NMANEINIZTHMIO OEZ2AANIAZ
TMHMA MHXANOAOIMQN MHXANIKQN BIOMHXANIAZ
TOMEAZ MHXANIKHZ, YAIKQN KAI KATEPIAZIQN
EPFAZTHPIO YAIKQN

AITIAWUATIKN €pyaoia pe BEua:
ANAITY=H KAl EPAPMOIH ZYTKOANHZEQN LASER

2E EMNIBEATIQMENOYZ XAAYBEZXZ

doitNtpla : MNakovpdkn lwavva

EmBAeTiov KaBNnyNnm ¢ 'p. XaidePuevoTtovAog
E&ctaotikn emtpory : N.XaoI1wIng

I.MeTpdTTIOLAOG

BONOX
SEMNTEMBPIOX 2001



Mavemotuio Oscoaiiacg
BIBAIOOHKH & KENTPO MNAHPO®OPHZHX
Eid1knn Zuaroyn «[ kpiZa BiBAaloypagio»

ApB. Elo.: 654/1
Hpep. Elo. )
Awped  ZUYYPOPEQ
Ta&lBeTIKOG KwdIKOG nt - MMB
2001

A

MANEMIZTHMIO
OEZXANIAY

004000062976



NEPIAHWH

2TOX0G TNG Tapovcag SITIAWUATIKNG EPYOTiag ival n TIPOYUATOTIONGN GUYKOAANGNC
OUMPPBOANG KUAIVOpOU TIGXOUG 6,1mm pe TNV PEB0OO laser. TO UAIKO TOU KUAIVOpoOU HATaV
XOAuBag SAE8735. H gpyacia armmoteAel TNV CUVEXEID KOl OAOKANPWON MIOC TIPONYOUHEVNG
MEAETNC bead on plate otnv idla Tepioxn. Kpibnke avaykaia n eTavAaAnPn Twv GUYKOAANCEWY
bead on plate yia va ermitevxBei peyaAlTepo PdaOoC dleioduong OTIC TIEIPOUOTIKEG
OUYKOANACEIC KAl va €ival TIAEOV €@IKTI N TIPAYUOATIKI] GUYKOAANGN GCUUBOANC WOTE va
UTTAPEEL LI TIIO OAOKANPWHEVN ATIOYnN YUPW OTI6 TO BEUO.

E& aitiag Tou yeyovoTtog OTI gV UTIAPXOUV OPICHEVEC TIPOJIOYPAPEC VIO TNV ETUAOYN
TWV CLVONKWV OUYKOAANGNG aKOAOUBNOE MO €KTEVNC MEAETN bead on plate. ATO TIG
TIEIPAPATIKEC OULYKOAANCEIC TIOU TIPAYUOTOTIOMONKAY ETIIAEXONKAV O00 CET CGLVOBNKWY
OUYKOANGONG WC BEATIOTA KOl TEAIKA €TUTEDXONKE N GLUYKOAANGN CUMPBOANC e SITTAN pagn.
2T TEAIKA JOKipla JIEVEPYNONKE TIOIOTIKOC EAEYXOC PE OTOXO0 va €€eTagOEi N agloTioTia Kal
OUCIAOTIKA 1 ETUTUXIO TWV OUYKOAANOEwv. O TIOIOTIKOG EAEYXOG  TIEPIEAAUPBOVE
KOTAOTPO@IKEC KOl W KOTOOTPO@IKEC OOKIMEC. ZTa TIAAiIola TNG PBeATIOTOTIOINCONG TWV
OULVONKWV OUYKOAANCNG,  TIPOYUOTOTIONONKE TIOPAPETPIKI] HMEAETN OTIOU MEAETNONKE 1
ETIPPON TwWV OlAPOPWY TIOPAUETPWVY TNG CUYKOAANONG T0G0 GTo BaBog dleicduong 600 Kal
0TO €0POC TNG AiPvNg CLUYKOAANGNG.

To CLPTIEPOGHA TIOU TIPOKUTITEL ATIO TNV HEAETN €ival OTI N OLYKOAANGN WE laser €xel
N duVATOTNTO VO UTIOKOTOOTHOEl TNV OGUYKOAANGN HE OEOUN NAEKTIPOVIWV yia TN
OUYKEKPIUEVN €@OpUOYr], a@oU 0T0 TA OTIOTEAECUATO TOU TIOIOTIKOU €AEYXOU TIPOKUTITOLV
OUYKPICIUEG TIMEG AVTOXWV KOl PNXOVIKNG CUUPTIEPIPOPAC. QOTOCO Yia TIANPN PBIOUNXOVIKY
EQOApPUOYN aTtauTETal EEOTTAICUOCG laser vPwNAGTEPNC 10XVOC amd AUTOV TIOUL JIATEBNKE YIa TNV

SlEEaywyr) TWV TIEIPAPATWV.



> TOULC YOVEIC Kal Ta adéP@Ia Jou



E,YXMI'ZITNE, Z

€ OaUTAV TNV oeAida pou diveTal n gukalpia ELXOPICTHOW OXa
EKEIVA TA MPEAN TNC AKAdNMUAIKAC KOIVOTNTOC TOU TUNMOTOC pOC,
KOBNyNnTtég, oLVAdEAPOLC KAl @IAOLC YIO TNV APECN Kal éupeon Bondeia
TOUC OTNV €TTiTELEN TOL TEAIKOU OTOXOU.

(Euxapiotw Bepud  TOV  "KaBnynt) Kol - ETIPAETIOVIO TNC
SITIAWMATIKAC YHOL epyaaiag, Tpnyopn XaldePUEVOTIOUAO TIOU UE LTIOMOVH
be BonBnoe va katavorjow To Bewpntikd UTIOR0BPO Tou BEpatoc. ‘lov
ELXOPIOTW YIA TO AYXOAUTIKO XOUOYEAO TOL Kal TNV aiclodoéia Tou yia
TNV €TUITUXIO TNC EPYaaiac.

(Euvxapiotw tnv uvrtoPneia didaktopa (Avva ZepBakn yio v
OLVEPYOOia pag atnv dleéaywyn Twv TIEIPAPATWY Kal yia TNV d1a0son
TUNUATWY 0010 TOV TIOAUTIUO XPOvo Tn¢. Euxapiotw emiong Ttov
Ad.(Niko Xaowwtn Kal avaminpwty Kabnynt) Tewpylo MeTpOTTIOLAO
ylO TNV OCUJUETOXN TOUC OTNV TPIUEAN e€eTaoTikn emtpomy. ‘Eva
HEYAAO euLXOPIOTW Xpwotdw otov (Niko Xaoiwin yia pia celpd
TIOAUTIHWY UTIOOEIEEWY KOl CUPBOVAWVY Kal TNV Tipobupia Tov va pe
BonBrioel e OTOIOONATIOTE TIPOPRANUA TIPOEKUTITE. EuXapIoTw €TTiong
TOUC LTTOYN@IOUC OIOAKTOPEC ZTIUPO Zauapd, EAévn Kauouton Kal
NV d10aKTopa EAéVN Buavatidou yia tnvRonBEIa TToU TIPOGEPEPQV.

Id1aitepEC evxaplaTieq Ba NBeAa va eKQEPACW OTOUC PIAOLE Kal
ouvaded@oug OAya EAsuBepiddou kal Kwota BxAadiavakn Kal tnv
@IANn pouv (Mapia Kovkoupdkn yio Tnv auéPIoTn nOIK cuumapdotoon.

(MoAAG TteplooOTEPO ATIO EVa HEYAAO €LXAPIOTW OTOV (PIAO POUL
(MixdAn AQPOUAGKN YiO TNV CUUTIOPACTOCN, TNV €UTIOTOCLVN, TNV
GULVEXT TTOPOTPLVCN TOV. TOV ELXAPICTW TIOL UTTAPXEL.

TEAOC TO €AAXIOTO €LXAPIOTW TIOU PTIOPW VA EKPPACW OTOUC
YOVEIC Kal Ta adEép@la Pov Eival va TOLG AQIEPWOW TNV SITIAWHATIKN
Hou epyaaia.
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Foakouvpdkn lwdvva

KE®AANAIO 1
EIZAIQIrH

H mapoboa JITTAWUATIKN €pyaaia TIpayUaToTIoINBnNKeE OTO TIAQICIO TOU €PELVNTIKOU
mpoypaupotog MABE 97 BE 274 pe 0éua: «AvdATmtuén Kot E@appoyr ZuykoAAnoewv Laser
oe TUAUOTO KIVNTAPWY APPATWY». ZTO0 TIPOYPAUUO OUTO CUMMETEIXOV Ol Blounxavieg
SIELMAN A.E (avadoxog), n EBETAM A.E, kabw¢ kal 10 Epyaotpio YAIKWV TOu
Maveruotnuiov ©egocoaAiag. ZKOTIOC TOU EPELVNTIKOD TIPOYPAPMOTOC NTOV  OQEVOC N
BeATioTOTIOINON TWV GUYKOANACEWVY Laser yia PnXovoAOYIKEC KOTOOKEVEG KOl N QQ’ETEPOL N
€QAPUOYN TNG TeEXVOAoyiag oUYKOAARCewv laser vYPnANG 10X0VOC, OTIC KOTOOKEVOOTIKEC
dlodikaoie¢ TN¢ SIELMAN A.E. OuclocTIKG TO OVTIKEIMEVO TOUL €pyou MTav n
TIPAYUOTOTIOINGTN TNC OUYKOAANONG UE laser, KEQOANG dpuato¢ paxng M60 (oxnua 1), €1al
(OTE VA LTTAPXEL N TIPOOTITIKN YIa TNV €E0AOKANPOU KATOOKEUN TOU KIVNTRPQ atnv EAAGDQ,
EVaVTI NG EI00YWYNG ToL oo TI¢ HIMA pe 1dlaitepo uPnAd KOOTOC.

2TI¢ Hvwpéveg MoAiteieg TN APEPIKNAC €xel NOn avartuxBel Kol €QAPUOCTE N
OUYKOAANGHN TOU KUAIVOPOU HE NAEKTPOVIAKN OE0Un. ZTa TIAQICIO TOL EPELVNTIKOU
TIPOYPAUMOTOC ETIIXEIPAONKE N GUYKOAANGN TOL KUAIVOpPOUL XpnalpoTtioliwvtag oéoun laser. H
TTopoVoa  SITTAWUATIKI] €PYOCia OTIOTEAEl TNV TEAIKI] @PACNH TOL TIPOYPAUMOTOC EQPOCOV
TIPAYUATOTIOIONKE Kol O&I0OAOYNONKE N CUYKOAANGN GUPPBOAAG TOU KUAIVOPOUL pE deapn laser.
To onueio 1oL €TTIBLMEITAI N OUYKOAANGH TOU KUAIVOPOU @aivETOl OTO GXAUO 2 TIOU

OTTEIKOVICEL A KABETN TOUN TOU KUAIVApOU.

Zxnua 1. Kepahr KuAivdpou appoatog paxng M60

AvaTmtuén kot EQappoyn ZuykoAAnoewv Laser og ETieATipéVOUg XAAUBEQ



Mokouvpdkn lwdvva

To OeUTEPO KEPAAQIO TNG OIMAWMATIKAG €pyaciag attoteAei TN PiPAloypa@iki
avaokomnon onAadn pia avadpouny yopw omd TNV OUYKOAAnGon e laser atnv Olebvn
BIBAIOYypa@ia KOBWE 1N HEAETN OTOV €AAODIKO XWPO Eival oxedOvV avOTIAPKTIN. ZTA TIAAIcIO
auTNC avadnTnOnKav YeVIKEC TIANPOQPOPIEC Yo TNV PEBOdO OLYKOAANONG pe laser Tou
TIEPINAPPBAVOUY  apXEC KOl HETAPRANTEC AEITOLPYIOG TNC OULOKELNG KABWC E€TTioNg Kal
ETIOTNMOVIKN €EMYNON TWV @AIVOUEVWY TIou AouBAvouv Xwpa KOt T OIGPKEIA NG
OUYKOAANGCNCG. Idlaitepn €u@acn O0BnKe OTNV OULUYKOAANGN  uvWnAng dleicduong-TuTIoV
keyhole mou rival 1o €mBUUNTO OTIOTEAECUO KABE GUYKOAANONG laser, vw YiveTal Kal pia
ava@opd OTIC TIAPAPEVOVOEG TATEIG TIOU ETIIKPATOUV TNV TIEPIOXT TNC CLYKOAANGCNC.

ToO TPITO KEPAAOIO OTIOTEAEI TO TIEIPAUATIKO PEPOC TNG EPYOCTIOG, TO OTIOI0 TIEPIYPAPEL
OAEC TIG PEBOOOLCG KAl TIG dlAdIKOCIEC TTOL OKOAOLONBNKAY. TALTOXPOVA, AVAPEPE! AVAAUTIKA
TIC OUVONKEC CLUYKOAANGNG TWV TIEIPAPATIKWY PAPWY KAl YIVETAL N ETTIAOYT TwV BEATIOTWVY YA
TNV TIPAYUOTOTIOINON TWV GCUYKOAANOEWV GCUUPBOANG. To TETOPTO KEPAAQIO €KOETEl Kal
a&loAoyei TO OTTOTEAEGUOTO TOU TIEIPAPOTIKOD PEPOUG, ONAOSH TA QTIOTEAECHOTA TOU
TIOIOTIKOU €AEYXOUL TIOU OIEVEPYNONKE TOCO OTA JOKIUIO TWV TIEIPAPOTIKWY CUYKOAANCGEWY 0G0
KOl OTa OOKIUIO TWV CUYKOAANGEWY CGUUPBOANG. TEAOC, TO TIEUTITO KEQPAAAIO EUTIEPIEXEL TA
CUMTIEPACUATA TIOU €€NXOBNCAV KOl TIPOTEIVEL BEPOTA VIO TIEPAITEPW EPELVA

KAgivovtag tnv cloaywyn, ag&idel va avageepOei n amoudaia dpactnplotnTa Tou EXEL
avaTttOgel Ta TEAELTAIO XPOVIO OTOV TOMED TWV KATEPYAOIWV YE déoun laser, TO0 EpyacTrpio
VAIKWV pe TNV EBETAM Kal o opdda Blopynxavikwv xpnotwy. Eival aéloonueiwto oti 1odn

€X0UV TIPAYUATOTIOINBEI GUYKOAANCEIG VAUTINYIKOU XAAUBA PE ATIOALTN ETUTUXIOL.

Avdamtuén kat E@appoyn ZuykoAAnoswv Laser og EmiBeATiopévoug XAALBEeg



Fokovpdkn lwavva

KE®AAAIO 2
ANAAPOMH 2TH BIBAIOTTPA®IA

2.1 EIZATQrH

H ouykoAAnon pe 0éoun laser XpNGIYOTIOIEL YO KIVOUUEVI] OUVEKTIKI] OTITIKN TINyn
VWNAAG TTukVOTNTAC, cav TNy Beppotntac. H A&En laser Tipoépxetal amd T APXIKA TwWV
Ae€ewv «light amplification by stimulated emission or radiation» TIOU OnNUAIVEL «OTITIK
gvioxuaon armo dieyepuEVN TINyN 1 akTivoBoAia». H cUVEKTIKA @0ON TNC aKTivag Tou laser, NG
ETUTPETIEL VO €CTIALETANL G€ TIOAD HIKPA onuegio 00NywvTag €101 o€ VWNAEG TIMEG TTUKVOTNTOC
EVEPYEIOC.

Ta laser anuepa €xouv TipowbNnBei atnv ayopd Kol BewpolvTal XProINa EPYOAEia
OUYKOAANONG Vi Hia TIAEIGda e@apuoywy. QOTtoco, HEXPL TNV OeKaeTia tou 70, eixav
TIEPIOPIOTEI VO OUYKOAAOUV AETITA LAIKA KAl 0& PIKPEG TaXUTNTEC €EAITIOG TNG TIEPIOPICHEVNC
dloBEoung 1ox0o¢. Ta TeAevtaio 20 xpovia OLEAONKE TO EVOIAQPEPOV VIO HEYAANG
OIEICOUTIKOTNTOG OUYKOAANGEIC XPNOIUOTIOIVTOC OUCKEVEG laser AOyw Tng IKAVOTNTOG
TIOPOXNG LYNANG TIUKVOTNTOG 10XVOC amod TIC OUCKEUVEC OUTEC KOl QUOIKA AOYW Twv
TIEPIOPICUWV TNG TIOAAIOTEPNC TEXVOAOYIOG. Ta KUPIOTEPA laser TIoU XPNCIKUOTIOIOVVTAl CHUEPO
otnv Blounxavia yio oLUYKOAANCEIG eival laser dlo&eidiov Tou avBpaka CO2 kai Nd:YAG
(Neodymium-Doped Yttrium Aluminum Garnet) laser, cuveXoU¢ Kol TIOAAOPEVOU KOUOTOC.

H kavotnta tou laser va dnuIovpyei TTUKvOTNTO 1oXV0C PeyaAlTtepn amod 10 W/cm
OTIOTEAECE TOV KUPIOTEPO TIOPAYOVTIO VYIiO TNV KABIEPWONn TOoL ¢ OUVAUIKO TPOTIO
OUYKOAANONG. MeydAog aplBuog TEIpaPdtwy €0€1€E OTI TOo laser eTUTPETEl  AKPIPREIQ
OUYKOAAACEIC TIOU MTIOPOUV VO  CUYKPIBOUV HOVOV JE OQUTEC TIOU YivovTal HE OEaun
nAektpoviwv (electron beam).

210V Tivoka 1 TtapouciadovTal ol TIUKVOTNTEG 1oXV0C VIO TIC KUPIOTEPECG PEBOOOUC
OUYKOAANCONG KOBMC Kal TO TIPOQIA TNG Aluvng ouykOAAnonG. Etiong didetal o ouvteAeoTNG
0T10d00NC Yia KABe HEB0d0 oUYKOAANONG. O ocuvieAeoTriq anddoong (joining efficiency) eivai
TIPOCEYYIOTIKOG Kal opidetal amo tn oxéon ut/P. OTou u n eykdpola tax0uINTa g mm/sec t 10
TIAX0C TIOU KOAANBNKE o€ mm Kal P n mpoaoTtimtovca 1oX0¢ o€ KW. OUCIACTIKA 0 GUVTEAEDTHC
aT10d00NC €KPPACleEl TNV eTIQAvela (o mrrf) TTOU CUYKOAANBNKeE avd povada evépyelag (o€

kJ) 1ou TIPOCdGONKE.

AvATITUEn Kal E@appoyr] ZuykKoANAoewv laser og ETIREATIOUEVOLG XANUBEG



Mivakag 1. ATIOTEAECUATIKOTNTO TNG COULYKOAANGCNG ME déoun laser Kol oUYKPION HE AANEG

pHEBOOOUC CLUYKOAANONC[1]

MuKVOTNTO  ZUVTEAECTNG

MNokouvpakn lwdvva

MéBodo . . Mpo@iA Aipv
OUYKOAA oc 10XLOG amosoong 0?) (}f('))\)\ T)’ r]cc
v nens W/cnr mm2/Kj ¥ nen
O&uyovokoAAnan i Mikp6 BdaBog dicioduong yia
(OAW) 102-103 0.2-05 povo TEpacpa
ZUYKOAANoN 60U r .
gas tungsten arc 5x102-104 0,8-2 Mikpo B;J\/)\(;JZ?E;?L;GHC via
(GTAW) H pacH
S UYKOAANoN 160U . .
gas metal arc 5x102-104 2-3 Mikpo Bg\?g;?e;c;ézonc va
(GMAW) ! pacH
ZUYKOANoN
BuBiopévou T6EoL 55102-104 4-10 MIkpO che'oc §|£|0600nc yia
submerged arc Hovo Tiépacua
(SAW)
vos o st
TIAGopotoC plasma 103-106 5-10 Sieiod00n O Ul]:l N
arc (PAW) ! s
EVEPYEIEC
Mikp06 Babog digioduong oe
Laser Beam (LBW) 105107 15-25 XOHNAEG EVEQYELEG, UAR
dleioduon o€ LWNAEQ
EVEPYEIEG
Electron Beam RPN 20-30 YWnAR Sieicduon

(EBW)

Ta TIAEOVEKTAUOTA TWV CUYKOANNCEWV laser gival apkeTd EvavTl Twv GAAwV PEBOdwV
OUYKOAANONG, €V TO KUPIOTEPO HEIOVEKTNUO €ival TO AUENUEVO KOGTOC TOL €EOTIAIOUOU
YEYOVO(C TO OTIoi0 KOBIoOTA TNV €@appoyrn NG HEBOdOL OIKOVOUIKA aoUP@OPN O TIOAAEQ
TIEPITTTWOEI. MEXPL ONUEPO TIOANEG €PELVEC €DEIEaV OTI N AKPIBEIO TwV CLYKOANACEWV laser
KUHOIVETAlI 0€ LYPNAG ETTITIEDA, PE ATIOTEAECHUO N TIOIOTNTA TWV KOTACKELWV va gival e&icou

VYPNAN, to oroio BEPRaia ival kal To {NTOVUEVO.

