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EIZATQrH

Jta mAaiola TG mapouoag SUTAWHATIKAG epyaociog HeAETABNKE n cuumepldpopd o Safpwon tou
XGAuBa uPnAng avroxng AH36 Kol oUYKOAMACEWV TOU HETA amd £kBeon SoKlpiwv oe cuUVONKEG
ETUTAYUVOUEVNG yRpavonGs. MehetiBnkav 600 el6wv cUYKOANACELS : UPBPLSLKA ouykOAAnon laser-to€ou
(ouykekplpéva laser-MAG+tandem) kat cuykoAAnon tofou pe owANVOeldEG NAEKTPOSIO , KaBwG Kal
Sokipla petalhou Baonc.

H epyoocia amoteAsital amd SUo pépn : BewpnTikO Kal TEPAUATIKO. XTO BOswpntikd HEPOG
napatiBevratl Sie€odika mAnpodopieg yla TG GUYKOAMAOELS THNENG TOU Xpnoljomolnkav ota umo
peAétn Sokipa (LBW,GMAW,FCAW) kal yia thv uBpldikr ouykOAAnon laser-té€ou kat tn péBobo
Tandem MIG/MAG. Emiong epmeplexetal KePAAAo OXETKA HE TIC popdEc OSudBpwong twv
OUYKOAMNOEWV avBpaKoUXwV Kol KPAHOTWHEVWY XOAUBWVY Kal TOUG TPOMOUG MPOoTACiaG aAUTWV. XTo
TELPAUOTIKO HEPOC TIEPLYPADETAL AVOAUTIKA N TElpapaTiky Stadikacio mou akohouBnOnke : ékBeon
TWV SOKIUIWV 08 CUVONKEG ETMITAXUVOLLEVNC YNPOVONG , LETPNOELG AMWAELOG BAPOUC KOl UTTOAOYLOMOC
puBuol Sl1aBpwong , MLIKPOOKANPOUETPNOELC KABWC Kal OMTIKA HIKpookomia. Emiong, €ywve
npoomndBelo Pndlokng amotinwong tng emipavelag Stafpwpévou SOKIUIOU Kol CUYKPLONG TNG HE
emupavela Sokipiou mpv amnod €kBeor) tou oto TepLPaArlov SlaBpwonc , LECW TPLOSLACTATNG OAPWONG
pe xpnon Aeukol Sopnuévou GwTOC. TN CUVEXELA ,MAPATIOevVTOL AVOAUTIKE TA QITOTEALCUATO TWV
TELPAUOTIKWY LETPAOEWV KABWC Kal n avaluon Kol emefepyacia Toug.

TéAog , mapatiBevial TA OUGCLAOTIKOTEPA CUUTIEPACHATA TIOU €fAYOVIAL QMO TNV €KMOVNON TNG
napovoag epyooiag.






ABSTRACT

Corrosion behaviour of high tensile strength steel AH36 specimens and its weldments, after exposure
of several specimens to accelerated aging conditions, was studied within the present thesis. There were
examined two different types of weldments : produced by Hybrid Laser-Arc Welding (specifically Hybrid
Laser-MAG+Tandem Welding) and by FCAW , as well as specimens of parent metal.

The thesis consists of a theoretical and an experimental part. The theoretical part includes detailed
information on the following fusion welding processes: GMAW, LBW, FCAW and HLAW. In addition a
detailed reference on Tandem MIG/MAG Welding is included as well as a chapter referring to forms of
weld corrosion and practices to minimize it. The experimental part includes a detailed description of the
experimental procedure that was followed: exposure of specimens to accelerated aging conditions,
weight loss measurements and calculation of corrosion rate, microhardness tests and optical
microscopy. Furthermore, it was attempted to measure the three-dimensional shape of a corroded
specimen’s surface and compare it with the surface of a non-corroded one, by using a structured white
light 3D scanner. Subsequently, all experimental results are presented and analyzed.

