBETAM-XZUVKOAAOUUEVTT ETIIWAVEIO LI ALVOBOAICUEVN

o/a oUYKOAANCNC lox0¢ >nueio Ectiaong Taxvutnta A€plo
(He)

1 1300 7mm 0,08m/min 2 bar

2 1300 7mm 0,04m/min 2 bar

3 1300 7mm 0,2m/min 2 bar

4 1300 8mm 0,08m/min 2 bar

5 1300 8mm 0,04m/min 2 bar

Mivakag 7.

> UVOTIKEO TIEIOAVLATIKWY CUVKOAANOEWV -bead on plate - ota eovactrola
TNE EBETAM-ZUVKOAANODULEVTT ETIIWAVEID OLVOPBOAICLEVN

o/a GUYKOAANCNC lox0¢ >nueio Ectioong Taxutnta Aéplo
(He)

6 1300 7mm 0,08m/min 2 bar
7 1300 7mm 0,04m/min 2 bar
8 1300 7mm 0,2m/min 2 bar
9 1300 8mm 0,08m/min 2 bar
10 1300 8mm 0,2m/min 2 bar
11 1300 8mm 0.32m/min 2 bar
12 1300 9mm 0,2m/min 2 bar
13 1300 9mm 0,32m/min 2 bar
14 1300 9mm 0,08m/min 2 bar
15 1300 9Imm 0,2m/min 5 bar

AKOAOUONOE PETOANOYPO®IO KOl  HMIKPOOANPOUETPNON TWV  OEKATIEVTE
e€ayx0éviwy dOKIiwV. XOPaKTINPIOTIKEG HOKPOPWTOYPAPIEC OTIO TNV ETUPAVEIA
TV 'KOpdovIwV' divovTal OTIG EIKOVEC 27 Kal 28.



Evotnta 3 MEIPAMATIKH AIAAIKASIA

Eilkova 22. MeIpapatiKEC OLUYKOAANOEIG 6-12

Eikova 23. MeIpapatikEG CUYKOAANOEIC 13-15
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Evotnta 4n AMNOTENEZMATA - XYZHTHZH
4. AmoteAéopata - Zudntnon

4.1 Eicaywyn
Onw¢ Kal n Tepauatiky dladikaagia, €10l Kal N evotnta «ATIOTEAéOUOTO

ou{ntnon» xwpiletal o tpia pepn.

4.2 MEtailo Bdaong

4.2.1 Metaloypagia

H petaAoypagia tou petdAAou Bdaong (Eikova 29.) deixvel @eppitn (AEUKEC
TIEPIOXEC) Kal TIEPAITN (UAUPEC TIEPIOXEC), OOUN OVOUEVOUEVN YIa €va XAALBO QUTAG
NG KOTnyopiac.

4.2.2 MIKPOOKANPOUETPIOEIC

ZUP@EWVA UE TO OTIOTEAECUOTO TWV MIKPOTKANPOUETPHOEWVY
Méon T okAnpotntag : 256,5 HV
TUTTKA OTTOKAION 13

4.3. XapOaKINPIoPUOC CLUYKOAANCNG JE NAEKTPOVIOKL OECUN

4.3.1 MetaAoypagia

H e&étaon Twv TPIV JOKIYIWV TNG CLUYKOAANGNG ME NAEKTPOVIOKN dEoun
KATEDEIEE PE TOV TIO €U@AVI] TPOTIO TO TIAEOVEKTNPOTA NG PMEBOdOUL authg. 'ETol
OMW¢ @aivetal Kal otnv €ikova 30. n Bepuikd emnpealopevn {wvn TOL PETAAAOL
Bdong sivanl eEQIPETIKA PIKPN TNG TAENG Twv 5uTn. ZTNV Aipvn oLYKOAANGNG(EIKOVO



Evotnta 4n AMNOTEAEXMATA - 2YZHTHZH

31.) €ival opatdg MPOPTEVOITNG TIOL O@EIAETAl OTOLC TAXEIC PLBPOLC YOENC TOU
KOUMOTIOU. 2ZTIC MOKPOPWTIOYPAPIEC TWV OOKIPIWY @AIVETAlI 0 XOPAKTINPIOTIKOC
KOAIVOPOC TNG OLYKOAANoNG keyhole, kaBwg emiong Kol ypAPPES OTEPEOTIOINONG.
Onw¢ TIOPOTNPEITE Ol YPOUPEC OUYKOAANONG OTNV TIEPIOXH TOU KULAIVOPOUL Eeival

oxedov opilovrieg ( keyhole ).



EvoTtnta 4" AMNOTEAEZMATA - 2YZHTHZH

Eikova 28. KUOAIVOPOCG ZVYKOAANGoNG EB2



EvoTtnta 4n AMNOTENAEZMATA - 2YZHTHZH

4.3.2 Padloypagia

H padioypagia pépoug TNG GLUYKOAANGNG TNG NAEKTPOVIOKNC SECUNG
KATEDEIEE Pia oUYKOAANGT KOBapr) om0 EYKAEIOPOTA KOl TTIOPOUE. ZUP@WVA AOITIOV
ME TNV TIpodiaypa@r] EN 25817:1992 n EBW katatdooetal 010 LYPNAGTEPO ETTTIEDO

oloétntag 'Stringent B'.

4.3.3 MIKPOOKANPOUETPNOEIC
Ta OTIOTEAECHATA TWV PIKPOOKANPOUETPAOEWVY TIOPOLCIAOVTal 0T ETIOPEVA

ypognarta.



Evotrtnta 4n ATtOoTEA equa ta 2YZHTHZH

MIKpOOKANpopeTpnoelg EB2

r 500-

*> T oo 4 < «

; | ; : O-
-5 -4 -3 -2 -1 0 1 2 3 4
Amtéotoon oo 10 kEVIpo (mm)

MikpooKAnpopueTpnoelg EB3

500-

PR R AR

0O-

-5 -4 -3 -2 -1 0 1 2 3 4

Amtéotoon amo To kKEVTIPO (mm)



EvoTtnTta 4n

4.3.4 ZuuTmepaocpata

Omnw¢ @AVNKE OO TNV PJETOAAOYPO@IO KOl OTIO TNV padloypagia a@aAuata
KOl €yKAgiopata amouaoldlouv amd TNV LTIAPXOUCO CUYKOAANGH HE NAEKTPOVIOKNA
0éoun. H Bepuikd emnpealopevn {wvn gival eEAIPETIKA PIKPN NG TAENE Twv St H
OKANPOTNTa NG AiUvng OGLYKOAANCoNG dev eival 1dlaitepa avénuévn. O Adyog
e0poug Tpog Babog dicioduong ival Tepimou iocog pe 4. Eival @avepd AOITIO TIWE N

AMNOTEAEZXMATA

- 2YZHTHZH

UTIAPXOLCO CUYKOAANGN Eival pia cUYKOAANGCN EEAPETIKAG TTOIOTNTAG.