Avantuén kol EQappoyn ZuykoA\Aoswv laser oe ETIIREATIONEVOLG XAAVBEG



MNokouvpakn lwavva

XapaKINPIOTIKA TIAEOVEKTAUATA TNG HEBOOOUL Eival:

Mn adpavelakr] @uon ¢ déoung ( ETUTPETIEL LYNANC TAXUTNTOC OUYKOAANGN HE
YPNYOPO Kal OTIOTOPO EEKIVNUA-CTAPATNHA).

H kavotnta e0Tiaong TN 0EaUNG TIAPEXEL LPNAL TIUKVOTATO EVEPYEIOC.
Mpayuatoroinon g cUYKOAANCNG OtV aTuOCEAlpa.

AUCOKOAO GUYKOAAAGIUO DAIKA OTIWG TITAVIO JTTOPOUV VO CUYKOAANBOUV.

Ta Tpog KOAANGN KOMUATIO OEV ATIAITOUV OQIXTO KPATNUA.

Agv omtaItoVTal NAEKTPOSIA OUTE TIPOCOECT LAIKOU (OUTOYEVIG GUYKOAANGT).

MoAU aTeVr] pa@ry CLUYKOAANGNG.

ETtitevén ouykoANqoewv PeYAANC akpifelag (wg mpo¢ tnv SIAUETPO, TN BEon Kal 1o
BdaBog dicigduang).

MoAD uikpr) BeppIkd eTtnpealouevn {wvn.

Agv TIAPAYOVTOl OKTIVEC-X, ETTIKIVOUVEG VIO TOV AvOPWTIO.

MepiTtAOKa OXESIA PTIOPOUV VO GUYKOAANBOUV XPNOCIUOTIOIWVTOG CUCTHHOTA EAEYXOU
NG deapng

IKavoTNTa NG OE0UNG VO JETAPEPETOLl OE OXETIKA PEYAAEC OTIOCTACEIC OTIO TO LAIKO
XWPIC onuavTikr e€acBévion 1 vTtoRABUIoN, EAITIAC TNC GUVEKTIKNC TNE QUONC.
AMPEANTEQ POAUVAN TNG GUYKOAANGONG WE TNV XPNOIUOTIOINGN KOTAAANAOL adpavoulq
agpiov.

IKavoTnTa TNC d£0UNC va POIPALETAL XPOVIKA

XaPNAOG pubuog TTPdadwaong BepUOTNTAC €€’ AITIAC TWV LYNAWY TAXUTHTWV.

YWPnAnR tax0Tnta cUyKOAANGCNG YE OTIOTEAECUA TN HEILWOTN TOU XPOVOU KOl TOL KOOTOUC

TIOPOYWYNG.

Ta PEIOVEKTAPATO KOBWC Kal Ol TIEPIoPIoHOi TNG peBddoL auvowilovtal ota €ENC:

YWnAO KOOoTOG €EOTTIAIOUOU TO OTI0i0 BEROIO G OPIOUEVEG TIEPITITWAOEIC HUTIOPE va
QAVTICTOBUIOTEI TOGO amd TNV LYWNANR TIOIOTNTA TWV TIAPAYOUEVWY KOTAOKELWY 0C0 KOl
OO TNV aLENUEVN TOXUTNTA TIOPAYWYNG. ZNMEIVETOL OTI TO KOOTOC OpPXIKOU
Ke@oAaiou emévduong eivar 10 @opéC HeYOAUTEPO amd OUTO TWV HPEBOdWV
OUYKOAANGONC ME TOZO.

AULOKOAIO TNV GUYKOAANGCN VAIKWV LPNANC OVOKAQCTIKOTNTOC TT.X OAOUUIVIO.
ATIaITNON OKPIBECTEPNG TIPOETOIUACIOG TNG &vwong Of OXEON ME GQAAE* KOIVEC
peBOdOLC

ZUYKOAANGON TIEPIOPIOUEVNC DlEiITOLONG OE XOUNAECG TTIUKVOTNTEG EVEPYEING.

AvATITUEN Kal E@appuoyrn ZuykoAAnoswv laser ae ETIReATIOUEVOLG XAAVPBEQ



MNokouvpakn lwavva

2.2 ©OEMEAEIQAEIZ APXEZ AEITOYPIIAZ
2.2.1 Tevik&

MoANEC POpPEC €va eDAOYO €PWTNUA OXETIKA HPE TNV AEITOLPYIa Twv lasers gival mwg
dnulovpyeital n aktiva tou laser. H Asrtovpyia twv lasers Bacidetal atnv apxn tng
OIEYEPUEVNG EKTIOUTING PWTOVIWV. ‘OTaV PO EEWTEPIKI TINYA EVEPYEIOC, NAEKTPIKI], XNUIKA
K.0 OTIOPPO@ATOl OTIO €va  ATOMO, TA NAEKTPOVIO TOU HETATITITOUV OE EVEPYEIOKA
OlEYEPUEVEC KOTOOTAOEIC. AUTA TA NAEKIPOVIO €XOLV TNV TACN VA ETICTPEPOULV OTA
XOUNAOTEPO APXIKA EVEPYEIOKA ETITIEDN, OTIEAEVOEPLVOLV EVEPYEIT WC PWTOVIA.

O KpULOTAAAOG TOUL laser i epiExel éva oToixeio 0Twg To veodupio (Nd) To oTmoio €ival
IKOVO VO  ATIEAEUBepaEl WTOVIO. ‘OTav éva @WTOVIO TIANGCIACEL €va  OlEyEPUEVO
NAEKTPOVIO TIPOKOAELI TNV ALOOPUNTN ETIICTPOQPI] TOU NAEKTPOVIOU GTO APXIKO EVEPYEIOKO
TOU ETTMESO KAl ETCI TNV TOUTOXPOVN TIOPAywyr] €vOg Oe0TEPOL PwToviou. Ta dVo autd
PWTOVIA TIPOKOAOUV TNV HETATITWON KAl AGAAWV NAEKTPOVIWV CTNV OpPXIKA TOUug TPOXIA.
'ETOI1 TTOpAyovTal TEPACTIEC TIOCOTNTEC PWTOVIWV TIOU TAEIOEVOUV WC SETUN TIPOG TNV idla
KateBuvVan. ZTNV CLVEXEID N OECUN EICEPXETOI GE MPIO OUOKEUN TtApOAANAoTIOinONG, N
oTtoia ETTEKTEIVEL TN OEOUN Kal BEATICOVEL TNV oUVOXN TNG. TEAIKA TIPOCTIITITEL OE KABPETTTN
OTIOU OVOKAQTOl KABETO KOl EICEPXETAl OTOUG TEAIKOUC (PAKOUC €0TiOONG OTO OTIoU

TIPOGCTIITITEL, ECTIOOUEVN TIIA, OTO TIPOC CUYKOAANGCT) TEPAXIO (oXNua 3).

Po\xer
Supply &
Controls

xNua 3. Mevikn dIATAEN TNG GLUYKOAANONC laser
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2.2.2 XapaKTINPIoTIKA AsiTovpyiag
H OTTOTEAECUOTIKOTNTO KOl 1N ETUTUXIA MIOC OUYKOAANONCG ue laser ogeidovtal

€EOAOKANPOL CTNV ETUAOYA TWV KATAAANAWY UETABANTWV TNG KATEPYATIAC Ol OTIOIEC UTTOPOUV
va JIOXWPICTOUV O€ OVEEAPTNTEG KOl EEAPTNUEVEC UETARBANTEC.

Ol aveddptnteg PETARANTEG gival:

1 Hiox0¢ tng déaunc.

1 H taxutnta cuykOAAnonc.

1 H diduetpog g déaunc.

1 H 6¢on tou onueiou eotiaonc.

1 To TIPOCTATEVTIKO AEPIO.

1 To PAKOG KOUOTOC TNG OKTIVOPBOAIOG.

1 H moAwon.

1 To €idog TNG CUYKOAANGCNC.

1 H amoppo@nTIKOTNTA TOU UAIKOU.

1 AlIOOTACEIC TOU BIAKEVOUL PETAEY TWV TIPOC CLUYKOAANGH Tepaxiwv (gap size).

O1 e€00TNIEVEC 1OETAPBANTEG TNG GLUYKOAANCNC €ival:
1 H yewpetpia TNC Aiuvng ouykOAANonc.

1 H pikpodoun ¢ Aipvng ouykOAANonc.

1 Ol UnNXavIkEC 1I010TNTEC.

Mapakdtw avoALOVTAl Ol KUPIOTEPEG METARANTEC TIOU €TINPEACOLY CNUAVTIKA TNV TTOIOTNTA

NG OLYKOAANONG.
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2.2.2.1. H1ox0¢ TNg d€ounC

To BaBog dicicduong pIOG OLYKOANONG laser oXeTI(eTal AUESO PE TNV TIUKVOTNTO
IoX00o¢ TN 0€0UNG, N OTIoia Eival LUVAPTNGN TNE TIPOCTITITOLCAC I0XVOC Kal TNG SIOPETPOL NG
o0éoung. To BdBog dieicduong g oLYKOAANONG av&Avel Pe TNV av&non g 1oxvocg Tou laser
(oxnua 4) , 6tav n JIAPETPOC TNG déoung dlatnpeital otabepn. ‘Exel amodeixtei [1] OTI 1O
BdBoc dicicduaong Kai 1 1ox0¢ Tou laser oxeti(ovtal YETAED TOUC OXEOOV HE YPOAUUIKL OXEQN.
Ztnv BiPAloypa@ia aravtatalr guxva 0 0poC TIUKVOTNTO I0XVOG TIou TIpoava@epOnke. H
TIUKVOTNTO 1I0XVOC |, opiletal amo TN oxéan I=P/A, omou P n 10x0¢ NG d¢oung oe Watt Kot A n
dlatour TN¢ o€ cm . H TTukvotNTa 10XV0¢ eTTNPeddeTal AUESA OO TO CnuEio eoTiaong g
0éoung, TNV ATIoPPOENTIKOTNTA TOU UAIKOU Kol TNV OIdBAaon Twv OKIVWV 1 TNV

OAANAeTTIOpOON YETAEL TNC dECUNG KAl TOUL TIAACMATOC.

Qaooadba>xXon o™

O 50 100 150
Welding speed mm/s

ZxNua 4. MetapBoAn tou BdBoug digioduang e cuvAPTNON PE TNV TAXOTNTA CLUYKOAANONG KAl

TNV 1oXL evog CO:2 laser.

2.2.2.2. H tax0tnTa cuyKOAANGNG

H yewpetpia TN Aipvng ocuykOAANong, n oroia kaBopiletal amd 1o Badog dicicduang Kal
TO €0POC TNC AiUVNG OLYKOAANONG, €TNPEACETAl AUETA OTIO TNV TaxUTINTO OLYKOAANoNnG. H
avgnon TNE TaxLTNTOG TIPOKOAED Peiwaon Tou Bdaboug dicicduong PE TALTOXPOVN MEiwan oTo
€0POC TNC AipvnNg cLYKOAANGNC. To oxnua 4 deixvel TNV €€dpTnon tou Bdaboug dicioduang amo
TNV TaX0TNTO CLUYKOAANONG Kal TNV 1oXL evog CO2 laser. Mapatnpeital vPnan digiocduaon ce
XOUNAEG TaXUTNTEG OLYKOAANONC evw OTavV N 10XV Tou laser Tidpel PEYAAUTEPEG TIUEC TO
BdBo¢ dlcicduaong av&avel akoun TepIocoTepo. Agidel va onuelwBei 0T To Babog diciocduang

O¢ MIO OUYKOAANGH MeE laser gival otaBepd PIKPOTEPO OTIO OUTO TIOU ETTITUYXAVETOL PE TNV
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pEBodO electron beam. QoT600 N dlo@opPA aAutr ata duo BAdn diciocduong yiveTal PIKPOTEPN
KOBWC N TaxLTNTA oLYKOAANONG auvéavel. Z0P@wva e tov Locke[l] auto umopei va amodobei
OTOV GXNUATIOUO TOU TIAACHATOC TO OToia €€0aBeVilel TNV dEaun Tou laser.

OTw¢ TIPoOVAPEPONKE OE XOUNAEC TAXVTNTEC N AiUvn OUYKOAANONG €ival peyaAn Kal
TAOTId. H aduvapia Tng eTIQAVEIOKNC TAONG VO CUYKPATACEL TNV AiUvn CUYKOAANCNC oTnv
B¢éon TN uTopei va odnyrnoel e @aivouevo drop out (oxnua 5a). Emiong oe peyaAlTtepeq
Tax0TNTEC CUYKOAANGCNC TO TNYMEVO LAIKO TIOU PEEL TIPOC TO KEVTPO TNG AiMvNg GUYKOAANONG
0ev TIpoAdfaivel va UTTOOTEL OVOKATOVOUN KOl «TIOYWVED» GavV UTIOKOTIA (undercut) oTa akpa

™G Aipvng (oxnua 5p).

(a)®avopevo drop out (B) ®avopevo vmokoTng-undercut

ZXAMO 5. ZXNUOTIKA avarapdotaon a)@aivopévou drop out Kal B) @AIVOUEVOU UTIOKOTING

(undercut) [2]

2.2.2.3 H dIaPETPOCg TNC dEoUNC

H didpetpog tNC dOfoung e€ival pia amo TIC ONUAVTIKOTEPEG METARANTEC €POOOV
KaBopilel TNV TTUKVOTNTA 10XVOC Tou laser. AuEavovtag TNV SIAUETPO NG OEGUNG MEIWVETAIL N
TIUKVOTNTO €VEPYEIOC Kal avTiotpo@a. H dlduetpog Mo Kavovikng (Gaussian) 6éouno
KaBopiletal cav T OIGUETPO OTOUV N I0XUG Tou laser TIEQTEL OTO I/eA n oo lle g
OVOUOOTIKNC TNG TIUAC. H SIAPETpog NG dEoung Touv Kabopiletal ye Baon tnv Tun l/e2 g
OPXIKNC 1o0X00C TIEPIEXEL TIEPIOCOTEPO aTIO TO 80% TNG OPXIKAG EVEPYEIOG, EVW QUTH TIOU
KaBopiletal pye Baon TNV TP /e poAig mou uTtepPaivel To 60% TG ApXIKAC evépyelac. ‘ETol

TIPOTIYATOI N JIGETPOC TToL opidetal amd To 1/e2 Tng apXIKNG 1ox0OC Tou laser.

2.2.2.4 H 6¢on 10U onpeiov eotioonc

H 6¢on tou onueiov eotioong Taidel oLCIACTIKO POAo oto PBabog dieicduang epOoov
eTNPEAdel AUECO TNV TTILKVOTNTA 10XVOC Tou laser. Otav 10 onueio eatiaong Bpioketal MAvw
aTo TNV ETIQAVEIO TOU UAIKOU, OULEAVEL N ETUQPAVEID TIPOCTITWONG TN OE0UNG ME OTIOTEAECHA
Vo aUEAVEL N JIAPETPOC TNC TIOU CLUVETTAYETAI HEIWOT TNE TTUKVOTNTACG IoXVoC. ‘Otav T0 onueio
€oTiaong PpPICKETAl PYECO OTO UAIKO, LTIEICEPXOVTOlI OUCOMEIWCEIC OTNV TIUR TOu Pdaboug

dleicduong. EKTipatal BEATIOTO anpeio eatiaong KOVTA oto 1mm KATw amo TNV ETUPAVEID TOU
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UAIKOU[2]. 210 oxnua 6 aTtelkovidetal To TIPO@IA TN Aihvng oLYKOAANONG O€ OXECn HE TN
Béon tov onueiov eatiaong g déoung. Mevik& n Béon TOU Onueiou eoTioong dgv eival
TIPOKOBOPIoUEVN EQPOCOV EEAPTATAL OTIO TO TIAXOC TOU TIPOG GUYKOAANCH TEPOXIOL Kal TNV
Iox0 Ttou laser. ‘ETol amaitoOvial KABe @opd OpPKETEC OOKIUEC bead on plate  yia va

TIPOGOIOPIOTEI N BEATIOTN B€0n TOL COnuEiov eoTtiaong.

+4.5

+2.5

ZxNua 6. Mpo@iA TNG Aiuvng OLYyKOAANGCNG o€ oxéon He Tn Oéon tou onueiov eatioong NG
déaunc((X)z2 laser 5kwW, 16mm/sec)|l]

2.2.2.5 To TIpOCTATELTIKO 0EPIO.

2€ TIOAEG GUUPBATIKEC PHEBOOOUC GUYKOAANTCEWVY 1 XPOTN TOU TIPOCTATEVLTIKOU AgPiov
gival ammapaitt I KAl n ouUyKOAAnaon de laser dev aroteAei pia e€aipeon To TIPOCTATEVUTIKO
OEPIO  XPNOIUOTIOIEITAI OQEVOC GTNV €E0VBETEPWAN TOL TIAAGHATOG TIOU oXNMOTIZETAl TTAVW
amo TNV keyhole Kal a@ETEPOL CLVTEAEL OTNV TIPOCTACIO TNG CUYKOAANGNC aTIO TNV 0&Eidwan.
To TAAGCPO PTIOPEI VO ATIOPPOQNCEl PEPOC TNG OKTIVOPBOAIAg Tou laser Kal Tautoxpova va
OlOCKOPTIICEL TN OE0UN PE OTIOTEAECHO TNV OVOTIOQPEUKTN pEiwon ato Babog disioduong.

To apvnNTIKO OUTO ATIOTEAECHO TOUL TIAACHOTOC TIEPIOPIZETAl PE TNV XPron adpavwv
agpiwv Tov £xouv LPNASG dUVOUIKO 10VICPOoU. 'ETal To NAIO (He) TIPOTINATAL VIO GUYKOAANCEIC
pe laser aveEdptnta amod v VWNAN TIUA Tou oTnV ayopd. OTw¢ @aivetal amd To oxnua 7 n
dlagopd TIOU  Tapatnpeital oto  Pabo¢ dieioduong KATA TNV XPron  JlA@OPETIKWV
TIPOCTOTEVTIKWY AEPiwV gival anuavtikr). Qotdéco kKatd Tov Alexander[2] 1o aépio apyd (Ar)
TIAPEXEl PMEYOAUTEPN TIPOOTOCIO amo OTI TO NAIO, OTAV N CUYKOAANGCN TIPAYUOTOTIOIEITAI O€
VPNAEG TaxLTNTEG (OXNpa 8). AuTO Baagiletal aTo yeyovoc OTI TO TIAAOUO £XElI TOCO BETIKI 000
KOl apVNTIKN ETOPACN OTNV amoppoEnaon tng okTivofBoAiag. Otav 1o TAACUA gival Kovta

oTnVv €TIEAVEIN TOL OOKIUIOL TIOU GUYKOAAATAL, 1 akOpa Kal péoa otnv keyhole, T10TE n
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ETMIOPOCN TOU Eival EVEPYETIKN. AVTIOETO OTOV OUTO OTIOPMOKPUVETOL ATIO TNV ETIPAVEIN

MTTAOKAPEL KOl OIOCKOPTTICEL TN dEQN.

mim

Renedts on Oco=

ZxNua 7. MetapBoAn tov Baboug dicioduong oe oxéon HWe TNV 10XL TOL laser yia SIAPOPETIKN

o0oTaanN TOU TIPOCTATEVTIKOU agpiou.