Finally, substantial conclusions which have arisen through the entire course of this research are
notated.

xi
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KEDPANAIO 1 : XYTKOANAHXEIY METAAAIKQN YAIKQN

KedaAaio 1 : ZuyKoAAROELG LETAAALKWY UVALKWV

1.1 Ewoaywyn

O ouyxpovog koopog &g Ba gixe TNV Texvoloyikn avamtuén mou oAol yvwplloupe, av dev umrpxav ot
OUYKOAANOELG, LE TLG OTIOLEG TIPAYLOTOMOLOUE HEYAAEC KOl CUVOETEG KATAOKEVEG CUVSEOVTAC LETALY
TOUG MKPOTEPA UEPN. Z€ OAEG TIL( OUVLOTWOEG TNG avBpwrivong TeXVOAOYLIKNAG Spaotnplotntag ol
OUYKOANOELG amoTeAoUv Baolkd TUAMA, WE Katepyaoia ouvdeong, cuvappoAdynong Kal YEVIKOTEPQ
QVEYEPONG KATOOKEVWV. MEe Tn Xpron ocuykOAAnong Umopoupe va ptacoupe oto 100% Tng avtoxrnc Tou
petaldou Baong, va sfacdalicoupe TANPN oTeyovoTNTA TNG OUVOECNG , EVW SEV UTIAPXEL KOAVEVAG
TIEPLOPLOUOC TIAXOUG OTa UTIO oUVOean eAdaopata. Méow tNG cuyKOAANoN¢ petadEpovtal Ta hopTia amo
TO £val LEAOG TNG KATAOKEUNG 0TO GAMO.

Alokpivovtal MEVTE PEYAAEC KATNYOPLeEG HEBOSWV Evwong LETAAAWY :

o. 2ZuykoAAnon pe tién (fusion welding) , 6mou nmpocdidetal BeppotnTa ota UTO Evwon HETAANT
HEXPL va cUpBel ouvTnén. Asv amatteital n epoappoyn EWTEPLKNC Ttieonc.

B. ZuykoAAnon pe nAektpikn avtiotaon (electric — resistance welding) , 6ou mpwta npoodidetal
Bepuotnta pe tn Bonbela nAektplkol PEUUATOC TIOU TIEPVAEL ATO TO UMO £VWon HETOAAQ
(dawopevo Joule) kat otn cuvexela epapuoletal EwtepLkn Tieon.

Y. 2ZUYKOAAnon ote oteped ¢paon (solid — phase welding) , omou edpapuodletal efwtepikn Tieon
XWPLG TponyoUevn TAEN TWV UTIO CUYKOAANGN HETAAAWV , KTOC oo €val TTOAU AETTTO OTPWHOL
KOVTQ OTLC eMLbAVELEG CUYKOAANONG.

6. Etepoyevng cuykOAAnon n évwon os vypn — otepen $paon (liquid — solid phase joining) , 6rou
Ta unmo £vwon HETaAla Beppaivovtol PEXPL val ATOKTAOOUV Bepuokpacio HKPOTEPN TOu
onueiov téNG TOUG Kal cuyxpovwe mpootiBetal SladopeTikd pETOAAO (XOUNAOTEPOU onpeiou
™éNg) og uypn KaTAoTaon , £T0L WOTE UETA TNV anoPuén va SnuloupynBel n évwon oe otepen
Kataotoon.

€. '‘Evwon pe kOAAa (adhesive bonding) , 6mou oL evwoelg SnpLoupyouvTOL GOV AMOTEAECHA TNG
HoPLaKNG EAENG LETALL TWV TTPOC EVwon ETLPAVELWV KAl TNG KOAAQG.

1.2 Tunoil ocUvdeong [7][8][13]

OL ouykoAM\noslc th¢ewc (fusion welding) sival kKatepyooieg HEOW TWV OMOLWV ETLTUYXAVETAL GUVEXAC
ouvdeon 600 peTaMKWY OToLXElWY, HEow TNE TAENG Toug ammd KArmola iy Bgpuotntag, He 1 Xwpic tn
xpnon npocBetou vAwkou (filler). Oi Baoikol TumoL cUvdeong ( joint types ) peta SUo peAwv elval ot
g€nc mévre (2x.1.1) :

A. ZUvéeon katd cupBoln (butt joint) , n ouvdeon petall SUo peAwv Tou Kelvtal mepimou oto
dlo emimedo.

B. Twviakr ocuvdeon (corner joint) , n ouvdeon petafl dUo pelwv mou Keivtal mepimou kabeta
peta€l Toug wote va oxnuatifouv ywvia nepinou 90°.

I. Zuvéeon T (tee joint) , n ouvdeon petafd 6V0 HeAWV OU Kelvtal MePmou KABeTa HeTAEL TOUC
woTte va oxnuati{ouv To ypapuo Tau.