4.4 TleipaPaTIKEC OUYKOAANOEIC Laser

MeTd TNV a&loAdynaon NG CLYKOAANCNG PE NAEKTPOVIOKN dE0UN, TO ETIOPEVO
MEPOC TNC EpyOTiog a@opolae TNV dIEPEVVNCN KATAAANANG TIEPIOXNC CLVONKWV YId

TNV UETETIEITO CUYKOAANGN e déopn Laser. ETEIdr) auto TIOU EVOIEQEPE

TIEPIOCOTEPO NTAV N ETUTELEN IKAVOTIOINTIKOU BABoug dicicduaong apovaialovtal

TIPWTA Ol AVTIOTOLXOI TIVOKEC.

Lbl
Lb2
Lb3
Lb4
Lb5

Lb6
Lb7
Lb8
Lb9
Lb10
Lb11
Lbl2
LbI3
Lb14
LbI5

Mivakag 8.

Bd&bo¢ dicicduoncg-

H(mm)

2,7
3,1
0,5
2,2
2,4

EVpoc-W (mm)

Mivakag 9.

B&Oo¢ dieiocdvoncg-

H(mm)

2,5
2,8

2
2,8
19
1,8

2
1,4
2,4
1,9

E0pog-W (mm)

3,8
4,2
08
3,6
3,7

3,2

2,5
3,9
2,3

2,6
1,9
3,4
2,2

H/W

H/W

0,71
0,739
0,625

0,61
0,649

0,781
0,7
0,8

0,718

0,826
0,9

0,769

0,737

0,706

0,864



EvoTtntTa 4n AMNOTEAEXMATA - XYZHTHZH

4.4.1 MetaAloypa@ia

Katd tnv pgetaAloypa@ia Twv 15 SOKIYiwV TTapouCIACTNKOV OPKETEG
Ola@OPEC METAEL TOLC, EIBIKOTEPO OTNV Aivn GUYKOAANCNG. ZNMPEIWVETOI TIWG O
OAQ Ta QOKiuIa N CLUYKOAANGCT €yIve YE aywyr]. ‘ETal og GAAA dOKipla Ttapotnpeital
otV A.Z. KUYEAOEIBNG HoP®Pn, € AAND OeVdPITIKY. ‘OAEC OI TIAPATIOVW HOPPEC
0@QOPOULV TOV TPOTIO OTEPEDTIOINONG. ZTNV OEZ mapouaiddetal g OAa T dOKipIa
MopTeEVOitnG. QOTO00 GTNV Aivn GUYKOAANCNG TTOPATNPOUVTAlI GANOTE
MOPTEVAITNG, AAAOTE HOPTEVOITNG KOl PTTAIVITNG KAl AAAOTE HOPTEVOITNG, PTTOIVITNG
Kol Widmanstaten @eppitng. 1o dokiuio LB5 avdueoa otov Haptevaitn tng Aipvng

Ttapouaoiddovtal Kal KopRidla. e JePIKA OOKiuIa TTOPOLCIACTNKOV ETTIGNG TIOPOL.

Eikova 30. Aigvn ocuyKOAANoNn¢ -KuWeAoeidng popon,
MTmtawvitnc&Maptevaoitng- LB1

34



Evortnta 4n AMNOTENAEZMATA - 2XYZHTHZH

Eikova 33. Aipvn cuykKOAANong LBI-KLUWEAECQ

35



Evotnta 4n AMNOTENAEZMATA - 2YZHTHZH

Eikova 37. Widmanstatten Peppitng-LBS



Evortnta 4n ATTOTEA Ecua ta 2YZHTHZH
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EvoTnta 4n AnN O TEA EZMA TA SYZHTH=H

> TIG TIPONYOUMEVEC HOKPOPWTOYpaQieg Ttapouaidlovtal 3 dokiuia Pe péon ,
MIKPR Kot bPnAn digicduaon . Eival opatég ol ypapuEC OTEPEOTIOINCNG TIOV
SlOKTIVIovTal amd 10 KEVTIPO TNC AivNG CUYKOAANGCNG TIPOC TA OKPO , OTNUEIo

XOPOKTINPIOTIKO YIO CUYKOAANGN PE aywyn .

4.4.2 MIKPOOKANPOMETPNOEIC

AKOAOLBOUV Ta dlIAYPAPPOTO TWV UIKPOCGKANPOUETPROEWY TWV 15 SOoKIUiwV

MIKpOOKANPOPETPAOEIG LB1

Améotoon arnod 1o KEVIpo (mm)



ZKANPOTINTa (HV)

EvotTtnta 4 AMOTEA EZMA TA 2YZHTHZH

MIKPOOKANPOMETPrioElg LB2

600
Ead

i
4a 4 *4Aaa A

a. >
Ak* AAa*4 A4 A

A AA A am =
400
300 -
200

MB. ©EZ As.

100

5 4 3 — = — A < > "Jua —= 4

AméoTtaon omo 10 KEVTpo (mm)

MIKPOOKANPOPETPrioelg LB3



Evottnta 4n AIMNOTEAN EZMA TA 2YZHTHZH

MIKPOOKANpoueTpnaelg LB4

Améotoon armod 1o KEVTIPO (mm)

MIkpoOoKANpoueTprioelg LB5



Evortnta 4n AIMNOTEN EZMA TA SYZHTHZH

MIKpOOKANpouETproelg LB6

ATtéoTaon attd 10 KEVTIPO (mm)

MikpookAnpopeTpnoelg LB7

ATIO0TOON OTIO TO KEVTPO (Mm)



Evotrtnta 4n ANO TEA ESMA TA SYZHTH=H

MIKpOooKANpopeTproelg LB8

ATiO0TOO0N OTtO TO KEVIPO (Mm)

MIKpOoKANpopEeTproelg LB9

AT60TaO0N OTIO TO KEVIPO (Mm)



EvotnTta 4n AMNOTEANEZMA TA 2YZHTHZ=ZH

MIKpOOKANPOUETPOEIg LB10

ATiO0TO0N OTtO TO KEVTIPO (Mm)

MikpookAnpopetpnoslg LB11



Evotnta 4n ATNO TEA EZMA TA ZYZHTHZH

MIKPOOKANPOUETPriOEIG LB12

ATIO0TOON ATIO TO KEVIPO (Mm)

MikpookAnpopetproelg LB13



EvotTnTa 4n AMNOTEANAEZMA TA 2YZHTHZH

MIKpOoOKANpopETpRoElg LB14

ATIOOTOON ATIO TO KEVTPO (Mm)