ZxNua 8.MetafoAn touv PBdaBoug Jdlcicduong oe oxéon PE TNV TAXVTNTA OULYKOAANGCNG Yia

TIPOCTATEVUTIKO aéplo He Kal Ar.
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2.2.2.6 H amoppo@nTIKOTNTA TOU UAIKOU

Onw¢ €xel poava@epOei n emitevén IKavoToINTIKOL Baboug dleicduon eEapTdTal
aueca amd TNV 10XV NG TPOCTIITITOVCAE AKTIVOBOAIag Tou laser. QOTOCO 1N IKAVOTNTO TOU
UVAIKOU VO OTIOPPOQICEl TNV EVEPYEID TNC OEGUNG TIPETIEL £TTIONG va AN@BOei voyn. ZOPewva
ME TOV VOUOo TOou Beer [3], n amoppdEnacn TNG TPOCTITTOUCOC 10XV0C aTd TO UAIKO JiveTal
aTo TNV OXEon:

I(z)=loexp(-az)

Otou 1(€) n TtLKVOTNTA 10XVOC a€ BABOC ¢ TOU LAIKOU, lo N OVOUOAGCTIKA TIUKVOTNTA 10XV0C TNG
0éouNng Kal a n amoppoenan f o ouvteAeotng e€aabeviong (I0NMcm).

‘Evag onpavtikog TtapdyovTog TIou ETINPEALEl TNV aTIOpPOPnaon Tng akTIVOBoAiag amo
TO LAIKO €ival n BgpUokpacia Tou LAIKOU. Z& BepuoKpacie TEPIBAAAOVTOC TO UAIKO UTIOPEI
VO OTIOPPOYPRCEl TIEPITIOL TO 4% TNG eVEPYEIOC TNC dEoung evog CO2 laser, ae BEPUOKPOTIEC
ENG 0 Pabuog amoppoEnaong aveépxetal oto 30%, evw o€ BepPUOKPATIEC EEATUIONC QPOAVEL
akopa kal 1o 90%. M’autd To A0yo Katd Tnv donuioupyia tng keyhole, o6mou 10 UAIKO
e€atpideTal eTUTVYXAVETAL TO PEYIOTO BABoC dicigduonc. 'ETAl CLVICTATAL N TIPOBEPUOVON TwWV
LVAIKQV TIPIV OTI0 KABE KaTEPYAaia OUYKOAANGNC UE laser.

ZnUelveTal OTl 0 Pabuog amoppoenong TNG OKIIVOBOAIag €ival avTiIoTPOPWC
avAAOYyog TOU MNKOULC KOPOTOCG OuTAG. Evdelktikd avagépetal oTi yia 1o Nd:YAG laser e
MNKog Kopoatog 1,00t n amoppo@nan yia Tov idlo XaAuBa sival 7,5 @opéC PYEYaAUTEPN aTIO

OT11 ato CO2 laser 6TIOL TO PAKOC KUMOTOC gival peyaAutepo (A=10,6 tnu)[3].
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2.3 SYTKOANHZEIZ ME AEXMH LASER
2.3.1 Mnxaviouoi cUYKOAANCNG

AvAAoya PE TNV TIVKVOTNTA I0XV0C TIOU TIOPOAUBAVEL TO VAIKO, Ol GUYKOAAARCEIG laser
uTIOPOUV va dlaXwPIoTOUV O CLYKOAANOEIC Pe aywyr (conduction limited welding) kou o€

OULYKOANACEIC TOTTOL keyhole (oxnua 9).

a) v LASER / b) \ LASER /
\ BEAM / \ BEAM /

LIQUID

Zxnua 9. O1 yop@eg ocuykOAANong a)Conduction kat b)Keyhole [11]

H GuykKOAANGN PE aywyn AQUBAVEL XwPa o€ XAUNAEC TIMEC TTUKVOTNTAC I0XVOC TIOU
Kupaivovtal Tiepimov ota 10 W/em . Kotd ) mpdomiwon ¢ aktivoBoAiag Ttou laser, n
EVEPYEID TNC OE0UNG METOTPETIETON CGE OegPUOTNTA OTNV ETIPAVEIO TOU ULAIKOU, 1N OTIoia
Beppaiveral MAvw amd v BepuoKpacia TENG, KAl PETAPEPETAl oTn Pala Tou e aywyr. H
METAdOON BepuOTNTAC HE aywyr] €TUOPA CNUAVTIKA OTn HoP@N NG AiUvng CUYKOAANoNC, N
oTtoia e€aptdtal dueca amo tov apiBuo Prandtl (Pr= KIvNUOTIKO 1EWOEC / POPIOKK] dldxuaon )
TOU UAIKOU. YAIKA OTIWG TO OAOULUIVIO PE HIKPOUC apiBuolc Pr=0,02 n Aipvn oLyKOAANGNG
EXEL NUICQAIPIKI] JOP@L KOl ETTTIEdN ETUPAVEIQ, VWO OTOUC XAAURBEC TTIOU XapaKtnpidovtal and
vPnAotepoug apiBuoug Pr=0,I dnuioupyeital éva uvméoKaua otV ETUEAVEIN KAl N Aipvn
OUYKOAANONC yivetal 1o pnxnf4].

Otav n TukvotNTa 1IoX0V0C AAREl TIMEG MeEYOAUTEPEC amo 106W/cm2 Kol pe Tnv
TIpoUTO0eon OTl N 10XVC Tou laser €ival peyaAluTepn omd kW tote AauPdvel xwpa n
OUYKOAANGN toTtou keyhole Katd tnv ottoia TtpoKaAeital EEATUION TOU UAIKOU HE GUVETIEIN
NV dnuiovpyia piag omi¢ (keyhole) otnv Aigyvn cuykdAANonG. H tieon twv dnuiovpyoluEVwY
OTHWV AOYW TNG EEATUIONC OTABEPOTIOIOUY TNV OTIN) AUTH N OTIoia €XEl TIC IBI0TNTEG PEAAVOG
owpatoc. H ot keyhole TtepiBAAeTAl OTIO TNYHEVO LYPO PETOAAO KOl QUTO HE TNV CEIPA TOU

aTo TO OTEPEDO LAIKO. H déaun tou laser kabwg eloépxetal atnv omr keyhole avakAdtal ata
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TOIXWMOATO TNC TIOAAEG QOPEC MEXPIC OTOU dIa@UYEL. TeAIKA Ttpoaeyyidovtag Tnv omr JE TO
MOVTEAO TOU PEAOVOC CWHATOC OXEDOV OAN 1 EVEPYEIQ OTTOPPOPATAl. TO yeEyovog aUTO UTIOPEi
va €XEl KAl OPVNTIKA OTIOTEAECUATO EQPOCOV O LAIKA PE LPNAO OEiKTN OaVAKAOCNG PE TNV
gEvapen dnuiovpyiag g keyhole n amoppo@NTIKOTNTA TOU LAIKOU auéavetal amo3% oe 98%
pE amotéAeapa Tdavr) {nUI& otnv dour TNG OLYKOAANGNC [2],

KoBw¢ mpoxwpdel n oUykKOAANan, n keyhole petagépetal eykdapaia dla PECOU TOU
VAIKOU, eV0 WOEl TO TNYPEVO PETAAAO TIPOC TO TTICW TO OTIOI0 CTEPEOTIOIEITOI TIPOKAAWVTAC TN
OUVEVWOT TWV U0 UVAIKWV. ZTO ECWTEPIKO TNC keyhole uTIAPXEl GNUAVTIKA TTOCOTNTA OTUOU
MEPOCG TNC oTtoiag BepuaiveTal Kol aoxnUaTideTal TTAAoPa. AUTOC 0 BEPUOC ATUOC TIAGGUOTOC
TIou avadveTal amo TNV keyhole ptopei va 0dnynoel o€ 10VIOUO TOU TIPOCTATEVTIKOU agpiov.
To 10vVIOPEVO aéplo TIEPIEXEl EAEVBEPA NAEKTPOVIO. ‘OTaV TA 1OVIOUEVA €idn EeTteEpvolV éva
OUYKEKPIUEVO apIBPO, TO oxXnNUATI(OPEVO TIAGCUA OXI HOVO ATIOPPOPA PEPOC TNC EVEPYEIOC TOU
laser aAAG eTtiong dnuiovpyei TIPOPANUOATO GTNV £CTIOCN TNG OECUNG, ME OATIOTEAEGUA TOGO N
aTt0d001N 000 KOl N HOoP@N TNG CUYKOAANONG va emnpedlovtal. Mo va PeiwBEei n apvntikn
OUTA €MidpOCN TOL TIAACMATOG, XPnoldoTtoleital aéplo NAI0 (He) ocav aéplo €AéyXou ToOU

TIAOCGOTOC.
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2.3.2 EVOANOKTIKEG TEXVIKEC EAEYXOUL TOL TIAACUATOC

MapoAo Tou n XPron Tou NAIoL €ival ETITUXNC KOl ATIOTEAECUOTIKN TO 131AITEPO
VPNAG KOOTOG Tou aegpiov otnv NOTIOOVATOAIKI] Agia Kal ol dlA@OoPOl TIEPIOPICHOI TNG
peBBdOL, 0w n aduvagio TPAYUATOTIoINCONG CUYKOAANoNC profile Kal o emnpeacuog tou
oxXnuato¢ Kal oupuTiepipopac tng keyhole améd tnv Tax0INTO EUEUONCNC TOL Ogpiov, 00NyNOE
OTOV EVIOTIIGHO EVOAAOKTIKWVY TEXVIKWVY EAEYXOU TOU TIAACUOTOC

O1 Tse, Man kaiYue HeAETNOOV TNV EMidpacn HAyvNTIKOU[5] Kol NAEKTPIKOU[6]
TEQIOL OTOV €AEYXO TOL TIAACMATOC KOTA TN GULYKOAAnGCn Me laser CO2 T1OU QVOEEIdWTOL
XO0ALBa AISI 304. H pébodog pe xprion payvnuikou Tediov Paciletal oto yeyovog OTl To
MOYVNTIKO TIEQIO MTTIOPEL va E€TIOPACEl OTNV TILKVOTNTA TWV NAEKTPOVILWV TOU TIAACUOTOG.
ZNUEIVETAL OTI 0 PLBUOC aTIOPPOPNCNG TNG OKTIVOPBOAIOG Tou laser amd 10 TAACUO KAl O
BaBuOC ATIOTIPOCAVATOAIGHOU TNCG OE0ouNnG auédvel KaBw¢ auEAvVETal TN TIUKVOTNTA TwWV
NAEKTPOVIWV TOU TIAACMATOG. Ta OTIOTEAECHOTA TWV EPELVWV EJEIEaV OTI 0t Hia PBEATIOTN
€vTaon Tou payvntikoU Tediov 1o BdBo¢ dicioduang av&dvel onuavtika (oxnua 10). Auto
MTIOPEl VO O@EIAETOl OTNV MPEIWON TNG TIUKVOTNTOG TWV NAEKTPOVIWY OT0 OUVWEPO TOU
TIAdopotoC. To oxnua 10 deixvel emiong TNV EMiOPAC TOU PAYVNTIKOU TIESIOL G€ JIAPOPETIKA
emimeda 10X00¢ a€ TaXVTNTO GUYKOAANGNC 750mm/min. H Omtapén tou payvnukoU Tediov dev
EMdPA ONUAVTIKA oTo PBdBo¢ dlcioduong ce XaunAd emimeda 10xX0OGC AOYyw TOU OTI O
OXNUOTICPOC TOU TIAAOUOTOG TIEPIOPICETal KOBWC MEIVETAL N 1oX0¢ Tou laser. H
OTIOTEAECHATIKOTNTA TNC PEBODOL EAEYXOUL TOU TIAACHATOC PE XPrjon HayvnTikoL Tediou givail
avAAoyn Tou peyEBoULC TOL TIAACUOTOC. ETumAéov To pEyioTo BABog dieiocduan ETTITLYXAVETAI
ge XOPNAEC TaXUTNTEC OCUYKOAANCNG OTAV N €VIACN TOU POyvNTIKOU TIediou TIaipvel XOUNAEC
TIUEC.

H péyiotn av&non oto Bdabog dicioduong 1o > TTapaTnPnONKe NTAV KATA 7% evw Ogv
ONUEIWONKE OonNUOVTIKA dla@opd OT0 €UPOC TNC AiUvnG OUYKOAANONCG. TElpapaTIKA
artoteAEgpaTa £0€1€av OTI Ol dIOPOPEC TN HOPEPr) CUYKOAANCEWVY TIOU TIpayHaToTIonénkav oe
OlOPOPETIKEC BIELOVVAEIC TOU PAYVNTIKOU TIESIOL ATAV TIOAU MIKPEC.

Mapoio mouv 1o PBaBog diciocduong uTopei va BeATIWOEL pe TNV Xprion HayvnTikou
Tediov, n BeAtioon autr gival YiKpr). QOTOC0 OTIWC TIPOAVOPEPONKE eV UTIEICEPXETAI [Eiwan
0T0 €0POC TNC AivNg oCLYKOAANGNG. TO Yeyovoc auto odnynoe otn diepelivnan TNE EMIOPACNG

NAEKTPIKOU TIESIOV[6] yia ToV EAEYX0 TOU TIAACUOTOC.

15

AvATITUEN Kol E@apuoyr ZuykoANNoewV Laser og ETiReATIopEVOLS XANLPBEQ



lMokouvpakn lwavva

ZxNua 10. Emidpacn touv payvnukoL 1ediov oto BaBog dieicduaong yia SIA@OPETIKEC TIMEG TNG

Iox0o¢ Tou laser (750mm/min)[5]

Ta aTmmoTeEAéCPOTA TWV E€PELVWY  €0€IEav OTI OE MIO BEATIOTN TIOPAPETPO TOU
NAEKTPIKOU TIediov To PBabog dleicduong UTopEl va av&nbei KaTd éva TTOCOCTO PEYOAUTEPO
armo 8% (oxnua 11).Auto cupBaivel yiOTi a@evog T NAEKTPOVIO ATIWOOUVTON AOYW NG
TIOPOUGIOaG TOU apVNTIKOU NAEKTPOSIOU KOl A@ETEPOL HEPIKA NAEKTPOVIO CULYKEVIPWVOVTAI
OT0 OeTIKO nAekTpodlo (| 1O OdokKiplo). H egiowon 1 degixvel OTI n TOTIKN TIUKVOTNTO
TIAGOUA 10C MEIWVETAl CNUOVTIKA OTaV T POPIO CUYKEVIPWVOVTA aTd €va PETOAAIKO GKPO

KUKAwPOTOC (probe) peydAwv d100TACEWVY.

nvVv )
= miA
T (1)
OTIOU N €ival N TILKVOTNTA TOU TIAACMOTOC,VY 0 OyKOC TOU TIAGOUOTOG, U N Tax0TNTO TOU
TIAAOUOTOC KOl A N ETTIQPAVEIA TOU JETOAAIKOU GKPOU TOU KUKAWWOTOG.
ETumAéov 0 apiBuog Twv NAEKTPOVIWY TIOU ATIOPOKPEUVOVTAL aTI0 TO TIAACUA auEAvVETaAl
ME TNV aUENON NG ETIPAVEING TOL PETAAMKOU GKPOU TOU KUKAWMOTOG, OTWC QAIVETAL OTIO
NV €&€icwaon TTou AKOAOUBEI.
n.c noc "eV )
4 | KT
OTIOL V €ival 0 apPIBPOC TWV NAEKTPOVIWY TIOU XTUTTOUV TNV ETTIPAVEIN TOL PETOAAIKOD GKPOUL
TOU KUKAWWMOTOG avd PovAada eTTIQPAVEIAG KOl avd povada Xpovou, no gival n TTUKVOTNTO ToU

TIAAOPOTOG, Ne N TIUKVOTNTO TWV NAEKTPOVIWV, e TO @OPTI0 TwV NAEKIpoviwv, Yp TO
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epapuolouevo duvauiko, k n otabepd Ttou Boltzmann, kol Te n Begpuokpacia Twv
NAEKTPOVIWV.

Z0P@WVO PE TIC TIAPOTIAVW EKQPACEIC N €QAPUOY NAEKTPIKOU TEdiou WTIOpEl va
MEIWOEL TNV TIVKVOTNTO NAEKTPOVIWV TOU TIAAOPOTOC TIoOU 0dnyeli Ot Meiwon Tou
TIPOOTOTELTIKOU POAOU TOU TIAAOWOTOC KOl KATA OUVETIEID OTnv avénon Ttou Bdaboug
dleicduong. Qotdéoo éva TIOAD 10XUPO NAEKIPIKO TIEDIO WTIOPEI va  MEIWCEL TNV
OTIOTEAECUATIKOTNTA TNG HEBGOOL. Z0P@wva pe TNV €€icwaon 3, n Kivnon twv Hopiwv
OQUEAVETAL YE TNV EVTOOT TOL NAEKTPIKOU TIEdioV. 'ETal, éva BETIKA QOPTIOUEVO 10V ETTITOXVVEL
OTNV KAteLOULVAOT TOU NAEKTIPIKOU TIEQIOL €VW €va OAPVNTIKA QOPTICUEVO 10V 1] NAEKTPO VIO,
ETUTOXVVEI OTNV aVTIOETN KatevBuvan.

dv
m—=¢eE
dt (3)

omouv m €ival n pala 1oL NAEKTPOVIou,V N TaXVTNTA TOU NAEKTPOVIOU, € TO (POPTIO TOU

nAekTpoviou Kal E n évtoon 1ou NAEKTPIKOU TIediou.

Zxnua 11. Emidpacn 1oL NAeKTIPIKOUL TIeEdiov o010 PABo¢ dlcicduong Kal oto eVPOC TNC
Alpvng ou  KOAANoNG(750ININ/niin, 2kwW)

YTIO TNV EMIdPOCGN TOU NAEKTIPIKOU TIEDIOU TO NAEKTPODIA ATIOPMOKPUVOLV €va aplBuo
QOPTIOPEVWY cwHaTIdIWV. TapAAANAa Opw, N OladiKaaoia 1oVIOPHoU TIapAyel TIEPIOCOTEPA
NAeKTpOVIa. Mg GAANa Adyla OTav N €VTaon TOUL NAEKTIPIKOU TIEdIOL €ival TTAVW OTI0 IO
Kpiolun TIPR, N TIPOCTATEVUTIKN €TOPOCN TOU TAAOMOTOC OULEAVEL PE APECN OCUVETIEID TN
peiwon Tou Baboug dicioduong (oxnua 11). Zto oxnua 11 @aiveral OTl KABWg T0 PAdog
dleicduong auv&Avetal ae XOUNAEG TIMEC TNG €vIaonG TOU NAEKTPIKOU TIEdiou, TAUTOXPOVA
TIOPATNPEITAl PEIWaN Tou €0POUG NG APVNG CUYKOAANGCNG, OTIOTEAEGUO ETIIBLUNTO VIO TIC

OUYKOAANCEIG YEVIKOTEPQ.
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2.3.3 H popon tng keyhole

Katd tnv akTivoBOoAIa Twv OKTIVWV laser, N KOTAVOUN Twv BEPUOKPAGIV OTO LAIKO
OTO OTI0i0 N aKTIVOPBOAIa TIPOCTIITITEl, €€APTATAIL OTIO TIC TUVONKEG AAANAETTIOPOCNC PMETAEL TNC
OKTiVOC TOU laser Kal Tou LAIKOU. Mo KABg LAIKO LTTAPXEL MIA TIPI TNE TTUKVOTNTAC IoXV0G NG
oéaung It [7], mépa amd tnv oToia apxidel va AauBAavel xwpa eEATUION TOU LAIKOU. ZUVETIQC OV
n évtaon Tng oktivag Tou laser gival PIKPOTEPN amo It, TOTE n BepUOKPATia aTnNV ETTIPAVEIQ
TOU UAIKOU O¢ Ba @TACEl aTa Mieda EATUIONC.

ZTIC OUYKOANNOEIC ME laser n HETAPBOON amMO T OUYKOAANGN HE Oywyn oOTn
OULYKOAANGN vwnAng diciocduang keyhole kaBopiletal amo ) TukvotnTa oxvog It. H keyhole
oxnuatietal péow NG €EATUIONG £TC1 WOTE va dlATNPEITal LYPNAN Tiieon AtPoL yia VPNAN
dleicduan otn GUyKOAANGN. MNopw amoé Tnv keyhole LTIAPXEL PO TIEPIOX TNYHMEVOU HETAAAOU

TO OTIOI0 OTEPEOTIOIEITAI KOBWC TO SOKIUIO TIpowOEital Pe €I0IKN dIATagn (oxnua 12).