A. Z0vbeon pe emukaAuyn (lap joint) , n cuvdeon PeTall SU0 EMUKAAUTITOUEVWV LEAWV.

E. Zuvéeon katda akun (edge joint) , n oUvdeon PeTAL TWV aKUWVYV SUO N TEPLOCOTEPWV
mapAAANAwV N mepimou mapAAANAWY HeAwWV.
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&

e -
I(a) butlt joint % ' @

(b) lap joint

a'\ﬁﬁﬁ l _
09 (e) corner joint (c) T-joint

/

Jxnua 1.1 : Baotkol tumot cuvdean¢ uetaéu Svo pueAwv.[13]

KaBe évac amod toug mapanavw TUToug cVEEaNG Umopel va yivel pe Stadopoug TUTTIOUC GUYKOAANONG
(weld types) 1 pe ouvbuaoud autwv. AkoAouBoUv oL Bacilkotepol TUMOL CUYKOAANGONG TOU
XPNOLLOTIOLOUVTAL OTN VAUTINYLK.

A. ZuykOoAAnon katda cupBoAn (Butt weld)

1)

2)

3)

4)

5)

KAewoty oupPoAn (closed butt or square groove weld) : oL akpéG Twv umd cuykoAAnon
ghaopatwy , xwpic kopia dtapdpdwon , épxovral os enadr. H cuykdAAnon yivetal anod tn
pLa ) Kot tig SUo mAsupEg.

Avoliktiy oupupoAr] (open square butt or open square groove weld) : amopakpUvovtol Alyo
Ol OKHEG TWV EAAOUATWY WOTe va SnuoupynBel éva kevo PeTafl TOUC. I TIEPLIMTTWOELG TIOU
glvat advvatn A un emBuunti n opdimievupn ouykoAAnon , eivat duvatov va yivel
ouyKOAAnon mAnpoucg Sleicduong Twv eAACUATWY amd T pia povo mAsupd pe tn BonBela
™G emkaAumpag (oxAua 1.3).

Tumou V (single V and single bevel groove): o peyalltepa mayxn eAACUATWY GUYKOAANGN
mAnpoug Sieiobuong pumopetl va yivel povo pe KatdAAnAn Stapdpdwon Twv OKUWY TWV TTPOG
oUYKOMnNon ghoopdtwy. H cuvnBéotepn tétola Stopopdwaon eivoar n V pe tig Stadopeg
mapaAAayEg TNG.

Tunou X ( double V and double bevel groove): og moAU maxld eAdopata n Stapdpdwon
TUTou V amnattel LeyAAEG TTOCOTNTEG TIPOOTIOEUEVOU UETAANAOU, EVW N CUYKOAANCH o T
ML LOvVo MAgUp@ Onuloupyel pn amodektéC mapapopdwoel. Ma TNV AVILLETWIION TwV
TPOBANUATWY QUTWV XPNOLUOTIOLELTOL N GUYKOAANGHN TUTIOU X , HE TNV Omoio Hmopouv va
oUYKOANBoUV eAdopaTa AMEPLOPLOTOU TTAXOUGC.

Tunou J (single J and double J groove): o ouykekplpévog TUMOG OUYKOAANGONG elval
mapaAayn TG ¥ V kal pmopel va xpnotdornotnBei oe eAdopata kaBe mayoug.
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6) Tomou U (single U and double U groove): oL aKpEG TOU QUXEVA TWV EAQCUATWY EPXOVTOL OE
téAela emadr. Xpnowormoleital Kupiwg oe eAdopata maxoug mAvw amoé 20mm. H
oaudimAeupn U xpnopomoleital yia tnv amodpuyn LEYAAWY TTAPOHOPDWOEWV.

B. Auxevikn) ouykoAAnon (Fillet weld)

Eival o ouvnBéotepoc TUMOG cuykOAANoNG o epappoleTal Ot VAUTINYLKA. OEwpnTIKA , N Ywvia Tou
oxnuotilel to péToAo ouykOAAnong upe KkdBe éAhaocpa elval 45°. Asv amouteital Slaitepn
TIPOTIOPOOKEU TWV QKUWY EKTOC a0 £EQLPETIKEC TIEPUTTWOELG TIOU N OUYKOAANnon Oev TpEmeL va
TpoegExel. AKOun , 6ev amnatteital n umapén Stakevou PeTAED TWV MPOG GUYKOAANON EAACUATWV.