MikpookAnpopetprioelg LB15

ATIO0TACN ATIO TO KEVTPO (Mmm)



Bd6og digigduang (mm)

Evortnta 4n AMNOTENAEZMATA - XYZHTHZH

4.4.3 Zuumepdopata

> € KOpia 0TO TIC OUYKOAANGEIG OeV €TIETELXON TIANPNG dlcioduaon. H oxXeTIKO
MIKPR Ttapexouevn 10xX0¢(1300vv)/ o cuvduaopd PE TO OPKETA UEYGAO anueio
eotioong(+7mm,+8mm, +9mm) dev TAPEXOUV CLYKOAANGCN LYNAAG digicduonc.
Méyioto Babog digicduong TopaTnEEiTal yia TIC CGUVONKEC OULUYKOAANCNG TIOU
QVTTIPOOWTIEVEl TO dOoKipIo iB2(taxvtnta 0,04m/min, f.p. +7mm,eTu@AVEID N
oppoBoAlcpévn, He 2bar) kai 1co0tal pe 3.2mm. ZNPEIWVETOL TIWE TO TIAX0G TOU
KUAIVOpoUL eival 8mm. OTw¢ @aiveTal Kal otnVv €lkova 41, peiwon tng TaxutnTag
odnyei oe av&énon tou PdBoug dieiocduong. ‘Oco HIKPOTEPN €ival n TaxLTNTA
OLYKOAANGNG, TOOO PEYOAUTEPOC Eival 0 XPOVOC OAANAETTIOpACNG, 0 OTIoiog opiletal
oav TNV SIAUETPO TNE OE0UNG TIPOC TNV TaXUTNTA CAPWONG, KATI TTou 0odnyei otnv
TPOCd0CN LYNAGTEPWY TIOOWV BePUOTNTAC OTO ULAIKO KOl KOATA CUVETIEIN OTNV
OVATITUEN  LYPNAOTEPWY HEYIOTWV BepUoKpacIV. 'ETOL TO UAIKO  eTtnpeddetal
BepUIKG o€ PEYOALTEPO BABOC.

JUOXETION TaXVTNTAG CLUYKOAANGNG Kal BABoug digioduong

-&-f.p. +7mm "Mn Appop. Eme."
-e-f.p. +8mm "Mn AppoB. Eme."
f.p. +7mm "Appof. Eme."
—e—f.p. +8mm "Appop. Eme."
-n-f.p. +9mm "Appop. Emue."
—e—f.p. +9mm "Apyop. Emg. -He Sbar"

0,04 0,08 0,2 0,32
Tax0nta ZuykOGAANong (m/min)

Eikova 41. MNpdenua cuoxetiong Baboug dicicduong Kal Tax0uTNTag



Aoyog BaBoug Sigicduang mpog ebpog HW

Evotnta 4n AMNOTEAEZMATA - XYZHTHZH

& OAa 1O dOKipla n oLyKOGAAnon Atav conduction mode(CUYKOAANGN PE aywyn)
KOl OUVETIWG 0 PEYOAUTEPOC BEPUIKOG KUKAOG(MIKPOTEPN TaXUINTA), £EAT@AAILEl
MEYOAUTEPN TIPOGd0CN BepPOTNTOC KOl QUOIKA Babog dicioduong. H yevikn tdon
au€noswg ToU PBdbBoug dlgioduong e TNV HEiwon NG TaXLINTAG, 0dNnyel OTO
OUMTIEPOCUO, TIWC TO ONMEI0 eoTtiaong +8mm, yla OUPOPBOAICUEVN ETUPAVEID KAl
Taxvtnta 0,04m/min Ba Ttapeixe 1o p€yioto Babog, mepimov ico pe 3.4mm.

O Aoyog H/W, o€ OAn TNV oe1pd TwV TIEIPAPATWV OEV EETIEPUTE TNV JOVAdO
@OV, OTIwC TIpoavVaPEPONKE, OV ETIITELXONKE CLYKOAANGN keyhole. AO&naon g
Tax0UTNTOG, CUPPWVA PJE TNV €IKOVA 42, TIpOKaAEi avénon touv Aoyouv H/W. H
MEYOAUTEPN TIPN €ival 0,9 TIOAD KOVTO OTO 1, TTou¢ ONUATOJOTE! To EEKivnua TOU
otadiou sp@aviong keyhole. Ztnv xaunAr taxutnta(0,04m/mim) n pn
OMMOBOAICHEVN ETUIPAVEID TIAPOUCIALEL TOV PEYIOTO AOYO, KATI TIOU GNUAIVEl TTwC N
KOTIOTEAECUATIKOTNTO» TNC OECUNG Eival JEYAAUTEPN. TOV PIKPOTEPO AOYO,
gM@aviel To dokipo LB15. H povadikoTnta Tou TEIPAPATOC OUWC Yia TETOIN TTiEaN
agpiov, dev ETUTPETIEL TNV €EAYWYH ACQPAAWV CUUTIEPOCHATWY. Oa UTTopoUaE UE
ETIPUACKTIKOTNTA VO EIMWOEL TTw¢ N ad&non ToL TIPOCTATEVTIKOU agpiov dev odnyei
o€ avénan 10co touv H/W 600 Kat tou Baboug digeicduaong OTIwE TIAPATNPOVKE OTNV
TIPONYoUUEVN EIKOVA.

ZUOXETION TaXVTNTOC CUYKOAANGCNG Kot H/W

—e—f.p. +7mm "Mn Appop. Etue "
—*—f.p. +8mm "Mn Appop. Etug."
f.p. +7mm "Appop. Etug."
—if—f.p. +8mm "Appop. Ettip"
-*-f.p. +9mm "Appop. Etue."
—e—f.p. +9mm "Appop. Etug. -He Sbar"