ZXNUA 12. TXNUOTIKNA OTIEIKOVION CLUYKOAANGCNG LWNANG dicicduong t0TTou keyhole[8]

Ektipdtar 61t n oaktivoBoAia evog Nd:YAG laser xapoktnpidetal omd KOTavoun
TIUKVOTNTA IoX0V0C GUU@WVA e Tov Gauss, £T01:

2r2 4)
I(r,z) = 1(0,z)exp
R\z)
OTIOL €ival r n ammoecTacn 1oL Agova TNE OKTivag amd To TOTIKO onueio, z n amOCTOCN TOU
TOTIIKOU €TUTIEDOUL amd TO €TiMedo eatiaong tou laser, 1(0,0) n TTLKVOTNTA I0XVOCG OTO KEVIPO

NG d€oUNG Kal r(z) gival n aktiva Tng 8¢éaung oTto (-ETTTEOO.
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2€ éva aubaipeto (-eminmedo KABeTO aTov A&ova TOU laser, POVO TO UAIKO PECO OThV
TIEPIOXN TIOU TIPOdIOYPAPETAL ATIO TNV AKTiva r=rt(z) UTTopEi va @TAacel | va LTIEPREL TNV TIPN
It. ZUVETTIWCG Ta Opla TNG OTIAC ME OKTIVA r=rt(z) 010U €XEl ETUTEVXOEI N TTLKVOTNTA loXvog I ,
oKlaypag@oLv Tn poper tng keyhole 1 Tng oA N d1ATPNONG £POCOV Kal Ta dU0 QAIVOUEVA
Baailovtal aTIq idIEC PUTIKEG APXEC.
MNa va umoAoyioTei n okTiva rt(z) Tpémel va kavoTioleital n oxéon I(t.d)= n.E1ol,
AauBdvovtag uTtOYIV KAl TOUG VOUOUG OTITIKAG TOU Gauss TIPOKUTITEL OTI

r(z)= I[«<2(0) + (fe)1|n H (5)
' i 2 mil,[R“(0) + (6kf]

OTIoL 20 eival n ywvia eotiaong TN aktivag tou laser, E €ival n evépyela evog TTOAUOD TOU
laser kai n givai n dIAPKEIN TOU TIOAUOU.

H évtaon It Tn¢ aktivoPBoAiog UTIOpPEi va LTIOAOYIOTEL BewpPNTIKA 1] TIEIPAUOTIKA[8]. ZTnVv
TIEPITITWON TWV CUYKOANACEWVY N pop@r TG keyhole pmopei va uTtoAoyiotei amnoé tnv oxéon 5
OTIOU TTIAEOV N TTLKVOTNTO 10XV0C OEV €ival OUTA TIOU ATTAITEITAL yIO va €EATUIOTEI TO UAIKO
OAAG N TILKVOTNTA 10X0O0C TIOU ETTITLYXAVETAl OTO KOTWTATO AKPO TOU TIPO@IA Kal N TIPA NG
UTTOAOYIZETOl GUP@EWVA LE TN OXEON:

2E (6)

MO K IR\O) +{02)201

ETumAéov, av | BeopotnTa artoppo@ATal amod TO LAIKO [E OUOIOYEVH] TPOTIO TOTE N HOPEN NG

OUYKOAANGONG TIou oxnuaTtidetal eival opola pe tv popen tng keyhole.
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2.3.4 ATIOTEAECUATIKOTNTA TNC HEOOSOL CLYKOAANONG HE laser

O1 ouykoANqoelg TUTTIOV keyhole xapaktnpidovtal ano eEapeTika vPnAn dicicduaon n
OTIOIO €XEl ETUTELXOEI YETA aATO OTIOTEAECUATIKI aloTtoinon NG evépyelag tou laser. O
ouvneNg TPOTIOG avAaAuong TNE OTtOd00NC Eival XPNOIUOTIOIWVTOG OPOUC KOAVOVIKOTIOINUEVWV
TIOPOUETPWY.  Opidetal  AOITIOV  KAVOVIKOTIOINUEVN  TIOPAPETPOC TG Tax0INTag 1NG
OUYKOAANoNG o opog¢ Vw/k, 6mou V €ival n tax0tnNTa GUYKOAANoNG, W Eival 10 €0POG NG
Aipvng guykOAANoNg Kat k n BepUIKN dlaXuTOTNTA, EVW N KAVOVIKOTIOINUEVN TIAPAPETPOC TNG
Ioxvo¢ eival P/tK émouv P eival n 10x0¢ tou laser, t 10 BaBog dicioduong kal K n Bepuikn
OYyWYIMOTNTA TOU LAIKOU. AUTEC Ol 000 KOVOVIKOTIOINUEVEG TIAPAUETPOIl gival ge adIACT ITn
poper). H ouvaptnon ciopong Beppotntag opiletal wg A=Tf-T0+Lf/Cp omouv Tf eival n
Bepuokpaacia TNENG ,To n Bepuokpaaia TepIBAAAovTog, Lf n AavBdvouaoa Beppotnta tEng.

To oxnua 13 deixvel amoteAéopata omo SIAQPOPETIKA LUAIKA TIOU GUYKOAANBNKav pE
laser CO2 1ox0o¢ 5kW. Or dlaywvieg €uBeie¢ mou LTAPYXoUV OTO JIAypauua Kabopilouv
TT0G00Td TAENC TOU LAIKOU (aTtodoan TNENG-melting efficiency). H «amodoon méng» ekepadel
TNV BOepUOTNTO TIOU ATIAITEITOl yIO va TNXOei 0 OYKOC TOU UAIKOU Kol TIEPIAAUPBAVEL TIG
OTIWAEIEC OTIO AVAKAQGCN TN OKTIVOBOAIOC KOl TIC ATIWAEIEG AOYw aywyn¢ NG BepuotnTag
MOKPIA armd TN Aipvn OUYKOAANoNCG. OUuCIOoTIKA N «amedoaon THENG» eival éva PETPO TIOU
KaBopilel Katd 000 N JIABECIUN EVEPYEID TOL laser XpNOIUOTIOIETAL YIa TNV TREN TOU UAIKOU.
& LDAIKA pPE XauNAR BgpuIKr SlOXLTOTNTA OTIWC 0 AVOEEIdWTOC XAAURBOC N «amédoon TNENC»
uTtepPaivel o 70%. 'ETal TO0 70% TNG EVEPYEIOG XPNOILOTIOINONKE yia TNV Bépuavan Kai trién
TOU UAIKOU &vw Alyotepo amo 30% aTmmwAEcOnKe. ETTOPEVWCG N CUYKOAANGON UE laser uttopei va

BewpnOei cav pia TTOAD ATTOTEAECHATIKY PEBOBOC.

Power parameter, P/tKA
ZxAua 13. KavovikoToinuévn TaxUTNTO CUYKOAANGNG CUVOAPTNACEl TNG KOVOVIKOTIOIN-

pevng 1oxvog tou laser[9]
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H kaptOAn Swift-Hook[9] Tou oXuaTog LTTOJEIKVUEL EKTIUNCEIC TOU PEYIOTOL BAaBoug
dleicduong Ow¢ TiepIoPIdeTal Ao ATIWAEIEC AOYwW BEPUIKAG aywynC. ZTO TIAVW APICTEPO AKPO
TOU OXAUATOC N KAUTIOAN yiveTal TIAapAAANAN OTIC JIOYWVIEC EVBEIEC aE MO ATTOd0CN TIEPITIOU
ot0 48%. H Teploxn autl QVTITIPOOWTIEVEl €VA «KOBECTWEC» YPOUMIKAG HETAPOPAC NG
BepudTNTOC PE aywyr. AVTIOeTa 010 KATW apPICTEPO AKPO N BewpPNTIKN KAPTIOAN TIEQTEL O€
TIOAU XOUNAG ETTTMEdO TIMWV TNC «aTtodoong TNENG» OE MIa TIEPIOXN OToU N aywyn NG
BepudTNTOC YiveTal eKOeTIKA. EEAyeTal AOITIOV TO CUUTIEPOCHO OTI N OTT0d00N TG dladIKaaiag
au&avetal kabw¢ av&dvetal n 1ox0¢ Tou laser. Emeldn n «amddoon TENG» TouL laser eival
VWNAR, arautolVTal XaUNAOGTEPOL PLUBUOI TIPOCOWAONG BEPUOTNTAC aTIO OTI € AAAEG UEBOOOUG
OUYKOAANONG, OTIWG Ol OUYKOAANOEIC HME TOEo. H evépyela eival XaunAotepn Katd éva
mapdyovia  10. AUTO €XEl €va EUVEPYETIKO OTIOTEAECUA OTNV dlOTAPNCN TWV  HIKPWY
dlaoTAcewy NG Oepuika  eTnpealopevng {wvng, €va  ETIBLUPNTO  XOPOKTINPIOTIKO TwWV

OUYKOAANOEWV UE laser.
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2.3.5 MNapapgévouoeg TACEIC OTNV TIEPIOXN TNG CUYKOAANCNC

2ZTIC OUYKOANACEIC pe laser, n Tapoucio vPnAwv Bepuokpaciokwy dgradient otn
TIEPIOXN] TNC OULYKOAANONG TOOO0 KOTA Tn OIAPKEID TNG QAong tng Oépuavong 600 Kal g
WOENC €XEl WG ATIOTEAECHO TNV EUPEAVION HOVILWY KAl TIAPAPEVOUCTWY TACEWV HETA TO TIEPAC
¢ dladikagiag. H Tapoucia TOPOUEVOUCWY TACEWV OTNV €LPUTEPN TIEPIOXN TNC PAPNC
MTIOPEl VO €XEl W aTIOTEAECUO TNV Bpalon Adyw Poabupotoinong, tnv o1adocn PNyHATwY
AOYW KOTIWONC TOU UAIKOU 1 Kal OOMIKA aoTABela. Zuxvd, OTav n BePUIKN KATEPyAoia ot
OUYKOANNGEIC €ival QVEPIKTN, AOYW EAAEIPNG TIANPOQOPIwY, YIVETAL N LTOBson OTI Ol
TIOPOPEVOUCEG TACEIC Eival EQEAKLOTIKOU TOTIOU KOl TNG TAENG tou opiov diappong. H
METPNON TWV TIAPAPEVOUCWY TACEWV EXEl TIEIPOUATIKOUC KOl TIPOKTIKOUG TIEPIOPICUOVG. Me
MN KOTOOTPETITIKEG OIOSIKATIEG UTIOPOUV VA UTTOAOYICTOUV POVO Ol ETIQPAVEIOKEC TACEIC EVW
XPNOILOTIOIVTOG KOTOOTPETITIKEG PeEBOdOUC dev PTIopei va Teplypd@sl pe akpifela 1o
TPIodIACTATO TIEDIO TWV TACEWVY .IMTI" AUTO TO AOYO €va HOVTEAO TIETIEPACHEVWV OTOIXEIWVY iIGwC
MTTOpPEi va dWael ADCT GTOV UTTOAOYIOHUO TWV TIOPAPEVOUCWY TACEWV.

OTw¢ €xel Tipoava@epBei OTav n TTLKVOTNTA I6XVOC TOL laser TIAPEL EEAIPETIKA LPWNAEG
TIMEC AapBAvel X@Wpa OUYKOAANGn tomou keyhole. O1 BepuOKPOCIEC OTO ECWTEPIKO TNG
keyhole pmopouv va @tdcouv Toug 20000°C. Katd tnv SIAPKEID TNC CUYKOAANCNG UTIAPXEL
I00pPOTIiO HETAED TNC TIECNC TOL ATUOTIOINUEVOU PETAAAOUL, TO OTIOI0 TEIVEL va JIELPUVEL TNV
0TI, KAl NG LOPOCTATIKNAG TIiECNC TOL LYPOTIOINUEVOU HETAAAOL, TO OTIOIO TEIVEI VA KAEICEL
Vv orr. Mia e&idavikevon ToU TIPOPANMOTOC TWV TIAPAPEVOUCWY TACEWV EUTIAEKEL TIOANOUC
ETIIOTNUOVIKEG apxéC. To oxnua 14 odeixvel v auolBaio emppory ota Tedia Twv

BepPOKPOCTIQV, TWV TATEWVY KAl NG HIKPOJOUNC.

Zxnua 14. ApolBaia emippor] ota TEdia Twv BEPUOKPACIWV, TWV TACEWV KAl TNG MHIKPO-

doung[10].
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H apibunon twv BeAwv €xel To €€NC vonua.:

1. Ol petaoxnUaTIouoi Twv eAcEwv aTouC XAAUReg kaBopidovtal amo v Bepuokpaacia.
AULTO eival @avepo amd ta dlaypdupata CCT kal TTT ta OTIoia EUTIEPIEXOLV TIC
OPXIKEC KO TEAIKEG YPOUUEG HETOOXNMOTIOUOU, G €va ETTITIEDD XPOVOU-BepOKpaaTiag,
amo TNV WOTEVITIKN QACN OTNV TIEPAITIKI], UTTAIVITIKN ] MOPTEVOITIKA @Acn avaioyad
ME TOV puBPO YOEnC.

2. Katd 1 OIApKEID MPETOOXNUATIONOU TwWV @ACEwv 1N AavBdvoucoa Begpudtnta
OTIEAELOEPWVETAIL.

3. H 0©épuavon kal POEN TOL ULAIKOU ONUIOLPYOLV BEPUIKEC TIOPOUOPPWAEIC HE
OTTOTEAECHO TNV EUPAVIOT TIAPALEVOLCWY BEPUIKWV TAGEWV.

4, H €&EAIEN OTO TEDIO TWV TACEWV UTIOPEL va 0dnynaoel oe BepUIKN dlAXLon HECA GTO
UAIKO.

5. Kd&Be @don petaoxnUaATIoPoD Eival pia Ty TIOpouop@®aong HECO GTO LAIKO. AUTO
O@EiAeTOl KUPIWG Ot dlAPOPEC OTNV TIUKVOTNTO KOl OE OUTO TIOL  KOAETal
TIAQOTIKOTNTA  PETACXNUATIOHOV  dnAadry TNV €UQAVION  HOVIHWY  TIAOCTIKWV
TIOPOUOPPWOEWV PEGO OTO LAIKO KATA TN OIAPKEID TOU PETAOXNUATIOMOU LTTOKEIMEVEC
o€ TACEIC TIOAD KATW aTto T0 6pI0 SI0PPONG.

6. H Omapén un pNdevIkoUL TEdioU TACEWY ETINPEEALEL TNV KIVNTIKI TOU PETACXNUOATIOUOU
TWV QACEWV OLEAVOVTOC ] MEIVOVTAC TOV XPOVO «ETIWOONG», TL.X TNV 0¢an Twv
VPOUMWY  HETOOXNUATIONOD TIOU  €XOoUV  TIpoava@epBei  kal  Toug  pubuoug
METAOXN MOTIOHOU.

NAOYyw TOU Yyeyovotog OTI Ot UWPNAEC Beppokpacieg, Ta MPETOANO  gu@avi(ouv  HIa
TIpoKaBopIoPEVOU BaBuol €EAPTNON OTO TNV TIAAGCTIKY CUMPTIEPIPOPA, N €&I0OVIKELON TOU
TIPOBAAPATOC LTTOOETEI EAACTOTIAACTIKI] CUUTIEPIPOPA YIa 0 ipUOKPATiEC KATW aTo Ta 2/3 TN¢
Bepuokpaaiag TNENG Kol pia IEwd0-eAACTOTIAACTIKY (elastoviscoplastic) cuuTepipopd o€
BepuoKpaaieg HEYaADTEPEC OTIO ALTAV TNV TIUN.

ItaAoi emiotpoveg[10] eméAe€av éva BEATIOTO TIAEYUO ICOTIAPOUETPIKWY OTEPEWV
OTOIXEiWV KATW armd TNV KIVOUPEVN deoun tou evog AVCO- EVERETT laser 12kW, v
KaBoploav TNV avarmapdoTacn TN TNyNS KAl TIC OWOTEC OUVOPIOKEC GUVONKEG. AOYw TNG
CUHMETPIOC w¢ TIPOC TNV PA@H] TNC GUYKOAANCNC POVO TO VA KOMMUATI TOU UAIKOU avoAUBnKE,
TTAvta he v mpolmébeon OTl Ta 000 KOUUATIO TOU LAIKOU UTIOPOUV VO CGUYKOAANBOUV
EVIEAWC. H Ttax0INTO OULUYKOAANGCNC Ntav 25mm/s. To UVAIKO TIOU XPNOIKOTIOINBNKE nTav
xO0AuBag AISI304 kal ol dlooTACEIC TOU OOKIMioU 1000x40x10mm . To MEYAAO HNAKOG TOU
QOKIPioU KaT& TNV X-KAtebBLVON EYKEITAl OTNV aVvAYKn va An@Oolv TIANPoQopiec Tou
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0@OPOUV OOMIKEC TIAPAMOPPUWAEIC TOU OOKIUIOU, OTIWG METATOTIICEIC KOl TIEPICTPOPEC TOU
METGAAOL BAONC Kal vo UTTOPOUV va dIaXwPICTOLY OTtd TIC OVOTIOPEVKTEG TIOPAUOPPWOEIS
KOVTIA& o1 po@r. Ta amOTEAEGHATA NG €Peuvacg £O€IEaV OTI KOTA TN JIAPKEIN TOU BEPUIKOU
KOKAOL (Béppavon-Poén) avarmtdooovTal HPEYAAEC TIOPAUOPPWOEIC OTNV TIEPIOX TNG
OULYKOAANONG. XT0 oxnua 15 @aivetal N akoAouBia TOU TIOPAPOPPWHEVOL TIAEYHOTOCG KOTA TN
OIAPKEID TNG OLYKOAANGNG. H XApaKINPIOTIKA OI0CTOAR TOU HETAAAOL AOYyw TNC IOXUPNC
Béppavang mou Tapdyetal and v dEcun Tou laser eival @avepr] KATW amo TNV TNyh
BepuoTNTAC, TNG OTIoIOC N B€an BPIioKETAI EKEL OTIOL TA TIETIEPACUEVA OTOIXEID TOU TIAEYUOATOC
€XOUV ULTIOOTEl peydAov [oBuoly TopauopPwaon. H okoAouBio TOU TIOPAPOPPWHEVOU
TIAEyMOTOC OEiXVEL TNV UN OUOIOMOPEN CUGCTOAR Kal OIOCTOAR TIOU OQEIAETAl GTA LWNAG

Bepuokpaalaka gradients o€ P MIKPH TIEPIOXN YUPW OTIO TO TNYHUEVO PETOAAO.

ZxXNua 15. AKOAoLBIa TOU TTAPANOPPWHEVOL TIAEYHOTOC KATA TN SIAPKEIN TNG GLYKOAANoNC[10].
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210 oxnuo 16 @aivetal OTI LTIAPXElI GUVOAIKN TIAPAUOPPWON Tou OdoKiyiov. H
TIOPOUOPPWON aUTA CuvioTaTal 0TI HIO TIPOCWPIVI TIEPIOTPOPN AOyw TNG BEpuavang
MTIPOCTA OTIO TNV KIVOUPEVN TNy O€puoTNTAC TOL laser KAl amo Wia YETATOTIION KAOETO OTO
EMITIEd0 TNC CUYKOAANONCG. H peTatoTiion €xel peyebuvOei 100 popéC o€ AUTO TO OXNUA YId Va

yivel opatn.

pgr-.

+f+ 0 LLL

ZxNua 16. Mapapop@Pwaelg Tou doKIUiou[10].

To oxAua 17 arelkovidel TI TTOPOPEVOUCEC TACEIC EyKAPOIA OTNV YPOUUN TNG GLYKOAANONC.
Ol PYEYIOTEC TIAPAPEVOLCEG TACEIC EU@AVIC.VTOI KOVTIA GTa Opla TNG BepIKA emtnpealduevng
(wvn  O1 TPEC auTEG €ival LYNAEG AOYyw @aIVOUEVWY OK Afpuvong (strain  hardening
phenomena) kal Adyw TwV 1I0XUPWV PNXAVIKWV IO10TATWY TOU XGAUBO TIOU XPNOIKOTIOONKE.
MapoAo Tou N dIAaPNKNG KABETOC GLVICTWAOA TNG TACNC LTIEPPAIVEI TO BPIO PONC Yia coPBapolg
OUTOTIEPIOPICHOUE TOU €AACUOTOC KOTA TN dlevBuvan auth, eEaKOAOLBEl va BpioKeTal KATW

aTo 1o O6plo Bpaviang.
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Residual Stresses (GP?.)