I. ZuykOAAnon pe emuk@Auyn (Lap welded joint)

O TUTOC¢ QUTOG GUYKOAANONG elval UTTOAELUUA TNG LEBOSOU NAwoNG e eTKAAUYPN KAl APUOKAAUTITEG.
IAUEPA XPNOLOTIOLE(TAL HOVO O KATIOLEC TIEPUTTWOELS OE VOUTINYLKEG KOl GAAEG OLONPEG KOTOOKEVEG ,
YLOL OPLOUEVEG CUVOEDELC LOPPOOLENPWY LECW EAXCUATWY ( TLX. oUVEEON aykwvwV He {uyd Kal VOUELS).
H emik@Aun mpénel va elval ion mPog To TETPATAACLO TOU TIAXOUG TOU AEMTOTEPOU €AACUATOS , OXL
OUWCG peyaAltepn Twv 50mm.

Reinforcement

Toe
(a) Toe (d)
9, D\
(|
/ 7 S
Butt joint; / T-joint;
square weld fillet weld
(b)  Reinforcement (e) T
oe
ZVakai
[
Butt ioint: / .
utt joint; T-joint;

single-V-groove weld single bevel weld

(c) Toe

§ ; N, Toe

TG
Lap joint;
fillet weld

Zxnua 1.2 : Zynuatikn avanopaotacn oploUEVwY Baoitkwv TUnwv ocuykoAAnong.[13]
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Tack weld Adhesive tape

Permanent backing strip Removable shaped  Ceramic backing bar
backing bar

Zxnua 1.3 : Atdpopot tumot xprong emkaAvntpag. [42]

1.3 ZUyxpoveg pEBodolL cuykOAAnong

OL Kkuplotepeg HEBOSOL GUYKOAANONG TIOU XPNOLUOTIOLOUVTAL TIEPLOCOTEPO ONUEPA KAl Ol Omoleg
QVAKOUV OTNV Katnyopilo cUYKOAANonG Ue Thén eivat ot €€AG :

JuykOAAnon pe Aéplo kat Kormn pe Ofuyovo (Oxyfuel Gas Welding and Cutting)

JuykOAAnon pe Emevéedupéva Hhektpodia (Shielded Metal Arc Welding , SMAW)

JuykOAAnon pe HeAktpodia BoAdpapiou kat Mpootacia Aepiou (Gas Tungsten Arc Weldnig ,
GTAW)

YuykOAAnon pe Tnkopevo HAektpobdio kal Mpootacia Aspiou (Gas Metal Arc Welding , GMAW)
JuykOAAnon Togou pe Xpron ZwAnvoeldwv HAektpodiwv (Flux Cored Arc Welding , FCAW) , tou
elvat pla mapariayn tng pebodov GMAW

JuykoAAnon BuBaotpévou Togou (Submerged Arc Welding , SAW)

Autopatec MéBobol Katakdpudng ZuykodAAnong (Vertical Automatic Welding Processes) , 6mou
ol LEBoboL Tou XPNOoLUOTIOLOUVTAL EUPEWC CHLLEPA OTN VAUTINYLKA gival SUo , n electroslag kat n
electrogas.

JuykoAAnon kat Komn pe To€o NMAdopartog (Plasma Arc Welding , PAW, and Cutting , PAC)
YuykOAAnon pe Laser

AT 10 0UVOAO Twv 37 SoKLUiwv Pe CUYKOAANGN o XpnoLomoLlenkay otnv napoloa SUTAWUATIKA
ta 12 édepav ouykoAAnoelg tunmtou FCAW kal ta urtodouna 25 uPpldikéc cuykoAAnoelg Laser — GMAW.
Q¢ €k TOUTOU , amo TG HeBASoug ouykoAnoewv Tou avadEpbnkav Mmoapandvw , otn cuveéxela Ba
TIAPOUCLACTOUV oL €€NG :

GMAW
FCAW
Laser
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1.3.1 ZuykoAAnon pe Tnkopevo HAektpodio kat MNpootacia Aepiov ( Gas Metal
Arc Welding , GMAW ) [7][8][13][16][17][18][19][21][22][25]

1.3.1.1 leviKA XOPOAKTNPLOTLKA

H ouykekpluévn pEBodog cuykOAANGNG XPNOLUOTIOLEL TTpooTacia aepiou Kal n anattolevn Beppotnta
TIAPEXETOL ATIO TO NAEKTPLIKO TOEO TTou oxnuatiletal petafl evog TNKOUEVOU NAEKTPOSIOU KOl TWV TIPOG
OUYKOAANON Tepayiwv.