Eikova 42. Aldypappa taxutntag diepyaaiag kat Adyou H/W



EvortnTta 4n AMNMOTEAEZMATA - XYZHTHZH

H péon okAnpOTNTa TNG CUYKOAANGONG (AiUVNG GLYKOAANGCNC Kol BepUIKA
emnpealopevng wvng) avéavetal 6co avéavetal n  Tax0mTo. A0Enon NG
TaXVTNTOG,YIO TA OUYKEKPIUPEVO TIEIPAPATO, OTIWG TIPoava@EPONKe odnyei o€
MEiwON NG «OTIOTEAEOUOTIKOTNTAG» TNG OUYKOAANONG ME  aywyr. Eival
OVAPEVOUEVO AOITIOV N HEYIOTN OKANPOTNTA va eP@aviletal o€ JOKiylo pe
Tax0TNTEG PEYOAUTEPEC. Mapatnpeital, Tw¢ 10 dokiyio LB15 xapoktnpiletal amd
TNV PEYOAUTEPN MECN OKANPOTNTO. 2€ OULVOLACWO HPE TNV PETOANOYpO®Ia, TNV
EIKOVA 44 Kal TNV €IKOVA 45, T0 @aIvopevo e€nyeital amo tnv UTIAPEN OTIOKAEIOTIKO
KOl JOVO POPTEVAITN TO00 OTNV Aipvn, 000 Kol otnv OEZ autol. H eAdxiotn Tiun
a@opd TO OOKiyio LB5, otnv Aigvn OUYKOAANONG TOU OTIoioL  gp@avilovTal
Moptevoitng, — prmawvitng, — Widmantatten  @eppitng, &vw 10 didypapua
MIKPOOKANPOMETPAOEWY OUTOU TIOPOUCIAlEl €viova T AgyAPEVO  «ouTIO». To
OO0Kiul0 LB5 €eKTIpOOWTIEl GULYKOAANGN ME TOXVUTNTA XOUNA Kol PECO onueio
eotioong(0,04rn/fmin, f.p. +8mm, em@dvela pn appoBoAicuévn). H déoun,
OULVETIWC OV €ival 1Io0XUPA €0TINOUEVN KAl 0 XPOVOC OAANAETIIOpaOoNG METAED AUTNAG
KOl TOU UAIKOU pey@AoC. 'ETol 0dnyoUuuooTe O€ apyoTeEPOLC pubuolg YUENG Kal
OUVETIWG O€ PIKPOTEPN OKANPOTNTA.

Méon MIKPOOKANPOTNTA OCUYKOAANGNC WG TIPOG TaxLINTA

700
600

500

—e—f.p. +7mm "Mn Appop. Emkp."

] 400 -»-f.p. +8mm "Mn Appop. Emkp."

l f.p. +7mm "Appop. Enkp."

I —H—f.p. +8mm "Appop. Enkp."

£ 300 —*-f.p. +9mm "Appop. Enkp."
—e—f.p. +9mm "AppoB.Emkp. -He Sbar”

200

100

Toax0tnta ocuykdAANoNG (M/min)

.Elkéva 43. AlQypappa CLUOXETIONG MECNC OKANPOTNTOC CLYKOAANONG KAl
TaXVTNTAG CUYKOAANGNG

Z1nv eikova 43 Topatnpeitan €miong pio tadtTion, 00wv aQopd TNV OKANPOTNTa
TV JOKIPiWV TIOU GLUYKOAANBNKAV PE onugio eotiaong +7mm, n @Oan, dnAadr NG



Evortnta 4ng AMOTEAEXMATA - >SYZHTHX=H

ETUPAvVEIDG Oev OEiXveEl va eTnpedlel TNV OKANPOTNTO Yio T0 OcdOPEVO OnuEio
€0TIOONG. Z€ YEVIKEC YPOMHEC, TEpav tou LB5 kai LB15, n okAnpotnta twv
SOKIYiwv Kupaivetal amd 500-570HV.

ZUOXETION TIAATOUC OEZ Kal tax\uTNTag
OULYKOAANGNG

—e—f.p. +7mm "Mn.
Appop. Eme."

—m—f.p. +8mm "Mn.
AppoB. Emg."
f.p. +7mm "Aupop.
Eme."

—x—f.p. +8mm "Appop.
Emeo."

X fp. +9mm "Aupop.
0,04 0,08 0,2 0,32 Eme."

Tax0TNTa GLYKOAANONG (M/min) —a—f.p. +9mm "Appop.
Emg. -He Sbar"

Eikova 44. Aldypapua cUOXETIONG TIAATOUG OEZ Kal Tax0uTNTag

OUYKOAANGCNG

4.4.3.3 BEATIOTEC OLVONKECQ

ZUYKOAANGT HE €Va JOVO «TIEPOCHO» BEWPEITal AVEPIKTN YIo TNV ded0PEVN
o0 Laser. ZOP@uwva PE TNV €IKOVA Kal TNV YEVIKN TACN TIOU TTAPOUCIAlEl KABE
YPOUUN KaTA TNV PETARaaon amo v taxvutnta 0,08m/min otnv taxutnta
0,04m/min cLyKOAANGT UE BITIAO TIEPACUA PE TaxLTNTA 0,04m/miT, eTU@AvEI
OupoBoAICpEVN Kal Tlieon agpiov He 2bar dia@aivetal va cLYKOAAET TIANPWC TO
KOUMUATL.

ATIapaitnTn KPIVETAL N OUVEXION TWV TIEIPOPATWY PE Laser peyoA0TePNC

1oX00oC



Evornta 5n MPOTEINOMENA OEMATA

5. Mpotevopeva Bepata

=> [1payuoToTIoina”n TIEIPOAUATIKWY CUYKOAANCGEWV CUU@WVA UE TIC BEATIOTEC
OULVONKEC PE OITAG TIEPOACHO KOl a&IOAOYNON OUTWV PE KATOOTPETITIKOVE KAl [N

EAEYXOULG.

=> [lpayuotoTioinon ouykOAAnaong keyhole xpnaoiyotolwvtag Laser peyaAdTepng

1ox00g .

=> MEAETN TOU QAIVOUEVOL TNC OTEPEOTIOINONG Kal OTIC dU0 peBGdOULC .

=> MEAETN ETOPACNG TWV KPOAUATIKWVY CTOIXEIWV OTNV GUYKOAANGON.

BeAtioTomoinon g veng g ETIQAVEING Yia HEYOADTEPN TIUKVOTNTA 10XVOC.
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6. Mapaptnua
6.1 Ac@AA&la peBOdWV

6.1.1 EBW
Mpootacia TPETEL VO TIAPEXETAL OO TNV OXedioon TOL idlou Tou €EOTTAIGUOL

KOl 0Tt0 TNV TOTIOBETNON TOL OTOV XWPOo. METpa TipoaTaaciag TPETEl va AapBdvovTal

emiong otv EBW Omw¢ Kol ot AAeg dlepyacieg, aTmévavil OTOUG OCULVNOEIQ

KIvOUVOUC TNG CUYKOAANGCNG KOl OTOUG €I8IKOUE «TPOUUOTIOPOUC» TIOU PTIOPOULV va

TIPOKAAECOULV:

1. H uygnAi tdon Tou aTtaITETal yio TNV TIOpaywyr] NAEKTPOViwV

2. H dla n oéopn (TTapakoAovbnon HE Yuuvo HATL TNG OEOUNC Kal NG
OKTIVOBOAIOG TIOU TIPOKOAEiTal amd TO TNypéVOo METOANO UTIOPEl va  gival
emwduvn ylo TNV 0pOcn Kol yla autd TIPETEL VO TTOPAKOAOLBEiTe povo
XPNOIUOTIOIWVTOC  KOIVOUC  (POKOUC TIOLU  XPNOIPOTIoOIoLVTOL KOl - ylo TNV
OUYKOAANGN T60UL.)