Zxnua 17. Napapévouoeg TACEIC EYKAPTIA OTNV YPOUUN TNG OLYKOAANGN[10].
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KE®AAAIO 3
NMEIPAMATIKH AIAAIKAZIA

3.1 MEIPAMATIKES >YITKOAAHZEIZ-bead on plate

O oKoTIog TNE TTapolOAC pyaaiog, NTOV va TIPOCdIOPIoTEL N ETIOPACN TWV CUVONKWVY
OUYKOAANGONC pe laser (1ox0¢ tou laser, TaxutNTa ocdpwong, 6¢on anueiov eotioong) oto
BdBo¢ dicicduang, To pEYEBOC NG AiUvng GUYKOAANONG, TNG BEPUIKA eTtnpealopevng {wvng
KOl TNG MIKPOOOUNG Of TIEIPOUOTIKEG OUYKOAANCEIC laser Tou TrpaypoToToménkav otnv
ETIIQPAVEID TOL NdN ULTIAPXOVTIOC KUAIVOPOUL. 'ETIEITA Ol BEATIOTEC TIEIPOMUOTIKEG CUVONKEC
EQAPUOCTNKAV YIO TNV CUYKOAANGT GUUPBOANC TOU KUAIVOpOU.
ZOU@WVA PE TO ATIOTEAETHATO TNG XNMIKAG avAAUCNG, 0 KUAIVOPOG €ival KOTAOKEUOOUEVOQ
amoé UAIKO SAE8735 (BA.mivaka 2). To maxo¢ tou eivar 6,1mm. O XGAuBoa¢ autog
KaTtatdooetal otnv Katnyopia Ni-Cr-Mo Steels kal Bewpeital emiBeAtiwpévog xdAuvpag. O
POAOC KAOe KpOUOTIKOU OTolIXeiov €ival ONUOVTIKOG KOl KaBopilel tnv  HPNXOVIKN
CUUTIEPIPOPA KOl TIC IDI0TNTEG TOL XAGALBa. Ma Tapdadelyya 10 Mo Kai To Cr Bondolv otnv
avénon tng epparmtotntag, To Ni atnv avgnon g duoBpavoTdtnTag, evw n LTIAPEN Tou Mn

EYKEITAL TNV avAyKn déoUeELANC TOU S.

Mivakag 2. XnNuik cbotacn XaAuBa (%eK.B)

C Si Mn P S Cr Ni Mo
0,34% 0,28% 0,78% 0,013% 0,005% 0,5% 0,48% 0,21%

Mponyoluevn PEAETN cuvadEA@ou [12] Tteplypdgel Ta TIPpWTa Tteipdpota bead on plate
TOU £yIVOV YIO TNV OUYKEL PIUEVN E€QOPHOYH, TO OTIoi0 TIPAYUOTOTIONBNKAY OE Ol JEia
eatiaong +7mm €w¢ +9mm omo TNV €TIEAVEID TOU LAIKOU. XTa TIAQICIO TNG TOpoUaaq

gpyaciag TpayuoTomomenkav véa TIEIPAUOTO O XOUNAOTEPO onueia eoTioong ta oroia

ZXAMa 18. TXNUATIKA avartapdotaon cuyKOAANnong bead on plate
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H mpayuoToTtoinon Twv VEWV TIEIPAPATWY £YIVE O0Ta epyacTtrpia Tng EBETAM pe v
BonBesia plag déoung laser 1500 Watt, XpnOIUOTIOIVTIAG TIPOCTOTEUTIKO Qéplo He Kal
METABAANOVTOC TNV TaXVTNTA 0APWONG Yia SIOQOPETIKEC TIUEC TOU ONEiOL eaTiaong Kal g
Ttieon¢ Tou agpiov. H oxnuaTtikn avamopdotaon TG oLYKOAANnaong bead on plate @aivetal ato
oxAua 18. O1 TIEIPAPATIKEC GUVONKEC TIOL XPNCIUOTIOMenKav TtapouaidlovTal avVOAULTIKA OTOV
TIivaka 4. ZnuelwveTal OTI N 10X0¢, TIapEPEIVE oTaBEPN oTnV TIPN Twv 1350 Watt og OAeq TIG
TIEIPAUOTIKEG GUYKOAANCEIG..

Omw¢ @aivetal Kal omo TNV apibunon Tou Tivoka 4 TIpayuoToTIononkav 28 «pa@Eg»
oTnNV ETIPAVEID TOU KUAIVOPOUL, MPETARAANOVTOC KABE POpa TIC CUVONRKEC GULUYKOAANONG. To
ETIOUEVO PBAua Tav N €€aywyr] IGAPIBUWY PETAAAOYPAPIKWY OOKIUiWV, N TIPOETOIYATia KAl N
MEAETN TWV OTIOIWV TIpAyUOTOTIONONKE OT0 Epyactnpio twv YAIKWV, XPNOIUOTIOIWVTOC

O1000XIKA TOV €EOTIAICUO TIOL QAIVETAI OTOV TTiVOKA 3.

Mivakag 3. EE0TIAIOUOC TIOL XPNCIUOTIOINONKE

1.KoTmn doKIuiwv Struers Labotom

2. EyKIBwTIopog Struers Prestopress-3
3.Aeiavan Struers Knuth-Rotor 3
4.ZTiABwaon Struers DAP-V
5.Xnuikn mpocofoAn  Nital 10% kai 2%
6.XTEPEOTKOTIIO Leica Wild M32Z
7.MIKpOOKOTIIO Leica Aristomet
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Mivakaog 4. ZUVONKEG TIEIPAUATIKWY CLUYKOAANCEWV

A,‘/A loxug ol;:/ié;)\;\?]?nc sori(r;l:]eclo(f.p) Aépl,o
OUYKOAANONG (Watt) (mm/min) (mm) Tipootoaiog He

1 1350 320 1 2 bar
2 1350 200 1 2 bar
3 1350 400 1 2 bar
4 1350 600 1 2 bar
5 1350 800 1 2 bar
6 1350
7 1350 200 1 4 bar
8 1350 320 1 4 bar
9 1350 400 1 4 bar
10 1350 600 1 4 bar
11 1350 200 3 2 bar
12 1350 320 3 2 bar
13 1350 400 3 2 bar
14 1350 600 3 2 bar
15 1350 800 3 2 bar
16 1350 200 3 0.5 bar
17 1350 320 3 0.5 bar
18 1350 400 3 0.5 bar
19 1350 600 3 0.5 bar
20 1350 800 3 0.5 bar
21 1350 200 0 2 bar
22 1350 200 0,5 2 bar
23 1350 320 r.,5 2 bar
24 1350 200 4 2 bar
25 1350 320 4 2 bar
26 1350 400 4 2 bar
27 1350 600 4 2 bar
28 1350 800 4 2 bai
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3.2 SYTKOAANHZEIZ SYMBOAHXZ

Id10iTEPA ONUAVTIKO yIia TNV ETUTUXN EKTEAECN TNG GUYKOAANGONG €ival n eTtitevén
IKavoTtoINTIKoU PBaboug dlgicduonc. N autd To AGY0 E€ylve TIANPNG TIOPAMPETPIKA MEAETN, N
OTIOI0  TTOPOUCIAJETOl OVOAUTIKG OTO ETIOPEVO KEPAAAIO, OTIOU HETPrOnKav Ta  Bd6n
dleicduong KaBw¢ eTiong Kail To EDPOC TNG AiPvNg oLYKOAANCNC. Me Baaon Ta d00 auTtd PeyEon
TIPOGAIOPICTNKOV Ol GUVONKEC YIO TNV CUYKOAANGN GUUBOANC TOU KUAIVOPoU. ATIO TO oUVOAO
TwV OOKIMIWV TIOU TIPAYHOTOTIONONKAY, ETUAEXTNKAV OUTA PE TO PEYAAUTEPO duvatd Pabog
dleicduong yio TNV GUYKOAANGCN TOU KUAIVOPOU TAXoug 6,1 mm Kal T0 MIKPOTEPO OLVATO
evpoc.

Me Bdon Aoitdv auToO TO KPITHPIO ETIIAEXTNKAV Ol CUVONKEC TwV JOKIYiwV 8 Kal 22 yia
TNV OUYKOAANGHN OUPBOANG TOU KUAIVOpou. ETmedry n dlaBéoiuyn 10X0¢ Oev €TMETPEYPE TN
dnulovpyia CLUYKOAANGEwWV TIANPOUC dlgicduaong, OTwC TIPOEKLPE KAl aTio Ta Ttelpapata bead
on plate, AmMO@OCIOTNKE N EKTEAECT OUYKOAANGEWY GUPPBOANG YE dUO AVTIKPIOTA TEPATUATA
N déouNG Ao TNV ECWTEPIKI KOl TNV EEWTEPIKI TIAEUPA TOU KUAIVOPOUL OTIWG QAIVETAl GTO

oxAua 19 Tou avurtpocwWTIEVEl YIOl AETITOUEPEIN OTO ONUEI0 CUPPBOANG.

{
ZXAMa 19. TXNUATIKI avoTIapAoTacn CUYKOAANONC CUPBOAACG

OTw¢ TIPOOVAPEPONKE, Ol BEATIOTEC CUVONKEG YIO TNV CUYKOAANGTN GCUMPBOANC eival
OUTEC TwV OOKIPiwv bead on plate pe apiBuo 8 kai 22. Mpayuatoromdnkav Aoirév d0o
OUYKOAANCEIC GUUPBOAAG Ol OTToiEC agloAOYNONKAV PE PN KOTAGTPETITIKOUCE (padloypagia) Kol
KOTOOTPETITIKOUG ~ €AEYXOUC  (MOKPOOKOTIIKN]  €E£TACN,  MIKPOOKANPOWETPNGN, OOKIMN
EQEN’ WO0U). Ol CUVONKEC TWV CUYKOANNCEWY GUUPBOANC KataypA@ovTal atov Ttivaka 5. Ol

EIKOVEC TIOL OKOAOUBOUV OEiXVOUV TIC AETITOPEPEIEC TOU TIEIPAOTOC.
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MNa va mpayuatoroindei N oUYKOANGN GUMPBOANC, KOTOOKELAOTNKE IOIOKATOOKEUN)
TIPOKEIUEVOUL VA UTTOPEI N KEQPAAN TOU KUAIVOPOU va OTNPIXTEL KAl VA TIEPICTPOPEL KABETA aTod
N OE0uN Tou laser pe TANPN €AeyXOpevn TaxUTNTA. ZTNV €IKOVA | @AIVETAl TO TIEPOACUA TNG
O0E0UNC OTO TNV €EWTEPIKIN TIAEUPA TOL KUAIVOPOU, O OTIOIOC TIEPIOTPEPETAl HPE TAXUTNTA
200mm/min oOP@wWva pe To dedopéva ToL TTivaka 5. AvTioToixa otV €IKOVA 2 @aivetal T0

TIéPACUa TNE OEGUNG ATIO TNV ECWTEPIKI TIAEUPA TOL KUAIVOPOU.

Eikova 1. ZUyKOAANGCN OLUPBOANG 1, aTIO TNV EEWTEPIKN TIAEUPA TOL KUAIVOPOU.

Elkova 2. ZuyKOAANGH GUUPBOANC 1, OTIO TNV ECWTEPIKF TIAEUPA TOL KUAIVOPOUL.
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Mivakag 5. ZuvOnKeg CLUYKOAANNGEWY GUUPBOANC

A/A loY0 Taxvunta Jnueio Aéplo
OUYKOAANGNCG XVG OoLYKOAANong  eotioong (f.p)  Tpootaciog
GUMBOAY (Wath /mi H
MBOANC (mm/min) (mm) e
1 1350 200 0,5 2 bar
2 1350 320 1 4 bar
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KE®AANAIO 4
ATMIOTEAEZMATA KAI Z2YZHTHZH

4.1 EIZArQrH

O TIOIOTIKOG EAEYXOCG TWV CUYKOAANGEWY EXEL OKOTIO VO TIPOCOIOPICEl TIC EEAPTNMEVEC
METARBANTEC TIOU ava@EPONKaY aTnv TIapdypa@o 2.2.2. Ol eEapPTNUEVEC METARANTEG XOPOKTN-
pidouv Tov BaBPO eTTITLXIOG PIOC CLUYKOAANGNC, TO OTIOI0 TEAIKA Eival Kal To {NTOUUEVO.

MpoKeiyEvou va eAeyxBei n TTOIOTNTA PIOC OUYKOAANTIC KOTOOKEUNC XPNOIHMOTIOI00-
VTOI OPKETEC PEBODOI CUHUQPWVA E OLYKEKPIYEVEG TIpodlaypa@eg (DIN, ISO k.a). H spapuoyn
NG EKAOTOTE PEBOOOL €EAPTATAI OTIOKAEIOTIKA OTIO TO PEYEOOC TIOV ETTIIBUPOUE VO UTTOAOYi-
OOUE N TNV 1310TNTA TIOU BEAOULIE Va EAEYEOULE, TA OTIOION KOl OTTOTEAOLV KPITHPIO aTtoppIPing
1l amodoxn¢ TNG KATOOKELNAG.

Ta KuPIOTEPO HEYEON TIOLU XOPAKTINPI(OUV TNV TIOIOTNTO KAl ETTOYEVC TNV ETUTUXIA
MIag¢ GUYKOAANGONG, €ival o BAaBog dleioduong, To TAATOC TNG BEPUIKA eTINpealopevng {wvng,
N Hoper ¢ AiUvng oLYKOAANGNC, 1 UTTAPEN TUXOV OTEAEIWV I CEAAUATWY OTIwC TIOPOL, PrY-
pOTa, EYKAEICHOTO KTA. KOBWE ETTIONG Ol NXOVIKEG 1IO10TNTEC KO 1N MIKPOAOWUN TOU UAIKOU. TMa
TOV TIPOCOIOPICUO TWV TIAPATIOVE HEYEBWV Kol XOPAKINPICTIKWY, XPNOIUOTIoIo0VTal KOTO-
OTPOPIKEG KOl YN KOTOGTPOPIKEC DOKIPEG, Ol OTToieC €€eTAIOVTAI OTIC ETIOPEVEC EVOTNTEC.

210 GXAMO TTOU OKOAOULBEI TTaPoLCIAZOVTal TA YEWMPETPIKA XOPOKTINPIOTIKA 1] OANWG

Ol KPIOIPEC TIEPIOXEC TNC CUYKOAANCNC, TO OTIOIO AVAEPEPOVTAl CUXVA TIC ETIOPEVEC EVOTNTEC

TOU TIOPOVTOG KEPAAIOU.

ZxNUa 20. M'EWUETPIKA XAPAKTNPIOTIKA TNG dnpIoupyolUEVNG OUYKOAANGCNG laser (I.'Eupog tNng
Aipvng ouykOAAnong, 2.Evpog NG Beppika emtnpealopevng {wvng, 3.BdBog diciocduong, 4.Mdxoq

eAACUATOR)
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4.2 ANMOTEAEZMATA MNEIPAMATIKQN SYITKOAAHZEQN
4.2.1 MeTtaA oypa@ia
4.2.1.1 E&Taon TNG MOKPOJOUNG

MNa TV POKPOCKOTIIKN €€€Tacn Twv JOKIUiwv bead on plate, T0 UAIKO TIpooBARONKe
XNUIKA pe dldAvpa vitpikoU o&o¢ (HNO3) oe aiBuAikr] aAKOOAN pe avaAoyia 10%.
AVTITIPOOWTIEVTIKEG POKPOJOMEG PAIVOVTAL OTIC EIKOVEC TIOU OKOAOUBOUV. & Kaveéva amd Ta
doKiula dev eTITELXONKE TIANPNC dlEigduaon. QOTOCO TTapPATNPEITAl dloPopOoTIoinan Tou Baboug
Oleicduong yia MIKPEC KOl PEYAAEG TaxUTNTEC GUYKOAANGCNC. ZTO OOKIPIo TNG €lKovag 4
TIapatnpEital 1Idlaitepa TepIopIoEVN dleicduan Kal autd O@EIAETal GTNV LWNAN TIUN TNG
Tax0TNTOG oapwWaong.(800Nirn/inin). Avtibeta oto OOKiUIo TNC €lKOvag 3, OT0 OToI0 N
TaXUTNTa odpwong eivalr HIKPotepn (320mm/min) 10 PdBog dlcicduong €xel av&nOei
ONUAVTIKA..

Ta amoteAéoPOTA QUTA €ival € CUPEWVIO PE TA OTIOTEAECUOTA TNG TIOPAMETPIKNG
MEAETNC TIOU TTAPOUCIALETAL OTNV ETIOUEVN evoTnTa. H €€dptnon avutr) tou BdBoug digicduang
amo TNV TaxXVTNTA CLUYKOAANGNG PTIopEi va €€nynBei AauBdavovtag LTIOYIV TO YEYOVOC OTI 000
MIKPOTEPN €ival N TaxXVUTNTA CUYKOAANGCNC TOGO PEYAAUTEPOC Eival 0 XPOVOCG OAANAETTIOpOONC,
0 oroio¢ opiletal amd TN OSIAPETPO TNG OEOUNG TPOC TNV TaXVTNTO OAPWONG. ZUVETIWC
TIPOGdIoETAN LYNAOTEPO TIOCO BEPUOTNTAC OTO LVAIKO TIOU €XEl WC OTIOTEAECUA TNV OVATITUEN
VYNAOTEPWVY BEPUOKPATItV. 'ETOL TO LAIKO €TTNPEALETAl BEPUIKA € EYOAUTEPO PBABOC.

ZTNV €IKOVA 3, N HOP@ TNG CUYKOAANGNG O&v TIAPATIEUTIEL GE OLUYKOAANGN keyhole
OAAG 0 GUYKOAANGT TOTIOU ayWyng, £@O00oV TO TIAATOC TNG Aivng cUYKOAANCNG €ival OpKETA
MEYOAO o€ OXEon MPE TV Oleiocduan. QOTOCO TO OOKIUIO TIOU OLYKOAANONKE UE PEYOAUTEPN
TaX0UTNTA TIOPOUCIALEl MO KOAN OXEan €v,000¢-Oleicduong. XAPOKINPIOTIKA Eival 1
ONUIOLPY X «HUTNG» OTO KATWTEPO CNMEIO TNG Aipvng, KATI TIOU UTIO INAWVEL TNV €vapén Tou
MNXovIGHoU oLyKOAAnong keyhole. To @aivopevo Ba pmopoloe va OULVEXIOTEI PE ATIOTEAECUO
NV paydaia avénon tou Bdaboug dicicduang av n dlabEaiun l(f;XL')CZTOU laser tav PyeyaAuTepn.

Mia onuavtikf JETARANTA TIov TIPoadlopilel TO PEYEBOC TNC Aiivng CUYKOAANGCNG Kal
TOUG puUBPOLG BEpuavong kol POENG, €ival o pubuog Tpdadoong BEPUOTNTAC TIOU AVOAVETOI
oTnV €MOPEVN evoTnTa. MEVIKA 000 LPNAOGTEPOC €ival 0 puBUOC TIPOCdOCaNG BEPUOTNTAC TOGO
XOUNAOTEPOC €ival 0 puBUOC WOENG Kal TOCO PEYOADTEPN N AlUvn CUYKOAANGNC.

Mia GAAN PETOAANOUPYIKI METARBANTA TIOL €TINPEAETOl A0 TOV PUBUO TIPOGAOONG
BepuoINTAC €'val Kol TO PEYEDOC TWV KOKKWV OTnNV TEPIOX TNG OUYKOAANong. ‘0Oco

VPNAOTEPOG €ival 0 pubUOC auTOg, TOCO PEYAAUTEPOC €ival 0 BEPUIKOC KUKAOC HE OUVETIEIN
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NV dnuioupyia XOVOPOKKOKNG OOUAC. XOPOKINPIOTIKA @aiveTal Otnv €IKOova 3, OTIoU 0
pUBUGG TIPOCdoaNg BepudTNTOC €ival vPwNnAOC (253J/mm), OTI TO PEYEBOC TWV KOKKWV OTN
Aipvn ocuykKOAANGONG €ival ca@w PEYOAUTEPO aTIO TO HEYEDOC TWV KOKKWV OTO JOKiuio 20

(elkOva 4), To 0TI0i0 GUYKOAAABNKE e XAUNAOTEPO PLBUG TIPpOGdoonC BepuoTnTag (101J3/mm).