1o mpwta otddla epdaviong Ing , N HEBodog autr eBswpeito pa péBodog uPnANG TUKVOTNTAG
PEVOTOG LLE YUUVA NAEKTPOSLA ULKPNC SLAPETPOU KOL LE TIPOOTACLO TTOU SLvoTaV armmod mapoxh adpavwy
oeplwv. Kata kUpLo AOyo XpnOLUOTIOLELTO Lo TN CUYKOAANGN Kpapdtwy adoupwviou. Etol tng 666nke n
ovopaoia MIG (Metal Inert Gas). Itnv mopela , okohouBwvtog TG efehifelc , dpxloav va
XPNOLUoToLoUVTAL PEUMOTA XAUNANC TTUKVOTNTAS KABwWC emiong Kal MAAAOUEVO cuveXEC pelpa. H xprion
¢ HeBOGoU emekTAONKE Kal O OUYKOAANOEl GAAwvV HeETOAAwv (avBpakolxol & avoeidwrol
XAAUBEG,LaYVAOLO,XOAKOG, VIKEALO K.A.) Kal TIAéov ylo TNV e£miteuén mpootaciag dapxocov va
xpnotomnololvtal Kal evepyd aépla (kupiwg CO,). Etol, n uéBodog petovopdotnke oe GMAW mou
£lval gpUuTeEPOC OpoG. tn HEBoSo GMAW evdeikvutal n xprion DCEP (ouvexég péupa avaotpodng
TmoALkoTNTaC) , KaBwg £tol e€aodaiiletal otabepd TOEO , opaln pon LETAANOU pE Alyeg ekTOEEUDELG KOl
oAU kaAr Sieicduon. Me xprion DCEN (ocuvexég pebpa opBrc moAkotntag ) 1 AC (evaAAacoOuevo
pelpa ) N HeTadopd TWV TNYUEVWY LETAAAKLWY OTAYOVWV ELVAL APKETA OKAVOVLOTN KOl OTAONC.

Mua tutukn Sidtagn GMAW ddwvetal oto mapakdtw oxnua 1.4 kot anoteAeital ano empépoud Lepn ,
TOL KUPLOTEPQ EK TWV OTtLWV €lval Ta €€NG :

* N pnxavr ouykoAAnong

e TO TILOTOAL GUYKOAANONG

e T0 nAektpddlo

e ntpododooia nAektpobdiou

e 1 mopoxN aspiou mpootaciag kal n pubutotikr BaABida
e  TO YPUKTIKO CUOTNUA TOU TILOTOALOU CUYKOAANGNG

®  TO TNAEXELPLOTAPLO
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Jxnuoe 1.4 : Turtkn Swataén GMAW : (a) ouvoAwkn Stadikaoia, (b) n meploxr thg ouykoAAnong.[13]

1.3.1.2 HAektpodia

TG OUYKOAANOELS MoAakwv XaAUBwv kot XaAUBwv uPnAng avtoxng He tn HEBodo GMAW
xpnotuomnotouvtal U0 TUMoL NAeKTpoSiwy : (o) cupmayn Kat (B) pe Tuprva MPOoTATEUTIKAG okovng (flux
cored). Itn vaumnywn Blounxavia, €xeL €MKPATACEL N Xpnolpomoinon tng &eUtepng Katnyopiag
nAektpodiwy, kabwg mpoodepel LPNAG pubud evamoBeong UAKOU He efalpeTiky ogn padng kat
XAUNAGQ Toooota ektofeloswy. Ouolaotikd otnv nepimtwon (B) mpokettal ya tn péBodo FCAW , n
orola eival pa mapaAiayn tng pebdodov GMAW.

Ta oupmayn nAektpodia pe mpootacio adpavolg agpiou €xouv cuvnBwg tTnVv 6La cUVBEDN e TO MPOG
OUYKOANON Baokd pETAANO. ITnV TEpiMTwon , OUWG , TTOU TO XPNOLUOTIOLOUEVO AEPLO €ival evepyod
(.. piyna pe O, n CO,) , TOTE eilval amapaitntn n mPoobnkn amofeldwTkwWy OTO0 KPAUA TOU
nAektpodiou (kupiwg Si kat Mn). OL Mo cuvnOLOPEVEG XPNOLUOTIOLOUEVEG SLApETpOoL NAekTpodiwy
Kupaivovtot petafd 1.02 kat 1.59 mm (0.045 pe 1/16 in) , aAAG UTIAPXOUV KOl NAEKTPOSLO LKPOTEPWY
(u€xpL 0.5 mm) kot peyohUtepwy (Héxpt 3.18 mm ) SLopETpwy.