3. H aktvoBoAia oKTivawv X TIou Ttapdyovta/ amo TNV TPockpouan tng déoung oTo
KOMMATI TIpOG Katepyacoia 1 o€ GAO ULAIKO. H Ttpootacia eival TEPIcOOTEPO
ovaykaio  armévavil  otnv - akTIVOPBoAia  KoBw¢ auvavetalr n  1G0n  TOU

XPNOIUOTIOIEITE YO TNV ETUTAXUVOT TWV NAEKTPOVIWV.

6.1.2 LBW

O1 Kivduvol Tou eykupovei n déoun Laser dlo@épouv amo TOL KIVOUVOULG
OAAWV PEBOdWV CGLYKOAANGONC. Ta TpavpoTa TIoL dNUIOLVPYOLVTAl JEV ival APEca
0paTA KOl £TC1 OVEKTIOHOEUTO TIPOOWTIIKO UTIOPED va LTTOOTEl BAAPBEC TIPIV OKOPA N
OTIOPEN CUUTITWUATWY SIOPAVEI.

BAABeg e€aitiog vPnAng tdong. OAa ta €idn Laser xpnolgoTmoiolv uPnAn
TOON, KOV VO TIPOKOAECEl Bavatn@opa NAEKTPOCOK. [M'autd n ouviipnon Ba
TIPETIEL VO TIPAYUOTOTIOIEITAl ATIO  TIPOOWTIKO  EEEIDIKEVPEVO HE EYKOTAOTATEIQ

LYPNARG TaoNG.

51
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BAGBeC TG 6paacnq
Omoladnmote déoun Laser IKavy va OUYKOAAA HETAAAQ, €ival emtiong IKov va
TIPOKOAEDEl ooPBapeC BAGReC g 6pacng. H ékBeon kAmolou otnv d€oun Kol o€
OTTIOIOONTIOTE AVAKAOCT OUTAG TIPETIEL VO ATIOPEVYETAl PUE KABE TPOTTI0. MepIkd Laser
MTIOPOUV VO TIPOKAAECOULV  SIOXEOUEVEC QAVOKAACEIC TIOL TIPOKOAOUV MEXPL Kal
OTIWAEID OPACTC.

'EkBean tou déppaTtog
H ékBean TouL OEPUOTOC OTNV APXIKN OECUN WTIOPEL va TIPOKOAETEl eykavpata. Eival
OTTIOPAITNTO AOITIOV, VO QATIOTPETIETON PECW OAIKAG KAALWNG TNG 0€0uNG KOl 0WoTh
EKTIAIOELON TOUL XEIPIOTH. AKOPO KOl O€ KOTEPYOOIEC TIAPOULCIA TOU XEIPIOTH), OTIOU
OUTOC ETUTPETIETAI VO TIAPAKOAOLBOEL, TIPOANYN YO TUXOV ATIOPLYN ETTAQPNC PEPOUC
TOU CWPOTOC XPNOIKUOTIOIWVTOC TIPOCTATEVTIKO EEOTTAIOUOI TIOU METOKIVEITOL TIPETIEL

va Aaupavetal.

BAGBeC €aITIdg XNUIKWV
H ouykOAAnon Laser Onuioupyei KOTvoUC METAAAOUL  OULUVOQEIC ME  GAAWV
olepyaciwv. H BAABN mou PTtopei va UTIOOTED KATIOI0G €E0PTATOI OTO MEYAAUTEPO
TIOOOCTO OTIO TNV XNUIKA o0OoTAon ToU LAIKOU. EEaeplopog OTIC TIEPIOCOTEPEC TWV
TIEPITITWOEWVY EiVal OVAYKOIOC,.
Kartvoi ou prtopei va ipokaAégouv BAGReC sival duvatdv va dnuioupyndolv Katd
TNV €vamobeon NG OE0UNG Of AVETUIOUUNTO LAIKA, OTIWC TI.X. TOUG (PAKOUC TIOU
XPNOIKOTIOIOUVTOL KOl {0WC KATOOTPOEOUV 0omo  dlaguyr] Beppotntag.  TETOIEC
KOTAOTACEIC PTTIOPOUV €UKOAG VO OTIOQELXOBOUV HE TNV KATAAANAN €KAOYN TwV
LVAIKQV Kal TtapakoAouBnan péow monitor Tng Kotepyoaaiog.
TEANOC TO XNUIKO TIOU XPNOIKOTIOI00VTAL YIO TOV KOBOPIoHO TOU CUCTHPOTOC POKWV
NC d€0uNg €ival TOEIKA Kal TTIPAARN Kol TIPETIEL VO XElpidovTal avAAoya.



Evotnta & MAPAPTHMA

6.2 KatdAoyog oxnNUATwV

SeAida

Eikova 1.  Ke@aAr KuAivdpou dppatog uaxng M60 1
ElkOva 2. ZXNMOATIKA avamapdoTaon TOL CNUEIOL CUYKOAANGNC 2
Eikova 3.  AuvdApelg TTou eTIIOPOUV KATA TNV CUYKOAANGCN UE aywyn

atnVv Aigvn autng
Eikova 4.  ZUuyKOAANGHN aywyrg HOAAKOU XAALBa 6
Eikova 5.  ZXNUOTIKI TTapACTOON OCUYKOAANCEWV

conduction-keyhole
Eikova 6. >ZuykOAAnon keyhole og avoéeidwto xaAuvpBa 304 8
ElkOva 7. ZUYKOAANUEVN OLUVOECHUOAOYIO OEOVA-ATPOKTOU

SIA@OPETIKWV XOAUBwV 10
Eikova 8.  ZuykOAAnon pe Electron Beam utto kevo 3mPa 13
Eikova 9. ©d&Aauog kevou EBW 14
Eikova 10. «lePIOXEC» TTLKVOTNTAC IOXVOC SIAPOPWV PEBOdWV

OLYKOAANONC 16
Eikova 11. Emteb&iuo Babog dicicduong dla@opwyv HeBOdwV 17
Eikova 12. MetaBoArn oxXNUATOC KPUOTAAAWY O€ OXECN ME TNV

TaXVTNTA CLUYKOAANCNG 18
Eikova 13. PuBpog avamtuéng KpLoTAAAwWV R yia dedopévn

TaXVTNTOC OLYKOAANONC V 19
Eikova 14. Aldypaupa @acewv Fe - C 20
Eikova 15. ZXNUATIKN TIOPACTACT TIPWTOYEVWY, OEVTEPOYEVWIV