Eikova 3. Makpodopn dokigiov 1: 320mm/min, f.p +lmm, He 2 bar

Eikova 4. Makpodopun dokipiou 20: 800mm/min, f.p +3mm, He 0,5 bar
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4.2.1.2 E&taon TNG MIKPOSOMNG

MNa TNV PJOKPOOKOTIKI €EETACN TwV OOKIYiWV, TO UAIKO TIPOCGPANONKE XNUIKA UE
SldAvpa vItpIKoU 0&éo¢ (HNO3) oe alBuAKI) OAKOOAN He avoAoyia 2%. H avdiuon g
MIKPOOOMNC €O0TIACTNKE OTA OOKIiYIa TIOU TOPATNPENONKE HeEYoALTEPN dleiocduon. H
OnNUIoLPYOUUEVN PIKPOdOUN €EapTATal aTtd TOV PpuBUO YOENC KOl KATA CUVETIEIO ATIO TO TI0CGO
€IlOPONG BePUOTNTAC. ZUVOTITIKA UTIOPEl va ava@epBei OTI oe KaBeuia amo TIC TIEPIOXEC TNC
OUYKOAANONG, OTIw¢ @aivovtal oTo oxnua 20 atnv €l0aywyrn Tou KE@aAaiou, Ttapatnprénkav
Ol OKOAOLOEC UIKPODOWEG:

MéEtaAro Bdaong: H petaAloypa@ia T >0 PETAANOU Bdong (eikdva 5), deixvel @eppitn
(AEULKEC TIEPIOXEC) KOOI AETITOKOKKO TIEPAITN (OKOUPEG TIEPIOXEC), OOMIN QAVAPEVOUEVN VIO
XOAUBO AUTAG TNG KATNyopiag e TToooato avOpaka 0,34%. 1o PETOAAO BAoNg TtapatnpEital
TO QAIVOUEVO TNG dlaoTpwHATwong (banding). To @aIVOUEVO QUTO OQEIAETAI OTNV €AOCN TIOU
UTIECTN TO UAIKO. Ol TTapaTNPOUHEVEC YPOUMUEC OQEIAOVTAI 08 CUCOCWPEVCN TWV KPOUATIKWY
OTOIXEIWV AOYW TNC KATEPYATIAG.

Aiuvti ouvkOAAnotic: Ztn Aigvn OULUYKOAANGNG N OOPEC TIOU ETIIKPATOUV Eival
Widmanstatten @eppitng (eikova 7), poaptevaitng (EIKOva 6) Kal g PJEPIKA OOKIUIa PTTAVITNG.
Mapatnpeital xovdpOKOKKN d0oun, €V Ol KOKKOIL gival TIPOCOVATOAITHEVOL OTNV O1EVBLVON
peTddoong tng Bepuotntag (eikéva 13).MoAD cuxvd otnv «pido» tNg Aigvng OUYKOAANGNC
LTIAPXOoLV TIOpOI (EIKOVEG 10 Kal 11). O oXNUATIOUOC TWV TIOPWV O@EIAETAI GUUPWVA UE TOV
Arata[4], oe amoAoU¢ KUUOTICPHOUG OTO KEVIPO OUYKOAANGoNG keyhole, otnv otoia apxikd
«TEQPTE» OXEOOV OAn n 10x0G¢ Tou laser. O1 KupaTIoPOi QUTOI AeITOUPYOUV cav BETEIg
EKPNKTIKNG OTUOTIOINCONG, OTEAVOVTOG €VO  «TUVVEPO» OTUOU OTNV AiUvn CUYKOAANGCNG TO
OTI0'0 TIAYWVEL UE TN HOPEN TIOpWV oTn «pilo» TNE Aipvng.

O¢collKaA emtTroeai ievrt Cchvn: Ztnv Bepuikda emnpeadduevn {wvn TapatnEol vial 3o
OlOPOPETIKEC TIEPIOXEC. H TIpWTN TtepIOXN TIOL BpioKeTal o€ an*a(pr’] ME TNV Aivn GUYKOAANGONC,
YVWOTH KAl WG PEPIKN {wvn TNENG, OTIOTEAEITAL OTIO TIARPN }JCXpTEt)GITIKI"] ooun (eikéva 9). Ol
vynAoi pubuoi YPO&ng eival n KOPIA AITiO TOL @AIVOUEVOU auToU. H delTeEpn TIEPIOX NG
OepuikG  emnpealduevng lwvng, TIoOU Ppioketal e emagn PE TO  PETAAAO  BAong,
XOpaKtnpidetal amo eEAIPETIKA AETITOKOKKN O0OUN KOl OTTOTEAEITAI OTIO PEPPITN PE TN HOPPN
OIOKPUCTOAAIKWV  TIAGKISIWY. Ta TIAGKidI auTtd oxnuatiovtal €medr ot OgpuIKa
emnpealopevn {wvn n Bepuokpaaia gival PIKPOTEPN ato OTI OTN Aigv CLUYKOAANCNG OTIOU 0
peppitng cival Widmanstatter. Ztnv eikéva 12 @aivetal n Bepuika emnpealopevn (Wvu o€

ETOQPN PE TO PETOAANO PBAong, OTIOL OTO OPI0 TWV 000 TIEPIOXWV SIOKPIVOUUE TIEPAITN Kal
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@eppitn. To @aivopevo Banding Tou Kuplapxei 0To HETAAAO BAoONG XOPaKTINPIZEl TN BepuIKA
eTnpeadopevn {wvn, HIOC KAl OUTO @AIVETOI EVTOVOTEPO OTAV TO LAIKO Beppaivetal (eikova
13). Z1nVv €IKOva 14 dlakpivovTtal cOLAQIdIa aTnV BepuIKA eTtnpealopevn (wvn. Ta couA@idia
gival evwaelg Bgiov Kal payyaviou yia Tnv omoyaKpuvan tou Begiov amo 1o PETaAAO. 'EXouv

oXAUa «@I310U» AOYW TNC €AACNC TIOU UTTECTN TO UAIKO.

Eikéva 5. (x200). Mikpodopur HETAANOL Bdaong, @eppitnc/TtepAitng
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Eikova 6. (x500). Maptevaoitng otn Aigvn ocuykOAAnong, dokipio 1: 320mm/min, f.p +Imm, He 2

bar

Eikova 7. (x500). Widmanstatten @eppitng otn Aigvn cuykOAAnong, dokiuio 16: 200mm/min, f.p

+3mm, He 0,5 bar
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Eikova 8. (x200). KuWéAeg otn Aigvn ouykOAAnong, dokiuio 16: 200mm/min, f.p +3mm,He 0,5

bar

Eikova 9. (x500). MapTtevaoitng otn Ogpuikd etnpealopevn {wvn-pepikn {wvn TRéNG, dokiulo 17:
320mm/min, f.p +3mm, He 0,5 bar
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Ekova 10. (x50). «Pifa» tng Aipvng cuykOAAnong, dokiuio 12: 320mm/min, f.p +3mm, He 2 bar

Ekova 11. (x500).01ég otn Aipvn cuykOAANong, dokiulo 18: 400min/miii, f.p +3mm, He 0,5 bar
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Eikova 12. (x200). ©OgpuiKa eTtnpealopevn {wvn C€ €TO@N PE TO PETOANO Bdong, dokiyio 13:

400mm/min, f.p +3mm, He 2 bar

Eikova 13. (x200). daivopevo banding atn Bgpuikd emnpealouevn {wvn, dokiuio 1: 320mm/min,

f.p +Imm, He 2 bar
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Eikova 14. (x500). ZouA@idia Tou payyaviou (Mn) otn Bepuikd e7inpealduevn Lwvn, dokKiyio 1:

200mm/min, f.p +Imm, He 2 bar
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4.2.2 TIOPOUETPIKI HEAETN

Idl0iTepa  ONUOVTIKO YIO TNV €TUTUXA EKTEAECN TNG OUYKOAANGONG €ival n €TiTELEN
IKovoTToINTIKOU Badoug dicioduong. M'auTtd to AGY0 £yIve TTAAPNC TIOPAPETPIKA MEAETN OTNV
oToia petpnBnkav ta Badn dicicduong kabwg emiong Kal 1o €0PoC TNG Aipvng oUyKOAANoNG.
Ta ATTIOTEAECUOTA TWV PETPIOEWV TIOPOVCIAovTal OTOV TTiVOKa 6.

To Babog dleicduong OTIC TIEIPAUATIKEG CUYKOAAACEIG beat on plate uTToAOYIGTNKE Ccav
Mla guvdpTnon TNE TaxLTNTAC oAPWaONG Tou laser Kai tng B€ong Touv onueiov eoTiaong ¢
O0E0UNG WG TIPOG TNV ETIPAVEIN TOL JOKIYiov. Ta armoTteAéouata didovTal ato dldypauua 1 yia
oedopévn 10XV Tou laser 1350 Watt. To Babog dicicduong yevikA auédvel Pe TNV taxLTNTO
odpwaonc. Auto uropei va e€nynOei Adaupdavovtag LTTOYIV TO YEYovOg OTI 000 HIKPOTEPN E€ival
N Tax0INTO OUYKOAANGNC TOOO HEYOAUTEPOG €ival 0 XPOvoC OAANAETIdOpacnG, O OToiog
opiCetal amo TN JIAPETPO TNG OE0UNG TPOG TNV TOXUTNTA COPWONC. ZUVETIWG TIPOCOIdETAl
VYNAOGTEPO TTIOGO BEPUOTNTOC GTO LAIKO TIOU €XEl WC OTIOTEAECUA TNV AVATITUEN LPNAOTEPWY
Beppokpaciwv. ‘ETal TO LAIKO eTnpeddetal Oepuikd oe PeyaAUTEPO BaBocg. AvTiBeta , 06oov
a@Qopa OTo €0POC TNE APVNG CLYKOAANGCNCG, OUTO TTAIPVEl HEYOADTEPEG TILEC ,0TAV N TOXVUTNTA
OUYKOAANoNG TEQTel ata 200-320mm/min (didypapua 2).

Me okoTtd va TTaPoUCIOOTOUV TO ATIOTEAECHOTA PE €vav OIO@OPETIKO TPOTIO, N 10XU¢
Tou laser Q kal n TaxVINTO CAPWONG U cLVdLACONKAV CE HIO ATIA YETABANT, TOV puBUo
TIpocdoong Beppotntag h, ov opiletal amd v oxéon . h=Q/u ot [J/mm], H petafoArn Tou
BdBoug dicigduang Kal Tou €VPOUVG TNG AiUvNG CUYKOAANGCNCG o€ axéon WE T B€on Tou anueiov
gaTiaong Kal Tov pubuo Tpocdocnc BepuOTNTAC ATIEIKOVI(OVTAl aVTIOTOIXO GTa dlaypAuUoTa
3 Kal 4, yia Ttieon agpiov 2 bar. Onw¢ @aivetal amo ta SaypPAUUATO OAEC Ol GUYKOAANTEIG
TIPAYUOTOTIOMBNKAV gg anueia eoTiaong MAvw amd TNV ETIQAVEIN TOU JOKIV.iou.

Mponyouuevn PEAETN cuval EAPoU[13] avagépel OTI OTaV TO OnUEio eatiaong eivail
MECQ OTO LAIKO eAdxioTa emnpeadetal n digioduan. AVTiGETO(*, OTav TO onueio goTiaong eivail
€€w 0TI0 TO LAIKO, 000 ATIOMOKPUVOUOCTE ATO TNV ETUPAVEIX TOUr5OKI|JiOU 1000 aLEAVETAIL N
dleicduan. AUTO o@eiAeTal oTNV HEiwan TN TIUKVOTNTOG Beppoponc. MukvoTnNTa Bepuoporg
opidouue TNV TIOCOTNTA TNG BEPUOTNTAC N OToia PETASIOETAl GTN POVAdD TOL XPOVOU HECO
amo MIa OTOIXEIwdn  emm@Avela kol sival q=Q/A. E&umakoUetal, Pe BAcn Tov TOPATIAV®
OPICUO OTI 600 QTIOYOKPUVOUOOTE aTo TNV ETIPAVEIN TOU €AACUOTOC 1 ETUQAVEID A
OUEAVETAIL PE APUETO OTIOTEAECUA TNV HEIWON TNG TIUKVOTNTOG EVEPYEIOC KOl KOTA GUVETIEIQ TNV
peiwon ¢ Olcicduonc. BéBaia Otav To onueio eoTioong e€ival pgéoca OTo ULAIKO, O€

ottoladnTote Béan, dev emnpeddel TNV emm@EAveEld A, yI aULTO Kal 1 dleicduon TOPAUEVEL

otadepn.
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MNa va KaBopIoTeil N €MIPPON TOL €XEL 0 PLBUOC TIPOGdOCNC BepUOTNTAC OTO PABOC
dleicduanc, uTtoAoyioTnke To PEdo BaBog diciocduang yia Ta onueia egtiaong +0,5, +1, +3, Kal
+4.Ta amoteAéopota arteikovidovtal oto didypauua 5. ApXIKA 10 pEco PBdabog dicicduonc
OUEAVEL OTIOTOUA PE TNV €10PO0N BepuoTNTag, PEXPL Ta 253J/mm OTIou N ETUTTAEOV AUENGN NG
dleicduong €ival TTOAD TIO TIEPIOPICUEVN. ZNUEIWVETOL OTI N «OUOAN» TIEPIOX OULT TOU
SlaypAPPATOC TIOU AVTIOTOIXEL o€ puBuovg TIPpoadoong BepuonTag omd 2533/ mm ew¢ 405
J/mm avtoTtoixei o OUVOBNRKEC CUYKOANACEWV HE IKAVOTIOINTIKO Pabog dleicduong. Ta
dlaypdupota 6 Kal 7 atelkovilouv avTioToIXO TO PECO TIAATOC TNG AiMVNG CUYKOAANGNG Kal

NC OeppIKA eTtnNpealOueVNg {Wvng w¢ oLVAPTNOT Tov PuBUOL €lC0PONC BEPUOTNTAC.

Mivakag 6. TIMEG YEWHETPIKWY XAPAKTNPIOTIKWY TIEIPAMOATIKWY OULYKOAANTEWY

Babog E0pog Aipvng

AJA,\ OlEiodLONC CUYKOAANGNG
doKIpiov

(mm) (mm)
1 2,6 4,2
2 29 )
3 2,3 34
4 2,3 2,9
5 2,2 29
6 _ _
7 4 2,3
8 2,8 3,2
9 ~ —
10 ~ ~
11 3 51
12 2,6 4.4
13 2,5 3,9
14 2,5 3,1
A5 2,1 2,4
16 3,3 4,6
17 2,8 45
18 2,8 4
19 2,3 3
20 2,1 2,3
21 - ~
22 3 3,9
23 ~ ~
24 3,1 5,4
25 2,7 4.5
26 2,6 4
27 2,3 3,2
28 2,1 2,5
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f.p +1mm
He 2bar
f.p +3mm
He 2bar
f.p +0.5mm
He 2bar
f.p +4mm
He 2bar
f.p +3mm
He 0,5bar
f.p +1mm
He 4bar

100 200 300 400 500 600 700 800 900
Tax0tnta cuykOAAnong (mm/min)

Aldypappa 1. Fpdenua cuoxetiong Baboug dieicduaong Kol TaxuTNTOC

Aldypaupa 2. Fpd@nua cuoxETiIoNg eVPOUC AivVNG CLUYKOAANONG KAl TaXVTNTAG
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——h=405J/mm
——h=253J/mm
—A— h=202J/mm
-x-h=135J/mm
-*-h=101.J/mm

©¢an anueiov eotioong (mm)

Aldypappua 3. Babog disicduong wg cuvaptnan ToL onuEiov eaTidong Kol To puBuol TIPOdcdoacng

BepuoTNTAC YIa Ttieon agpiov He 2bar

h=405J/mm

m>»— h=253J/mm
A h=202J/mm
—X—h=135J/mm
——h=101J/mm

©¢on onueiov gotioong (mm)

Aldypapua 4. EOpoC TNG AiUvNnNg OLYKOAANONG w¢ ouLVAPTNON TOL CONUEIOL €0TIOONG KOl TOUL

pLBPOUL TIpdadoacng BepPOTNTAC YIA TTieon agpiov He 2bar
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Aldypoupa 5. Méon Ty tou Baboug dleicduong wg ouvdptnon Tou PuBPol TIPOCdOCN(
BepuoINTAC

Aldypoupa 6. Méon TIPR] TOU €UPOUC CULYKOAANGNG WG OLVAPTNGN TOU PUBUOL TIPOCdOCNG
BepuoTNTOC

Aldypapua 7. Méon TIMr TOL €0PoULG TNG BepUIKA eTtnpealouevng {wvng w¢ cuvaptnon Tou

pLOUOL TIP6adoaNg BEPUATNTOC
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4.2.3 MIKPOOKANPOUETPIOEIG

H pIKpooKANpouETpnon €yive Pe tnv peBodo Vickers. ZOp@wva e ) PEBOdO autn,
€vag OIEIcOUTAC amd SIAPAVTI TETPAYWVIKNG dlatoung (BA. oxnua 21) medetal mavw otny
METOAAIKN €TUPAVEIN TOU dOKIWiou. Oco Babutepa aTo LAIKO JIEIGOUCEL 0 JIEIGOUTAC TOGO TTIO
MOAQKO €ival KAl TIapouolddel pIkpo 6plo ponc. H «okAnpotnta» H, opiletal w¢ o Adyog Tou

ETIROAANOUEVOL QOPTIOL, dIa TNE TIPOBAANOUEVNC ETTIPAVEING TOU JIEICOUTH.

ZXAHa 21. XNUATIKA TTApAcTacn NG dOKIUACiaG OKANPOTNTAG

H Jiadikaoia TN¢ HIKPOOKANPOUETPNONG TWV GCUYKOAANGewv-bead on plate
TIpaydatoToiNdnke ota epyactripla N EBETAM, xpnaoiporolwviag @optio 200gr. OAeg ol
MIKPOOKANPOMETPNOEIG Eyivay o€ BaBo¢ 1mm amd TNV €TUPAVEIN, OTIWG QAIVETAI OTO XU
22, TO OTIOI0 aVATIOPIOTA Pia KABETN TOUN TNG GUYKOAANGNC.

MNa tv TmAsioPn@io TwWV OULYKOAANGEWY, OTa dlAQopa  TIPOPIA OKANPOTNTAC,
TIAPATNPOVUUE TNV OToOToun avU&nan NG OKANPOTNTOG KOBWC EI0EPXOUOOTE O Aiuvn
OUYKOAANGNG €VW OE TIOAAEG TIEPITITWOEIC PAETIOUMPE TNV ONUIoLPYIa TWV XOPOKTNPIOTIKWY
«OUTIV», ONAAdN 1 yv améToun av&naon tNg OKANPOTNTAC oTnv BepUIKA eTtnpe 1{Ouevn {wvn
Kal TNV oTaBepoTToinan NG o€ XOUNAOTEPEC TIMEC OTNV Aipv OLYKOAANONG. H Ttapouacia twv
«OUTIOV» O@EIAETal OTNV dnUIovpyia paptevaoitn otnv {wvn THENG Adyw Tou vPWNnAoL pubuov
M&NG. Ocov agopd OTnV TIUR TNG OKANPOTNTOC OTO METAAAO PAcng, AUt KUUAIVETOl GE
XOUNAOTEpa  ermimeda pe  péon Tyl 305,52 HV 0,2 KAl TUTIKA aftokAion  10,13.
AVTITIPOOWTIELTIKA divovTal T TIPOPIA JIKPOOKANPOTNTOG YIA Ta'dokiua 1, 3, 5, 7, 8, 11 kal

13,00p@wva Pe TNV apibunon tou Tivaka 4.
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Alaypappa 8. Mpo@iA pIKpooKANPOTNTAC doKIYiou 1 (320mm/min, f.p +Imm, He 2bar)

800
700
600

500 + MB
m OEZ
400 AN

== pCr o =V200

300 o\
200 {
100 -I

-2.5 15 -0.5 0.5 15 25
ATIO0TOOT ATIO TO KEVTPO (TTIN1)

Alaypapua 9. MPo@iA pikpookANPoOTNTaC dokKiyiov 5( 800nim/min, f.p +Imm, He 2bar)
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Alaypappa 10. Mpo@il JIKpOOKANPOTNTAG doKiyiov 7,(200mm/min, f.p +Imm, He 4bar)

Alaypappa 11. MPo@iA HIKPOOKANPOTNTAC doKIdiou 8(320mm/min, f.p +Imm, He 4bar)
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700
600 |
500

+ MB
400 mOEZ

QOryh X3

300
200
100

— Y= —=—1 Ol ==

ATIO0TOON ATIO TO KEVTPO (Mm)

Aldypaupa 12. Mpo@i HIKPOGKANPOTNTAG doKidiov 11 (200mm/min, f.p +3mm, He 2bar)

Aldypaupa 13. Mpo@iA HIKpookAnpotntag dokigiov 13 (400mm/min, f.p +3mm, He 2bar)
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4.3 ATTOTEAEZMATA SYITKOAAHZEQN SYMBOAHZ
4.3.1 'EAeyxo0( Pe padloypagia

H padioypogia gival pia  Pn KOTOOTPETITIKA PEBOOOC TIOU XPNOIPOTIOIEITAl VIO TOV
EAEYXO TNC TIOIOTNTOC TwV ULAIKWY. Or pebodog autr) otnpidetal otnv  dIOQOPETIKN
aTmoppo@nan dIEICOVTIKNG OKTIVOBOAIOG TIOAD MIKPOU MAKOULG KUUOTOG OTI0 TO OOKIUIo TO
omoio €&etadletal. AOYyw Twv dlAQOPWV CTN TIUKVOTNTA KOl TNV ATToppOo@NTIKOTNTO TOU
UVAIKOU, TIOU O@EIAETOl O€ TIOPOAANAYEG OTn GUCTOCN TOU, OIOPOPETIKA TUNMATA TOU UAIKOU
OTT0PPOPOUV  JIAPOPETIKEC TIOCOTNTEC OKTIVOPBOAIOC. Mia dIodIACTATn  OTIEIKOVION NG
OKTIVOBOAIag Tou dlattepvd T0 OOKIUIO Kal dgv aTToppo@dTal amd 10 LAIKO, aVATIOPAYETAl G
XOPTi | @AY (OXNHa 23).