1.3.1.3 MwotoAia cuykOAAnong

Ytn péBodo GMAW umapyouv TILOTOALA yLO. XELPOKIVNTA KOL NULAUTOMATN OUYKOAAnon. Emeldn to
NAEKTPOSL0 TIpowWOelTaL CUVEXWC KOTA TN SLAPKELA TG CUYKOAANGNC , TO TILOTOAL TTPEMEL AmapaitnTa va
Sl00tel pla oAloBaivouoa nAektpikn emadrn (owAnva emadng) ya tn SLOXETELON TOU PEUMATOC.
Mpénel, eniong, va dlaBetel akpodUaLo yla TNV apoxr Tou agpiou mpootaciag. H amattovpevn Yuén
TOU TILOTOALOU YIVETAL N PE TO AEPLO TIPOOTOCLOC I HUE KAELOTO KUKAWMA VEPOU N Kal Pe Ta Svo. Ito
oxnua 1.5 ¢aivetal eva TUTILKO TILOTOAL GUYKOAANONG GMAW.
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Zxnua 2.5 : Hutautouarto , agploukto motoAt ouykoAAnong GMAW. [39]

1.3.1.4 XopaKTneLOTLKK) HNXavig oUYKOAAnong

H GMAW eivat uéBodo¢ ouykOAAnong We TOAU udnAfR  Tukvotnta  €viaonG PEUMATOC
(i = 50x10°:100x10° A/in?). Mo To AOYO QUTO QmAUTEL HNXOWA OUYKOAANGONG otabephc fi eAadpd
ovepxouevne taong (constant voltage or rising).A¢ onpuelwBOel OtL Katd tn SLdpKela TNG CUYKOAANONG
GMAW , 10 ouvexég nAektpodio tpododorteital pe otabepn taxvtnta. Mia veotepn eEEAEN oTOV TOUEX
TWV pNXavwyv cuyKOoAAnong GMAW eival oL pnxavég maAAopevou cuveyxolg pebpatog (pulsed d.c. power
supply). OL pnxavég autég mapéxouv dVo emimeda évtaong pevpatog : £va otabepd pelpa XoUNANG
£vtaong , mou Sev elval os Béon va mpokahéoel petadopd Tou ThKOUEVOU UAIKOU o otayovidia , Kot
gva pebpo uPnAotepng évtaong , uTo popdn MAAHWY , TOU UTePTIBeTaL 0TO MPWTO (ouyvotnTag
ouvnBwg 50 Hz). H péylotn T tou GUVOAKOU pelpoTog sival uPnAoTepn TG TIUAG HETABaoNG
(transition current ) , ontdte n petadopd yivetal pe Pekaopo. To GNUAVTLKO TTAEOVEKTNUA TWV LNXOVWV
outwv eivatl otL n emBupnt petadopd pe Pekaopo yivetal pe omodOTIKOTEPN XPNon NAEKTPLKAG
EVEPYELQG.
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1.3.1.5 TexvikéG petadopag NPooTLOEUEVOU HETAAAOU

M'evik@ , oL TapAyovteg mou ennpealouv Tov TUTo PeTtadopdc LeTAAAOU sivol oL €€AG :
e 1 évtaon Kal to €idog Tou peUpATOC
e 1 SLApETPOC TOU NAeKTpOodiou

n cvotoon tou nAektpodiou

TO HnKog mpoefoxng tou nAektpodiou

e  TO OEPLO TTPOCTACLOC

H petadopad tou tnypévou PETAAAOU amd tnv AKpn Tou NAEKTpodiou oTo AoUTpO TNG GUYKOAANONG
UTTOpEL va YiveL e TPELG SLadOpPETIKOUC TPOTIOUG ¢