KOl TPITOYEVWV KAAdWV devdpitn 21
Eikova 16. Alaypapua TTT 21
Eikova 17.  AI0@QOPETIKEG «LTTO{WVES» TIOL dLvATAl VO

dnuIovpynNBoULV KATA TNV CTEPEOTIOINON

XAALvBa 0.15%(w.t.) oe C 22
Eikova 18. Agaipeon Cu C2 amd tov apxIKO KOAIVOPO 24
Eikova 19. Korr) dokipicwv MBI, MB2, MB3, MpB4,

ERi, EB2, ER3 24
Eikova 20. Znueia pikpookAnpouétpnong M@i, MB2, MB3, MB4 25
Eikova 21. TMeploxn HIKpookAnpopetproswv ERI, ER2, ER3 27
Eikova 22. TelpapaTikd CLUYKOAANOEIG 6-12 27
Eikova 23. Teipapatikd ocuykoAAnoelg 13-15 28
Eikova 24. Méetailo Baong EB3 29
Eikova 25. MéEtaAlo Bdonc-©OEZ EB2 29

Eikova 26. Aipvn ZuykoAAnong EBI 30



Evornta (F

Eikova 27.
Eikova 28.
Ekéva 29.
Eikova 30.

Eikova 31.
Eikova 32.
Eikova 33.
Eikova 34.
Eikova 35.
Eikova 36.
Eikova 37.
Ekéva 38.
Eikova 39.
Eikova 40.

Eikova 41.

Eikova 42.
Eikova 43.

Eikova 44.
Mivakag 1.

Mivakocg 2.

Mivakacg 3.

Mivakag 4.
Mivakac 5.

EB1

KOAIVEpOC ZUYKOAANGNC EB2

Aipvn ZuykKOAANong EB3

Aipvn ocuykOAANnong-KuweAoeidng popon,
Mrtawvitng8iMaptevaoitng-1.B1

Aipvn ouykOAAnon¢-Maptevaitng-1-B6

Aipvn ouyKOAANong LBS-Maptevaoitng:, KapRidia
Aipvn ocuykOAAnong LBI-kuWéAeq

Aipvn cLyKOAANoNG |.B4-0evdpiTeC&KUWPEAEC
Aipvn cuykOAAnong LB9

LBI-1topog

Widmastatten @eppitng-LBS

LB2

LB3

LB11

Mpaenua cuoxEtiong Badoug disiocduong

Kal taxoutntag

Aldypappa taxLuIntog diepyaaciag Kat Adyouv H/W

AlGypaupa CUOXETIONG MEONG OKANPOTNTOG
OUYKOAANONG Kal TaxVTNTa dlEpyaaiag
Aldypaupa oLoXETIoNG TIAGTOVG OEZ Kal
Tax0TNTa CLUYKOAANGNCG

MUKVOTNTEC 1IoXVOC dIAPOPWV HEBOSWV TUYKOAANCNG

> 0ykplon EBW-LBW

XNUIKA Z0OTOoN METAAAOL BAong
Mpodiaypagn SAE

YAIKOTEXVIKI] UTTOO0UN) TIOL XPNOIKOTIOINONKE

Mivakag 6-7. ZUVONKEC TIEIPAPATIKWY CUYKOAANCEWV

MAPAPTHMA

30
30
30

34
34
35
35
35
36
36
36
37
37
37

46
47

48

49

4
17
23
23
24
26



Evotnta &l MAPAPTHMA

6.3 BipAloypagia

[1] D.A. Porter and K.E. Easterling, " Phase Transformtions in Metals
and Alloys"- second edition, Chapman & Hall 1992.
[2] "Handbook of the EuroLaser Academy", edited by D.Schuocker,
Chapman & Hall, Volume 2, 1998.
[3] J.F. Lancaster, "Metallurgy of Welding"-fifth edition. Chapman &
Hall, 1993.
[4] David Belforte-Morriw Levitt, "The Industrial Laser Annual
Handbook" -1986 edition.
[5] Y. Arata, "Plasma, Electron & Laser Beam Technology», ASM, 1987.
[6] "Electron and Laser Beam Welding», published on behalf of
International Institute of Welding, Pergamon Press, 1989.
[7] Tp. XaidepyevormovAog, «dDuoikrp MeTaAovpyia», ONUEIOCEIG
pobrjuatog, 1999.
[8] Aamng Tp. «ZUYKOAANGCN CULUPBOANG EAACHATWY VOULTINYIKOU XAALBA
D36 pe Laser C02», SITTAWMPATIKN gpyacia, 1998.
[9] BAaxoyiavvng Mix. «MeAETN OLUYKOAANCewV Laser kal oUykKplon UE
TIC CLMPBATIKEG HEOBOOOLC», SITIAWMATIKN epyaaoia, 1996.
[10] ASM Handbook - Welding, "Electron beam welding"
[11] ASM Handbook - Welding, "Laser beam welding"
[12] Application Experiences with Laser Beam Welding,
www. alspi.com/Irsweld.html
[13] Welding Metallurgical EqQuipment Inc., www.wme-inc.com
[14] ASM Handbook-Welding, "Weld solidification”
[15] Texviko deAtio €pyou MABE-AvVATITLUEN KAl EQappoyry ZUYKOAAACEWV
Laser og Tunuata Kivnmpwv ApUAatwy


http://www.wme-inc.com

YAIKO :

MA Si %
Aokipiou ol
| O.Vf 0,2&
2
3
4

19. NMAPATHPHZEIZ

A/Al
Al/A 2 .
A/A 3
AlA 4 .

EBTM - 100A

Mn%  P% #sr% -Cr% EL%. Mo% *if
oy

s 0,0B DiOoC O,SO O,I&

O YmevBbuvog tov Epyaoctnpiouv Xnueiou

3. KatoaAno
XNHIKOG MNx/Ko¢

eA. 2 attd 2

L

L3073.doc



18. >TOIXEIA EAEIXOY
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Introduction

This International Standard should be used as a reference in the drafting
of application codes and/or other application standards. It may be used
within a total quality system for the production of satisfactory welded
joints. It provides three sets of dimensional values from which a
selection can be made for a particular application. The quality level
necessary in each case should be defined by the application standard
or the responsible designer in conjunction with the manufacturer, user
and/or other parties concerned. The level shall be prescribed before the
start of production, preferably at the inquiry or order stage. For special
purposes, additional details may need to be prescribed.

The quality levels given in this International Standard are intended to
provide basic reference data and are not specifically related to any
particular application. They refer to the types of welded joints in a fab-
rication and not to the complete product or component itself. It is poss-
ible, therefore, for different quality levels to be applied to individual
welded joints in the same product or component.