H poadloypagia avixvelel POVOV EKEIVO T XOPOKTINPIOTIKA TA  OTIOi0 €XOUV &va
agloAoyo Taxo¢ o€ OlelBuvon TIAPAAANAN HE AUTAV TNG OEOUNG TNG aKTivoBoAiag. ‘Etol
MTIOPOUV VA OVIXVEUTOUV OOUVEXEIEC OTIWC TIOPOI KOl EYKAEICUOTO TO OTIOIO OUWC £XOUV
METPNOIYO TIAX0C GE OAEG TIC OlELOBUVAEIC Kal dgvV €ival TOGO UIKPA TE GXECN ME TO TIAXOG TOU
OOKIJiou. Tevika avixvelovTal XOPOKTNPICTIKA OTIOU 1 MPETAPBOAN GCTn aATmoppo@nacn g
OKTIVOPBOAIOG Og oXEéan YE TO LAIKO TIOU TO TIEPIKAEIEL LTIEPPaivEl TO 1%.

O padioypaypa@ikog EAeyX0G TnNG OLYKOAANCNG HE Oeoun laser TipayuatoTioOnke
oOu@wva pe Tn Tpodiaypagry EN 25817:1992. H aktivoBoAia otnv oroia e€KTEONKE n
OULYKOANoN Atav akTiveg x (X-RAY), pe pnko¢ kKopatog 10'7util KAl N amootach NG TNyng
arteixe 700mm amd 1o OOoKipio. H poadloypagio £>0eiée PO GUYKOAANON KaBapry armo
EYKAEiopata Kal Topoug. 'ETCl n OUYKOAANON HE laser KOTOTACGCETAl OUU@WVA HE TNV
Ttpodiaypaer] 1SO 5817(BA.tapdptnua I, No 3) oto upnAdtepo eminedo TroloTNTAC ‘Stringent
B\

Radiation
source

Testpiece
(object)

Medium lor
converting
the radiation

ZXNHa 23. ZXNUATIKA ovaTtapaotach padlioypa@ikoU EAEYXOU
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4.3.2 MetaAloypagia

ATIO TO UAIKO TOU GUYKOAANPEVOL KULAIVOPOUL €€NXBnoav duo PETAAAOYPAPIKA JOKiula
TIOU OVTIOTOIXOUV oTa U0 OET CUVONKWVY TOUL TIivaKa 5. META TNV TIPOETOILACIA TwV SOKIiwWVY,
XPNOIUOTIOIVTOC TOV EEOTTIAICHO TOU EPYOCTNPIOV TWV UVAIKWVY OTIWE QAIVETAI OTOV TTiVOKA 3,
TIPAYUOTOTIONONKE POKPOOKOTIIKOC €AEYXOC 0@OU Ta OOKipia TIPOaPARenkav XNUIKA e
SlaAupa VITPIKOU o&éoc¢ (HNO3) e alBULAIKA] OAKOOAN He avaloyia 10%. XTIC €IKOVEG TIOU
OKOAOULBOUV @aivovtal POKPOOKOTIKA Ol CUYKOANACEIG oUPBoAlg 1 kau 2. Mapatnpeitat
ateAng dieicduon Kal oTi¢ U0 CUYKOAARCEIG, TNC TAENG TOU €vOC XIAIOOTOU. ZOP@WVA PE TNV
podlaypaer 1S05817 (BA.mapdptnua Il ,No 9, intermediate C), n OULYKOAANGn Eeival
OTTOOEKTH) €QPOCOV N atéAela oev LTIEPPaivel Ta 1,5mm.

To mpoAnua ¢ ateAolC diEiocduan g eival onUAVTIKO yia TIOAAOUC Adyouc. Katapxnv
oTav oev LTTIAPXEL TIANPNC dleioduon TOTE N por] BepudTNTAC ival TPICAIACTATN KAl 1 BgpuIKA
eTnpealopevn (wvn(TEPIOXN TIOU TIPETIEL va eAAXIOTOTIOINBE]) av&dvetal ge peyalo Pabuo.
Emiong n kataokevr| yivetal TOAD evaicOntn o€ SIOTUNTIKA QOPTIO a@oU TO OIAPOPETIKO
METPO SIATUNGCNG TIOU OTIOKTOUV Ol dU0 TIEPIOXECG, (TTEPIOX] METAIAAOUL TIOU OEV OUYKOAANONKE
KOl TIEPIOX] OUYKOAANONG) META TNV YUEn divel oTnNV KATOOKEUN MIKPOTEPN avioxn. To
OUYKEKPIUEVO YEYOVO( £XEL VO KAVEL E TNV AVTIOXN 0€ dlATUNGCN Mlag SlETIIQAvEIa[13].

H ateAn¢ dicicduan uTtopei va o@eileTal o dla@opoug AOYoUC e KUPIOTEPO AUTOV TNG
I0X00¢ TOu laser Kal KOT €TTEKTOCN TNG TIUKVOTNTA 10X00¢ TNG dé0uNnG. EKTIHATAL TG av N
dloBeoiun 10x0¢ Tou laser ATav PEYOAUTEPN, Ba PtopoloE va eTITELXOEI TIANPNG dlsicduan.
AKOUN 1600 N OKPIBEIa ETTOQN TWV EAACUATWY KATA TN SIAPKEIO TNC TUYKOAANGCNC, 600 Kal N
ETTPAVEIOKI] TOU KOTAOTOON OTIOTEAOUV CNUAVTIKOUG TIAPAYOVIEG Ol OTIOIOl HUTIOPOLV Vo
ETINPEACOLY apPVNTIKA TO BdBo., dicigduanc.

21NV €lkova 15 gival eLdIAKPITOC 0 PUNXAVIOUOG OUYKOAANGCNC e aywyn (conduction).
To XOPOKINPIOTIKO PEYAAO TIAATOG TNG AiMVNG OLUYKOAANGNCG O@EIAETal KOTA KUPIO AOYO OTnVv
MIKPP TaX0TNTO JE TNV OTIoId CLUYKOAANBNKE TO LAIKO. AVTIBETA, 0TO OOKIUIO CUUBOANG 2 TToU
@aivetal otnv €lkova 16 dev €ival €LBIAKPITOC 0 PNXOVIOUOG CUYKOAANGONG, OnAadn oOev
MTIOPOUME VO IOXUPIOTOUPE YE ao@AAela OTI €ival conduction 1 keyhole. MTopei 6pwg va
EIMwOEl 0TI BPICKOUOCTE O€ Pia OpIaKI TIEPIOXN TwV 600 UNXAVICHWV.

AOyw TOUL OTI N 10X0¢ Kal N évtacon TNG akTivoBoAiag Tng 0éaung dev gival bPNAEC, Eva
MEPOC TNG EVEPYEIOG PETAPEPETAL OTO LAIKO HE Oywyr. ZTnv €IKOvVA 16 Ttapatnpeital 0Tl oTo
EMAVW PEPOC TOU LAIKOU gp@avidetal n yop@r conductio”, eve 0To KATWTEPO AKPO NG Aipvng

OUYKOAANONG EPPAVIZETAL N XOPOKTNPIOTIKA «P0TN» TIOL LTTOONAWVEL TOV PNXaviouo keyhole.
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MNa va amogeuxdei 0 cuvduacuévog Punxaviouog conduction+keyhole kai va odnynBoupe oe
pio ouykOAAnon kabapnrg popeng keyhole Ba mpémel katd KOPIO Adyo va auv&nBei n 10X0¢ Tov

laser.

Eikéva 15. Makpodour] cuyKOAAnong ocupBoAng 1: 200mm/min, f.p +0.5mm, He 2bar

Eikova 16. Makpodoury OLYKOAANGNG GLUPBOANG 2: 320mm/min, f.p +Imm, He 4bar
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4.3.3 'EAgYX0C HNXOVIKWVY I310TATWV
4.3.3.1 'EAeyX0C OKANPOTNTAG

H pikpookAnpopétpnon twv doKidiwy butt weld, Tipaypotomoiménke ota epyaotrpla
¢ EBETAM Kai €yive Pe TNV péBodo Vickers. To @opTio Tou Xpnolpgortoinonke rfrav 200gr
KAl 0 Xpovog eviiTiwaong lOsec. Xta JOKIPIO PE TIC OUYKOAANCEIC GUMPBOARC, OTIOU UTINPXE
OITTAN pa®n, TIPAYHOTOTIOONKOV dU0 CEIPEC UETPNOEWV YIa KABE TIEPACUN g€ aTtooTdoElg 1,6
Kol 1mm armo TNV €TIQAVEIN TOU JOKIUiou. Ol TIEPIOXEC HIKPOOKANPOUETPNONG PaivovTal aTo

oxnua 24. Mapakdtw divovTtal Ta TIPOPIA HIKPOOKANPOTNTOG YO TIC GUYKOAANCEIC GUUBOANC.

ZXNAMO 24. TXNUOTIKA avaTtapdotaon TEPIOXNC MIKPOTKANPOUETPOEWY

550
500
450 A A
400

350

300 > oeoeo / ' ereee
250

S RE O Ve

200
150

100
-3.5 -2.5 -1.5 -05 0.5 15 25 35

Arméotaon amd 10 kEVIpo (mm)

& MEtaAro Bdong B OepuIka emnpeadouevn {wvn A Aipvn guyKOAANoNG

Alaypapua 14. Tpo@iA HIKPOOKANPOTNTOCG JOKIYIOU cLUBOANG 1, BABOC UIKPOOKANPOPETPNGNG

1mm, (200mm/sec, f.p +0.5mm, He 2bar)
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-2.5 15

m QepuIKa eTnpealouevn wvn O Aipvn GuyKOAANGNG

Aldypaupa 15. Mpo@iA pIKPOOKANPOTNTAG SOKIWIoU CUUPBOANG 1, BABOC HIKPOOKANPOUETPNONG

1,6mm, (200mm/sec, f.p +0.5mm, He 2bar)

X th o

Aldypaupa  16. TMpo@iA HIKPOOKANPOTNTAC JSOKIMIou CUUPBOANCG 1(deVTeEpPn TIAELPA),

+ Métaalo Bdong
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-2.5 -1.5 -0.5 15

m QepuIKa eTnpealouevn {wvn A Aiuvn 6uYKOAANCNG

Babog

MIKpOOoKANpopETpnong 1mm, (200mm/sec, f.p +0.5mm, He 2bar)
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Aldypappa 17. MPo@iA PIKPOOKANPOTNTAC OOKIMioL CUPBOAAC 1 (deVTEPN TIAELPG), PdaBOC
MIKpOOKANpouETpnong 1,6mm, (200mm/sec, f.p +0.5mm, He 2bar)
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Amo6oTOon aTto TO KEVTPO (Mm)

+ MétaAAo Bdaong | OepUIKA eTINPEAOpEVN (VN o Aipvn 6uyKOAANGNG
Alaypaypa 18. Mpo@i\ HIKPOGKANPOTNTAC SOKIPiou GUUBOANC 2, BABOC UIKPOOKANPOMETPNGNG

1mm, (320mm/sec, f.p +Imm, He 4bar)
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Alaypapua 19. Mpo@iA PIKPOOKANPOTNTAC SOKIUIOL CGUUPBOANG 2, BABOC HIKPOOKANPOMETIPNONG

1,6mm, (320mm/sec, f.p +Imm, He 4bar)
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Aldypappa 20. MPo@iA PIKPOOKANPOTNTOC OOKIMIOL CUUPBOANG 2 (deVTEPn TIAELPA), PBABOC
MIKpOOoKANpouéTpnong 1mm, (320mm/sec, f.p +Imm, He 4bar)
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ATIO0TOCT OTIO TO KEVIPO (Mm)

¢ MétaAho Bdong B OepUIKA eTtNpealopevn {wvn A Aipvn GUYKOAANGNG

Aldypappa 20. Mpo@iA HIKPOOKANPOTNTAG OOKIUiou oLUPBOANG 2 (devTEPn TIAELPA), BAdoC

MIKpOooKANpouétpnong 1,6mm, (320mm/sec, f.p +Imm, He 4bar)
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4.3.3.1 'EAeyX0OC AVTOXINC O EPEAKLOUO

H dokiurp  €@eAKUCUOL £yive oLP@wva pe TN Tpodiaypagr] EN100021 evw n
KOTAOKEL] TwV OOKIPiwv oLPewva pe T Tpodlaypagr DIN50120. ZOuy@wva PE TN
TIPOdIaYPaA@N auUTr), XPNOIKOoTIolouvTal €Timeda deiypata OTIwE @aivovial ato axnua 25. Ol
OloCTACEIC TwV dOoKIYiwy  KaBopidovtal pye Bacn tov Tivaka 7. H QOKIUN €QEAKLCUOU Yyia
OUYKOANNCEIC UE €TTITIEdO dEiyUOTA, XPNOIYOTIOIEITAl VIO TNV EEOKPIBWaAN TN avIoXNC Kol TNG
SlOUOPPWAIPNOTNTAC TWV OUYKOAANGEWY, UTIOAOYIOVTOG TNV OVIOXI TOU EQEAKUCUOU, TNV

B8¢on Bpavong Kal Tov TOTo NG Bpavaonc.

ZXAMA 25. ZXNMOTIK avaTIopAcTAcT SOKIMIWY EQPEAKUCHOU

Mivakag 7. TuTtOTIOINPEVEG SIOOTACEIG QOKIMIWY EQPEAKLGHOV

, , Mavw amo ATIO 5 £0¢ Ao 10 ¢ ATO 20 £1C
Mdxog dokipiov a

5mm 10mm 20mm 30mm
MAatog doKipiou b 15 20 25 30
AV”(‘Q:)‘Z;;:;C%C Le 20 35 60 85
MAdtog oto dkpo B *25 *30 ' *35 A SO
ZUVONKO ko Lt >215 250 >265
(>Lc+180)
AKTiva r >35 >35 >35 >35

bs TIAGTOG AipvnNg cUYKOAANGNG
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2T0 €PYOCTNPIO PNXOVIKWV OOoKIJwv TN¢ EBETAM TpOyuUaTOTIONONKOAV TECOEPIC
OOKIUEG EPEAKUCHOU, OUO YIO KABE GUYKOAANCN CULUBOANAG. Ta ATIOTEAEOUOTA TwWV OOKIUWV
ouvoyidovtal oTov TIivaka 8, OTIoU avaypa@ETal TO OpI0 dlOPPONG, To Oplo Bpadong Kal n
B¢éon Bpaldong yia kabe dokiur]. Mapd 1o yeyovog OTI Kal oTa dUo doKiula n Bpavon €yive
OTNV TIEPIOXN TNG BEPUIKA ETINPEAlOUEVNG {WVNC, Ol EEAIPETIKA LPNAEC OVTOXEC TIOU ETTEDEIEE
TO UAIKO, OULUBAAOLY OTOV XOPOKINPEIOUO KOl Twv OU0 OUYKOAANOEWV OUUBOAAG WG
OUYKOAANCEIC KOAAG TIOIOTNTOC. XOPOAKTINPIOTIKA Oava@EPOUPE OTI TO Oplo Bpaldong Tou
METGAAOL PBdong eival 695 N/mm.A , TIJA TI0L €ival TTOAD KOVTA OTO Oplo Bpavong Twv
TIPAYUOTOTIOIOVUEVWY GUYKOAANCEWY. QOTOCO0 CNUEIWVETA OTI LTTAPXE! TIEPIBWPIO BEATILWANC

€QOoov auvéndei n dieioduaon atn Aiuvn CLUYKOAANGNCG

Mivakag 8. ATIOTEAECHATA SOKIUNG EQEAKLOLIOU

Oplo Oplo
dlappong 6Opavong ©Ogon Bpadong
(N/mnr) (N/mm)

ApIBuog A/A
SoKIUNG SOoKIpiov

BepuIKa
n 1 489 612 emnpealoOuevn
dwvn
BepuIka
2n | 526 658 emnpealOuevn
davn
OepuIK&
3n 2 498 622 ETINPEalOUEVN
{wvn
BepuIka
4n 2 526 658 ETINPEAlOUEVN
{wvn
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44 3YTKPIZH X2XYIKOANHZEQN ME AEXMH LASER KAI ME AEXMH
HAEKTPONIQN (ELECTRON BEAM)

4.4.1 Tevik&

H eotiacpévn Oéoun NG oktivag laser eival gia amod TIC UVWNAOTEPEC TINYEC
TIUKVOTOTOG 1I0XV0OG TIou €ival dlaBéoiueg ot Blounxavia onuepa. Eival avtiotoixn, o€
TIUKVOTNTA I0X0V0C, YE TNV OEOUN NAEKTPOVILWV (BA. axnua 26) aAAd dIAEEPOUV TE TIOAAG GAAQ
onueia. H TTukvOTNTO EVEPYEIOG TOU laser ETUTUYXAVETAL UE TNV CUYKEVIPWAN KUUATWY QWTOG
Kal 0xl NAekTpoviwv. H amodoon Tou laser dev TepIOPIdeTal amd NAEKTPIKA AYWYIPA LAIKA
Kal dgv ETINPEEACETAL OTIO TOV PAYVNTIOUO. TNV TIPAYHUATIKOTNTA UTIOPEI va aAANAETIIOPACEL HE
TIOIKIAIO DAIKWV, aveEdpTNTa av auTd €ival PETAAAIKA, TIAACTIKA KEPAUIKA 1] AAAA. QOTOGO,
000V 0QOopPd OTNV TIOIOTNTA TNG CUYKOAANGNC, QUTH LTIEPTEPEI e TNV PEB0dO electron beam ,
£(QOCOV TIPAYUATOTIOIEITAI O€ KEVO KOl T EYKAEIGUATO EKAEITTOULV.

To BdBog digicduong 1OV ETUTLYXAVETAL PE TN OECUN NAEKTPOVIWY gival peyoAlTEPO
omoe om pe 1t Ofoun laser. Agidel va onueiwdBesi 0Tl n GUYKOAANon pe déoun laser
TIPOYUATOTIOIEITOl OTOV O€pa KAl Ogv aTtalteital n dnuiouvpyia kevol. AvTIOeta otnv
OUYKOAANGCN HE O€0uUn NAEKTPOVIWV, N araitnon Tou BoAdUoL KevoU Kal TwV EISIKWV
EEAPTNUATWY KEVOU OULEAVEL TIOAD TO KOOTOCG KOl PEIWVEI CNUOVTIKA TNV TIAPAYWYIKOTNTA TNG
peBOdoL. MTtopei AoITtOV va eImmwOei OTI N OULYKOAANGN e déoun laser Ttapouciadel

KOAUTEPN OXEOT KOOTOUC OTIOTEAECUATIKOTNTOC.

A
10¢
1C7
[ Laser & EB

10“ 20000K

105

104 Plasma 6000K
Arc(MIG, TIG,MAG)

10“ Friction, Resistance
Solar

102

SXAUa 26. «IMePIOXEC TTUKVOTNTAC I0XV0C» dAPOPwWV HEBOOWVYV TUYKOANNGNC
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4.4.2 ZO0OYKPION OTIOTEAECHATWV TIEIPAMOTIKWY CUYKOAANCEWV laser Kol oUYKOAANCEWV
HE NAEKTPOVIOKN dEaUN

2Z€ TIPONYOUUEVN MEAETN OEIOAOYNONKOV TIEIPAPOATIKEC OUYKOAANCEIC CUPPBOANC ME
NAEKTPOVIOKI OECUN OTOV KUAIVOPO TIOU €iVal TO AVTIKEIPEVO HEAETNG TNG TTAPOVCAC EPYATIaC.
4.4.2.1 Z0OYyKPIOT YEWHETIPIKWVY XOPAKTINPIOTIKWY

2€ OAO Ta OOKIiUIO TV CUYKOAANGEwV laser n digiocduan rTav ateAng o€ avtibeon pe
TNV OUYKOAANGN MHE OE0UN NAEKTIPOVIWV OTIOU TIPAYHUATOTIONONKE TIANPNG dleicduon. ZTIC
TIEIPOUOTIKEC OUYKOAANACEIC laser Tou TipayuatoTtoénkav, 1o péco PBabog dleiocduong nrav
2,65mm kKal 10 PEyIoTo PBdBo¢ dleicduong Tou TopatnEndnke nrav 4mm. [pEmer va
onNUEIWOEl OTI TO QaIVOUEVO TNG aTEAOVC dleicduong O@EIAeTal OTNV XOUNnAr 1o0x0 TOL laser
dlo&e1diov ToL AVOpPOKO TIOU XPNOIUOTIOINONKE. Mial GnUAVTIKI] dla@opd TIoL TTOPATNPEITal
OVAPESO OTIC 0U0 PeEBBOOLC CUYKOAANONC O@OPA OTO €UPOC TNG BePMIKA eTtnNPeAlOUEVNG
{wvng. ZTnNV COUYKOAANGCN ME OE0un NAEKTPOVIwV N Bepuikd emnpealopevn {wvn e€ival
eCAIPETIKA MIKPA TNG TAENC Twv 0,005mm &vw n PECN TIUR TOU €0POUC TNG OepMIKA
emnpealduevng {wvng yia TIG TIEIPAUATIKEG GUYKOAANoeIC laser fitav 0,35mm.
4.4.2.2 Z0yKplon padloypagiog

H padloypagia Twv OUYKOAANCOEwVY Pe OEaUN laser kKal Pe dE0UN NAEKTPOVIWY EEIEE
Kal TIC dUO OUYKOAANCEIC KABAPEG ammd e€yKAsioPaTa KOl TIOPOUG. ZUUE@WVO AOITIOV HE TN
ipodiaypaery EN 25817:1992 1000 N OULUYKOAANGCN HE déoun laser 600 Kal auty PE dEouN
NAEKTPOVIWV KATOTAGCOVTAl GTO LPNAOTEPO £TiTtedo ‘Stringent B\
4.4.2.3 Z0yKpIlon TIMWV OKANPOTI]TaC

ATIO TO OedOUEVA TWV PIKPOOKANPOUETPHTEWY TIPOKUTITEL TO D10 TIPOPIA OKANPOTNTOG
Kal ot d00 ueBOdoLC TIoU XAPOKTINEIZeTal omd auinuévn OKANPOTNTO OTnv  Aigvn
OULYKOAANONG Kal oTn Oeppika eTtnpealopevn {Wvn G€ OXEAN WE TO PMETOAANO BAon,. QOTOC0 ol
TIMEG TNG OKANPOTNTOG OTn Aigvn CUYKOAANONG yia TNV cuyl*«i)\)\l(]cr] HE OEOMN NAEKTPOVIWV
KUMOIVETaI o€ XaunAotepa emineda (400-450HV) yia tnv AEIoPN@ia Twv JOKIYIWY, VK OTIG
OUYKOAANCEIG PE d¢oun laser n oKANPOTNTO OTn Aigvn) OUYKOAANGNC TIAipvElL LWNAOTEPEC
TIMEC TNC TAENG Twv 600HV.

Sta  JlaypAUUOTO  TIOU  OKOAOUBOUV  OTIEIKOVI(OVTAl QVTITIPOCWTIEUTIKA  TIPO@IA
MIKPOOKANPOTNTAC YIO OUYKOAAACEIC TIOU TIPAYUOTOTIOONKOV Kol HYE TIC dV0 pEBOdOUC.
ZNUEIVETAL OTI eV €ival YVWOTO €AV €iXe YiVEL QVOTITNAN OTO UAIKO, UETA TN GUYKOAANGN ME

OEaUN NAEKTPOVIWV.
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Aldypaupa 23. ZOYKPION TIPOPIA OKANPOTNTOC GUYKOAANoEwvV EB kai LB8

4.4.2.4 ZU0yKPION OTIOTEAECHUATWV ATIO TNV OOKIPK TOU EPEAKLOUOU

AU@OTEPO TA OOKIUIO TWV CUYKOANNCEWV PE dEaun laser Kal Pe dEGUN NAEKTPOVIWV
UTTIOBANBNKOY OTN  OQOKIP] TOU €QEAKUCHOD. Ta amoteAéopata TNG OOKIPNG Yyia TNV
OUYKOAANoN ue déaun laser @aivovtal otov Ttivaka 8. H ocuyKOAANGN HE OE0UN NAEKTPOVIWY
eTedele avtoxn 750N/mm2 kal n 8padon €yive oto PETAAAO Pdong o€ aviiBeon pe TNV
OUYKOAANGN laser 0TIou N TIEPIOXN TNE Bpavong NTav n Bepuika ertnpealoduevn {wvn. Agilelva
onUEIWBEl OTI N cuykOAAnon laser Ttapouvaiace ateAr digioduan NG TA&ENE TOL evO¢ XIAIOGTOU
oc avtiBeon HE T OUYKOAANON ME OEOUN NAEKTIPOVIWV OTIou n digiocduan nfTav TANPNG.
Ektupdtal mw¢ av n oleioduon NArav TAAPNG KOl oTnv OUYKOAAnGon laser, Ol QVTOXEC
EQPEAKLOPUOL Ba NTav €&iCOU LWNAEC OTIWC QUTEC TIOU ETIEDEIEE N OUYKOAANGN HE OEaN
NAEKTPOVIWV.
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KE®PAANAIO 5
2YMIEPAZMATA

ATIO TNV TOPABECN TWV TIEIPAPATIKWY OEOOPEVWV OTIC TIPONYOUUEVEC EVOTNTEC TNC EPYATiag

QLTHNC TIPOKUTITOUV TA TIOPOKATW CUPTIEPACHATA:

Me tnv avénon tng TaxLTNTOC GUYKOAANGONG Tteplopiletal to Bao¢ dicicduonc. AvtiOeta
otav n Tax0LTNTA TIAPEL MIKPOTEPEC TIMEG N dleicduaon aviavel

Me tnv al&non Tng Tax0INTOC OULYKOAANGNG TieplopideTal TO €UPOC NG Aipvng
OUYKOAANGCNG VW OTAV N TaxXUTNTO TIAPEL MIKPOTEPEC TIMEC EVPOC TNC Aiuvng av&AaveTal.

H 8¢on tou onueiov eatiaong oev £MOdPA GNUAVTIKA OTO €0POC TNG AVNG CUYKOAANGNC.
AvTtiBeta Tapatnpeital peiwon tng dieioduaong otav To onueio eotiaong eival 3 pe 4
XIAIOOTA TIAVW aTIO TNV ETTIPAVEIN TOU JOKIUIOU yia XAPNAEC TIMEC TOU puBUOL TIPOCGAOaNG
BepuodTNTOC.

AUEnon touv pubuov TIPOadoaNg BepudTNTAC 0dnyei ae av&énon Tov PBaboug digioduang,
TOU €UPOLC TNC AUVNG CUYKOAANGCNG KAl TNG OgppIka eTtnpealduevng {wvng
MoapatnpriOnKe TIPOQIA PIKPOOKANPOTNTAC TWV OULYKOAANGEWVY TIOU XOPOKTINPIileTal amo
VDPNAEC TIHEC OKANPOTINTAC OTnv  Bepuikad  emnpealopevn  {wvn KAl otn  Aipgvn
OUYKOAANGNG.

€ KaVEVO OTIO T OOKIUIO TWV TIEIPAUATIKWY GUYKOAAACEWVY OV TTAPATNPNONKE TIANPNC
dleicduaon.

Ol OULYKOAANCEIC CUPPBOANG xapaktnpidovtal amo ateAn dieiocduan NG Ta&ng Tou €vo(
XIAlooTOU.

H ouykOAAnon e laser €xel T dUVATOTNTO VA UTIOKOTACTNOEl ETUTUXWE TNV CUYKOAANGN
ME OECHN NAEKTPOVIWV YIO TN CUYKEKPIUEVN €QOPUOYH, a@oD OTd TA ATIOTEAEGHOTO TOU
TIOIOTIKOU EAEYXOUL(KOTOCOTPETITIKOU KAl PN KATOOTPETITIKOU) TIPOKUTITOUV OULYKPICIUEG
TIMEC AVTOXWV KAl PUNXOVIKNC CUUTIEPIPOPAC.

Mo mARpn BloPNXavikr @appoyn aTtaiteital EE0TIAICUOC laser dlo&gldiov Tou avepaka
LPNAOTEPNC 1I0XVOG aTIO AUTOV TIOU SIATEBNKE VIO TNV CUYKEKPIPEVN EQPOPUOYT.

O1 gpevvnTikoi popeic (EBETAM kai MavemoTuio ©e0o0Aiag) Tou CUUUETEIXAV OTNnV
EKTEAEON TOL TIPOYPAMMATOC, OTO OTIOI0 EVIACOETAI TO TIEIPAUATIKO PEPOG TNG EPyaaiag,
gixav NV gukalpia va guvexioouv TNV €PELVNTIKA TOLC TIPOCTIAOEID E ONUOVTIKA OQEAN

TEXVOYVWOIOC TIAVW OTO QVTIKEIUEVO TWV CUYKOAANCEWY HIE TEXVOAOYIEC laser.
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KE®PAANAIO 6

MPOTAZEIZ A TIEPAITEPQ EPEYNA

Onw¢ €ival yvwaoTd 0l GUYKOAANCEIC e dEaun laser gival pia apKeTa Kavoupla PéBodog n
OTIOIO TIPOCPEPETAL VIO EKTETAUEVN HEAETN. 'ETO1 LUTIAPXOLV OPKETEG TIEPIOXEC OTO TIEdIO TNG
€PELVOC OTIC OTTOiEC PTTOPEL va eTTEKTOBEI Kaveic. MapakATw TIPOTEIVOVTal KATIOIO BEpaTta yia
MEANOVTIKI] €pguval.

> YUVEXION TWV TIEIPAPATWY XPNCIKMOTIOIVTAG laser peyaAlTEPNG I0XVOC YIa TNV

ETTiTELEN PEYOADTEPOL BABoug dicigduonc.

>  AVATITUEN KOl KWOIKOTIOINGN KATAAANAOUL BEPUOKPACIOKOU OVTEAOU YIO IO KOAN KOl

aiyoupn apxIKn EKTIUNON TWV TIOPOAUETPWY TNC CLUYKOAANGNG
> METpNOoN TwV TIAPAPEVOUOKV TAGEWY KAl TIAPANOPPWOEWY OTIC CLUYKOAANACEIG
OUUPBOANC.

>  MEeAETN TOU PAIVOPEVOU TNG CTEPEOTIOINCNG

> T[lpaypatottoinon KAatdAANANG BEPUIKNAC KATEPYATIOC OTIC CUYKOAANATEIC GUUPBOANG yIa
TNV avoKoLQIoN TwV TACEWVY KAl YIO TNV ETTITELEN VoG BEATIGTOL GUVOLACHOU

OKANPOTNTAC OAKIUOTNTOC.
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IxNua 3 Tevikn ddtaén TNg CUYKOAANoNG laser

MetaBoAn Tou Badoug dicicduang oe cuvapTNon KE TNV TaxXLTNTA

Zxnua 4 OULYKOAANONG Kal TNV 1oX0 evog CO2 laser

IXAUO 5 IXNUOTIKA avamapdoTtocn @oivouévwy drop out Kal undercut
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ZXNua 8 , L

OUYKOAANONC YIO TIPOCTOTEVTIKO EPIO He Kat Ar
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ZXnHa 14 IIKPOJOUNG
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ZXNUOTIKN avaTIopAacoTocn GUYKOAANGNC CUPBOANG
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IXNMOTIKA TTOPACTACT TNG SOKIPOCIOg OKANPOTNTAG

ZXNUOTIKN avoTiaopdcoToaon TEPIOXNE UIKPOOKANPOUETPTEWVY SOKIHIWVY
bead on plate

ZXNUOTIK avaTtapdoToacn podloypa@Ikol EAEYXOU

ZXNUOTIKN OvVATIOPACTACN TIEPIOXNC MIKPOOKANPOUETPOEWY JOKIMiwV
OLPPBOANG

ZXNUOTIKN ovaTtapAcTach SOKIUIWY EQEAKLOHOU

MeploxEC TTLKVOTNTAC 10XVOC JIOPOPWV PHEBGOWY CUYKOAANGNG
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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 ofdimensional values froirtr 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

Quiality levels are listed in table0.1. -

Table 0.1 — Quality levels for weld Imperfections

Lev*) symbol Quality laval
m] Moderate
C Intermediate
B Stringent

The three quality levels are arbitrarily identified as 0, C and B and are
intended to cover tM majority of practical applications.

It would normally be hoped that for a part ;ular welded joint the dimen-
sional limits for imperfections could ail 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.



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 oftesting 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.



in | fcKNATIONAL STANDARD

ISO 5817M992(E

Arc-welded joints in steel — Guidance on quality levels for

imperfections

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

, Tt
The following standards contain provisions which,
through reference in this text, constitute provisions
of this International Standard. At the time Of publt
cation, the editions indicated were valid. All star
dards are subject to revision, and parties ,fc
agreements based on this International Standard
are encouraged to investigate the possibility of ap-
plying the most recent editions 0Of 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. ]

_ _ 1 llwfe- |
ISO 4063:1990, Welding, brazing, soldering and braze
welding of metals — Nomenclature of processes and
reference numbers for symbolic representation on
drawings.

omR-t
ISO 6520:1982, Classification of Imperfections In
metallic fusion welds, with explanations. ~ITE:;:

\t: v-tfiit-rv .

3 Definitions

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

3.1 fltness-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

3.2.1 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, 2, is used
as the dimension of a fillet weld, the limits for
Imperfections may be reformulated so that they refer to
the leg length.

Z.Z2 Dbuttweld thickness, r. 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 ofthe parts (see ISO 2553).

2J3 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 %
ofthe 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 ofthe weld or a minimum of 25 % of the weld
length for a weld shorter than 100 mm.

3J5 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

HLAVETY

The following symbols are used in table 1.

nominal fillet weld throat thickness (fillet jhick-
ness) ]

b width of weld reinforcement

d diameter of pore

h 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

* * A\

t wall or plate thickness

z leg length of fillet welds (In case of isosceles
right angle triangular section z™a-JT)

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
designstion

Cracks

Crater crack

Porosity and
gas ports

Localized
(clustered)
porosity

Elongated
cavities.
wormholes

ISO 6520
reference

too

104

2011
2012
2014
2017

2013

2015
2015

Table 1 — Limits for Imperfections

Remarks

All types of packs axcaot micro cracks
(Af< 1 n.mj. crater cracks, sea No. 2

The following conditions and limits for
Imperfections shall be fulfilled:

a) Maximum dimension of the summation of the

protected or surface crack area of the
Imperfection

b) Maximum dimension of a single pore for
— buttwelds
— filletwelds

c) Maximum dimension for a single port

The total pore area within the duster should be
summed and calculated as a percentage of the
greater of the two areas: an envelope surround-
ing all the pores or a duds with e 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 bo 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 imperxtlons for
— butt welds
— fillet welds

In any case, maximum dimension for elongated
cavities, wormholes

Short Imperfections for
— buttwelds
— fillet welds

In any case, maximum dimension for elongated
cavities, wormholes

ISO 5817:1992(E)
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Limits for imperfections for quality leveie

Moderate
o}

Permitted

4 %

d<0.51
d<0,53

9 mm

15 *

d<0,53
d<0,53
4 mm

A<0,51
A<05a
2mm

A<05j
A<05a

4 mm or Not
Larger Than
Thickness (NLTT)

Intermediate
C

Not permitted

Not permitted

2A

d<04r
d<04a
4 mm

d< 0,41
d<0,4a
3 mm

Not permitted

A<04j
A<O04a
3 mm or NLTT

. Stringent
- e

,ea?>®
‘H*t

- At
S I

>>*

d<03i j
d<0,3a
3mm

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

I
Not permitted

t
I

L.
A<03;
A<03a
2mmor NLTT






No.

10

tl

12

13

14

Importaction
doalgnallon

Bad flt-up.
fillet wolds

Undercut

Excess weld
metal

Excessive
convexity

Rllat weld
having a
throat thick-
ness greater
than the
nominal
value

ISO 6520
Remarks
An exeasslve or Insufficient gap between the
parts to bo joined
Gaps exceeding the appropriate limit may In
certain eases bo compensated for by a corre-
sponding Incraasa In tha throat
soil Smooth transition Is raquired
5012
. t
502 Smooth transition is required
Nominal weld
-Actual weld

For many applications a throat thickness greater
than tha nominal one may not ba a reason for
rejection
Actual weld
Nominal weld

»S0 5817;1992fE

Limits for Imperfections for geallty

Modonto

0

A<1mmi4-0,3a.
max 4 mm

AC 15 mm

A<1mm+0,25A.
max 10 mm

Act mm4-0.25 A,
max 5 mm

AC1mm4-03e,
max 5 mm

Intermediate
C

A<0,5mm+0.2a,
max 3 mm

A<10mm

AC1mm+0,15A,

Ac1mm4-0.15A
max 4 mm

AC1mmi4-0.2a.
max 4 mm

H7

Mool

AC1mm+0,1 A
I max 5mm

> B

Mh-i\

Ac 1 mm4-0,1A,
max 3mm i
—idey

1%\

:4***#»i

Ac 1 mma4-0,15a,
max 3 mm
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ISO 8520

No Imperfection
reference

designation

15 Filial weld
having a
throat thick-
naas smaller
than the
nominal
valua

18 Excessive 504
penetration

17 Local 5041

protrusion

IS Linear mis- 507
alignment

Remark:

A filial weld with an apparent throat thickness
smaller than that prescribed should not be re-
gardad as being imperfect If the actual throat
thickness with a compensating graater depth of
penetration complies with the nor.dnal value

The limits relate to deviations (torn the correct
position. Unless otherwise specified, the correct
position is that when the centrelines coincide
(see also clause t).

t refers to the smaller thickness

A VAR

Limit- (or Imperfection- (or qu":itlity level- '?<*

Moderate
D

Long Imperfections:

Intermediate Stringent

A m

n- .
rfOs pV\/rrn iTud

Not permitted

Short Imperfections:

A<03mm+0,1 a

max. 2 mm

A< I mm+ LPA
max. 5 mm

Permitted

max. | mm

A<tmm+08A
max. 4 mm

A<1mm+03A
max. 3 mm

Occasional local excess permitted

Figure A — Plates and longitudinal welds

A<025f.
max. 5 mm

A<O0.1f.
max 3 mm

A<0.15f.
max 4 mm

Figure B — Circumferential welds

max 4 mm

A<05t

| max 3 mm | max 2 mm






No. Imparlaction
daalgnatlon

26 Multi pla
Imperfections
In any cross-
sectlonO

1) Sm annex A.

ISO 6S20
rafaranca

Remark-

For thicknassei j < 10 mm or a < 10 mm or
less, special consideration may bo necessary.

A, ¢/i2 ¢\, ¢k ¢ S« A

Umlta ter Impartactlona for quality lawaia

Modarata Intermediate Stringent
D C
Maximum total height of short |
0,25 or 0,25 a. 0.210r0.21t. 0,1510r0.15 3,
max. 10 mm max. 10 mm max 10 mm

wil *nrr!

. i«
-*i51

.

. A,
\/* ek jt\/
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Annex A
(informative)

Additional information and guidelines for use of this International

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 tx
restricted by the stipulated values for the dlfferen
quality levels. However, the value of a singli
imperfection may exceed > A, e.g. for a single pore

This International Standard may be .used in con
junction with a catalogue of realistic'lllustration!
showing the size of the permissible imperfection!
for the various acceptance levels by means o
photographs showing the face and root side and/oi
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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