Quality levels are listed in table 0.1.

Table 0.1 — Quality levels for weld Imperfections

Level symbol Quality level
D Moderate
C Intermediate
B Stringent

The three quality levels are arbitrarily identified as D, C and B and are
intended to cover the majority of practical applications.

It would normally be hoped that for a particular welded joint the dimen-
sional limits for imperfections could all be covered by specifying one
quality level. In some cases, however, e.g. for certain type of steels and
structures as well as for fatigue loading or leak tightness applications,
it may be necessary to specify different quality levels for different
imperfections in the same welded joint or to include additional require-
ments.

The choice of quality level for any application should take account of
design considerations, subsequent processing, e.g. surfacing, mode of
stressing (e.g. static, dynamic), service conditions (e.g. temperature,
environment), and consequences of failure. Economic factors are also
important and should include not only the cost of welding but also that
of inspection, test and repair.

Although this International Standard includes types of imperfections
relevant to the arc welding processes given in clause 1, only those
which are applicable to the process and application in question need to
be considered.
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Imperfections are quoted in terms of their actual dimensions, and their
detection and evaluation may require the use of one or more methods
of non-destructive testing. The detection and sizing of imperfections is
dependent on the inspection methods and the extent of testing specified
in the application standard or contract.

This International Standard does not include details of recommended
methods of detection and sizing and, therefore, it needs to be sup-
plemented by requirements for examination, inspection and testing. It
should be appreciated that methods of non-destructive examination may
not be able to give the detection, characterization and sizing necessary
for use within certain types of imperfections shown in table 1.

Although this International Standard covers a material thickness range
of 3 mm to 63 mm, it may well be applicable to thicker or thinner joints
provided consideration is given to those technical factors which may
influence the situation.
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Arc-welded joints in steel — Guidance on quality levels for

imperfections s

1 Scope

This International Standard provides guidance on
levels of imperfections in arc-welded joints in steel.
Three levels are given in such a way as to permit
application for a wide range of welded fabrications.
The levels refer to production quality and not to the
fitness-for-purpose (see 3.1) of the product manu-
factured.

This International Standard applies to
— unalloyed and alloyed steels;

— the following welding processes and their de-
fined sub-processes in accordance with
ISO 4063:

11 metal-arc welding without gas protection;
12 submerged-arc welding;

13 gas-shielded metal-arc welding;

14 gas-shielded welding with non-consum-
able electrode;

15 plasma arc welding;

— manual, mechanized and automatic processes;
— all welding positions;
— butt welds, fillet welds and branch connections;

— materials in the thickness range 3 mm to
63 mm.

When significant deviations from the joint ge-
ometries and dimensions described in this Inter-
national Standard are present in the welded product,
it is necessary to evaluate to what extent the pro-
visions of this standard can apply.

Metallurgical aspects, e.g. grain size, hardness, are
not covered by this International Standard.

2 Normative references

The following standards contain provisions which,
through reference in this text, constitute provisions
of this International Standard. At the time of publi-
cation, the editions indicated were valid. All stan-
dards are subject to revision, and parties to
agreements based on this international Standard
are encouraged to investigate the possibility of ap-
plying the most recent editions of the standards in-
dicated below. Members of IEC and ISO maintain
registers of currently valid International Standards.

ISO 2553:1992, Welded, brazed and soldered joints
— Symbolic representation on drawings.

ISO 4063:1990, Welding, brazing, soldering and braze
welding of metals — Nomenclature of processes and
reference numbers for symbolic representation on
drawings.

ISO 6520:1982, Classification of imperfections in
metallic fusion welds, with explanations.

3 Definitions

For the purposes of this International Standard, the
following definitions apply.

3.1 fitness-for-purpose: A product is fit for its in-
tended purpose when it functions satisfactorily in
service during its stipulated lifetime. The product
may deteriorate in service, but not to such a degree
that fracture and subsequent failure occurs. Prod-
ucts may, of course, be misused or overloaded; it is
presumed that the actual conditions during service
correspond to the intended conditions, including
statistical variations, e.g. live loads.
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3.2 Weld thickness

3.21 fillet weld thickness, a\ nominal throat thick-
ness: Height of the largest isosceles triangle that
can be inscribed in the weld section (see ISO 2553).

NOTE 1 In countries in which the leg length, z, is used
as the dimension of a fillet weld, the Ilimits for
imperfections may be reformulated so that they refer to
the leg length.

3.2.2  butt weld thickness, s: Minimum distance from
the surface of the part to the bottom of the pen-
etration, which cannot be greater than the thickness
of the thinner of the parts (see 1SO 2553).

3.3 short imperfections: One or more imperfections
of total length not greater than 25 mm in any
100 mm length of the weld or a maximum of 25 %
of the weld length for a weld shorter than 100 mm.

3.4 long imperfection: One or more imperfections
of total length greater than 25 mm in any 100 mm
length of the weld or a minimum of 25 % of the weld
length for a weld shorter than 100 mm.

3.5 projected area: Area given by length of weld
examined multiplied by the maximum width of weld.

3.6 surface crack area: Area to be considered after
fracture.

4 Symbols
The following symbols are used in table 1.

a nominal fillet weld throat thickness (fillet thick-
ness)

width of weld reinforcement

diameter of pore

> o o

size (height or width) of imperfection
/ length of imperfection

s nominal butt weld thickness or, in the case of
partial penetration, the prescribed depth of pen-
etration

t wall or plate thickness
z leg length of fillet welds (in case of isosceles

right angle triangular section z = a-j2 )

5 Evaluation of welds

Limits for imperfections are given in table 1.

A welded joint should normally be evaluated sep-
arately for each individual type of imperfection
(Nos. 1 to 25).

Different types of imperfection occuring at any
cross-section of the joint may need special con-
sideration (see No. 26).



No.

4

5

Imperfection
designation

Cracks

Crater crack

Porosity and
gas pores

Localized
(clustered)
porosity

Elongated
cavities.
wormholes

ISO 8520
reference

too

104

2011
2012
2014
2017

2013

2015
2016

Table 1 — Limits for imperfections

Remarks

All types of cracks except micro cracks
(A7 < 1 mm*), crater cracks, see No. 2

The following conditions and limits for
Imperfections shall be fulfilled:

a) Maximum dimension of the summation of the
projected or surface crack area of the
Imperfection

b) Maximum dimension of a single pore for
— butt welds
— fillet welds

c) Maximum dimension for a single pore

The total pore area within the cluster should be
summed and calculated as a percentage of the
greater of the two areas: an envelope surround-
ing all the pores or a circle with a diameter cor-
responding to the weld width.

The permitted porous area should be local. The
possibility of masking other Imperfections
should be taken Into consideration.

The following conditions and limits for
Imperfections shall be fulfilled:

a) Maximum dimension of the summation of the
projected or surface crack area of the
Imperfection

b) Maximum dimension of a single pore for
— butt welds
— fillet welds

c) Maximum dimension for localized clustered
porosity

Long Imperfections for
— butt welds
— fillet welds

In any case, maximum dimension for elongated
cavities, wormholes

Short imperfections for
— butt welds
— fillet welds

In any case, maximum dimension for elongated
cavities, wormholes

ISO 5817:1992(E)

Limits for imperfections for qui lity levels

Moderate
D

Permitted

d<051J
d<05a
5 mm

16 54

d<051]
d<05a
4 mm

A<05j
A<O05a
2 mm

A<05;
A405a

4 mm or Not
Larger Than
Thickness (NLTT)

Intermediate
C

Not permitted

Stringent
B

Not permitted

d< 04 ]
d<04a
4 mm

d<04j
d<04a
3 mm

Not permitted

A<04s
A404a
3 mm or NLTT

1 5*

d<0,3J
d<03a
3 mm

d<0,3
d<0,3a
2 mm

Not permitted

A<03;
A403n
2 mm or NLTT
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Limit* for Imperfection* for quality level*

Imperfection ISO 6520 . .
No. Int diat: St t
designation reference Remark* Moderate ntermediate fingen
0 c B
Solid in- 300 Long imperfections for
clusions _  butt welds A<051
(other than ] ) )
copper) — fillet welds A£05a Not permitted Not permitted
In any case, maximum dimension for solid In- 2 mm
clusions

Short imperfections for

— butt welds A<051J A<04s A<03y

— fillet welds A<05a A<04a A403s
In any case, maximum dimension for solid In- 4 mm or Not 3 mm or NLTT 2 mm or NLTT
clusions Larger Than

Thickness (NLTT)

Copper In- 3042 Not permitted
clusions
Lack of 401 Permitted, but only Not permitted
fusion (In- Intermittently and
complete not breaking tha
fusion) surfaces
Lack of pen- 402 Long imperfections: Not permitted
etration (in- Not permitted
complete
penetration) )
Short Imperfections:
A<0.23 A <0,1 a
max. 2 mm max. 1,5 mm

- Nominal penetration
‘ Actual penetration

Figure B

Actual penetration
Nominal penetration

Figure C
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Limits for Imperfections for quality levels

No. Impgrfection 1SO 8520 Remarks Moderate Intermediate Stringent
deeignatlon reference
D C B
15 Fillet weld A fillet weld with an apparent throat thickness Long Imperfections: Not permitted
having a smaller than that prescribed should not be re- Not permitted
throat thick- garded as being imperfect If the actual throat
ness smaller thickness with a compensating greater depth of
than the penetration complies with the nominal value
nominal Short Imperfections:
value
A<03mm+0/la
max. 2 mm max. I mm
18 Excessive 504 A<l mm+ 12A A<tmm+06A A<tmm+03A
penetration max. 5 mm max. 4 mm max. 3 mm
17 Local 5041 Permitted Occasional local excess permitted
protrusion
18 Unear mis- 507 The limits relate to deviations from the correct Figure A — Plates and longitudinal welds
alignment position. Unless otherwise specified, the correct A<025f A <015t A<O1 f
position is that when the centrelines coincide max. 5 mm max. 4 mm max. 3 mm

(see also clause 1).

t refers to the smaller thickness

Figure B — Circumferential welds
A<O05f
max 4 mm max. 3 mm max. 2 mm



Imperfection

No. N N
designation
10 Incompletely
filled groove
Sagging

20 Excessive
asymmetry
fillet weld

21 Root
concavity

Shrinkage
groove

22 Overlap

23 Poor restart

24 Stray flash
or arc strike

25 Spatter

ISO 6520
reference

511

509

512

515

5013

506

517

601

602

Remarks

Smooth transition is required

It Is assumed that an asymmetric fillet weld has

not been expressly prescribed.

Smooth transition is required.

ISO 5817:1992(E)

Limits for Imperfections for quality levels

Moderate
D

A<O021
max. 2 mm

A<2mm+0,2a

A< 15mm

Short
Imperfections are
permitted

Permitted

Intermediate
C

Long Imperfections:

Not permitted

Short Imperfections:

A<0.1t,
max. 1 mm

A<2mm+0,15a

A<l mm

Stringent
B

A <0.05f.
max. 0,5 mm

A< 15 mm
+0,15a

A <0,5 mm

Not permitted

Not permitted

Acceptance may be Influenced by post treatment.

Acceptance depends on type of parent metal, with particular
reference to crack sensitivity.

Acceptance depends on applications.
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ISO «520
reference

Importection
designation

26 Multiple
Imperfections
In any cross-
sectlonO

1) See annex A.

Remarks

For thicknesses j < to mm or a < 10 mm or
less, special consideration may be necessary

pal
- NV77ZI 1
Y /A t-4
oef
A *M2FAj e A e Aj<IA

Limit- for Imperfection- for quality level-
Moderate Intermediate Stringent

D C B

Maximum total height of short imperfections Z A

253 0r 0,25 a, 0,2Jor0,2 a, 0,15 s or 0,15 a,
max. 10 mm max. 10 mm max. 10 mm
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Annex A
(informative)

Additional information and guidelines for use of this International Standard

This International Standard specifies requirements
for three levels of acceptance for imperfections in
welded joints of steel for arc welding processes ac-
cording to the scope and for weld thickness 3 mm to
63 mm. It may be used — where applicable — for
other fusion welding processes or weld thicknesses.

Different parts are very often produced for different
applications but to similar requirements. The same
requirements should, however, apply to identical
parts produced in different workshops to ensure that
work is carried out using the same criteria. The
consistent application of this International Standard
is one of the fundamental cornerstones of a quality
assurance system for use in the production of
welded structures.

In table 1, figures for multiple imperfections (No. 26),
show a theoretical possibility of superimposed indi-

vidual imperfections. In such a case the total sum-
mation of ail permitted deviations should be
restricted by the stipulated values for the different
quality levels. However, the value of a single
imperfection may exceed > A, e.g. for a single pore.

This International Standard may be used in con-
junction with a catalogue of realistic illustrations
showing the size of the permissible imperfections
for the various acceptance levels by means of
photographs showing the face and root side and/or
reproductions of radiographs and of photomacro-
graphs showing the cross-section of the weld. This
catalogue may be used with reference cards to as-
sess the various imperfections and may be em-
ployed when opinions differ as to the permissible
size of imperfections.
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