A. Metadopad pe BUOLon N BpaxuxkUkAwon (short circuit transfer) : H texvikn auvty , yvwotr Kat
w¢ GMAWS-S , avantuxbnke yla va yivel Suvath n cuykOAAnon o€ oAU AEMTA EAACUATA KOL OE OAEG TIG
B£oelg xwplg TN Xprion adpavwy aepiwv mpootaciog. To TNyUEVO HETOAAO OTNV AKpn Tou nAektpodiou
petadépetal oto Aoutpo TNG CUYKOAANONG Otav To NAeKTpOSlo ayyiéel tnv emidpavela tou Aoutpol ,
npokaAwvtog O&nAadn PpaxukUkKAwpa Tou TOfou, KATL TOU oupPaivel 20 pe 200 dopég TO
SeUTEPOAENTO. TNV TEXVLKN QUTH XPNOLUOTIOLOUVTAL UIKPEC EVTAOELC pelpatog (50-220 A) Kol ULKPEG
taoelg (12-22 V). fuvnbwe , n péBodog umootnpilel nAektpddia Stapétpou 0.6-1.1 mm und thv
npootacio 100% CO, N piypa 75%-80% Ar pe 20%-25% CO,. YO mpolnoBEoelg , xpnolomnoleital Kot
TPLUEPNG TtpooTacia agpiou Ar + CO, + O,. Ta cuvnOn maxn LeT@AAwv Bdong elvatl 0.6-5.0 mm. H padn
TIOU TIPOKUTITEL A0 QUTOV TOV TUMO petadopd PUXETAL YpRyopa , YEYOVOC APKETA emMOBUUNTO Of
OUYKOAM\AOELG AemTwV eAAOUATWY O opodlaiec cUYKOAAOELG Kal o evamoBéoelg padwv pilag pe
UEYAAO Avolyua.

AVOAUTLKOTEPO , N TEXVIKN HeTadOPAG TpayHATONOLETaL O Mévie otadla, Ta omoia ¢aivovral oto
oxnua 1.6.

A. To nAektpobilo épxetal o emadr] pe T Alvn cuykoAAnonc. H tdon tou t6ou Teivel oto pUndév ,
EVW N évtaon Tou togou aufavetal. O pubuog avénong HEXPL TN HEYLOTN TN PEVHATOC ElVOL O€ GLEON
g€aptnon amno to puéyebog g epapproldpevng Emaywync.

B. TN OUVEXELD , OL NAEKTPOMOYVNTIKEG OUVAUELG ooKOUVTOL OpOLOpopda YyUupw amd To
NAekTPOSl0. H emidpaor toug €xel oav amotéAecpa tn Snuioupyia dUvaung n omola MPoKAAEL TN
CUMTlEON TNG TNYUEVNG OTAYOVAG 0To dKkpo Tou nAektpodiou (neck or pinch effect). H taon tou t6fou
auavetal otadlakd , EVW To peUpa cuveyilel va QUEAVETAL LEXPL TN MEYLOTN TN TOU.

C. 210 ONUelo AUTO , N TNYUEVN LETAAALKA OTAyOVA ATOKOAAATAL Ao TO AKPO Tou hAektpodiou Kat
TO pelpa AapBAvVEL TN HEYLOTN TLUN Tou. OL Suvapuelg avtidbpaong otn Alpvn CUYKOAANONG QTOTPETOUY
TNV EMAVEVWON TN TNYUEVNG OTAYOVAC UE TO NAEKTPOSL0.

D. H vnAn tdon mou xapaktnpilel to onueio autd umodelkvlel tnv Umapén tofou , evw To pel
Slatnpet ehaylotn tipn. Katd tnv mepiodo auth, oxnuatiletal véa otayova oTo Akpo Tou nAektpodiou.
E. To nAektpodlo PBpioketal kat maAl o emadn He TN AlUvn cuykOAAnong pe tnv Stadikaoia

petadopdg va emavalapBavetal. H cuxvotnta twv BpaxukukAwpdtwy saptdtol omd to péyedog tng
edbappoldopevng Taong kAl TOo aéplo  Tpootaciac. Mpoodnkn Ar aufdvel T ouxvotnta
BpaxuUKUKAWHATWY Kal PELWVEL TO HEYEBOC TNG TNYUEVNC LETAAALKAC OTAYOVOLC.
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Zxnua 1.6 : Stabia texvikng uetapopadc ue Budion [Lincoln Electric 2006].

210 oxNua 1.7 mapouoialovral KOAUTEPA T 0TASLO OAOKANPWONG TNG TEXVLKNG AUTAC , L€ ATIOTEAECUQ
va ylvetal kaAutepa katavontn n dtadikaoia. Ito oxnua avtd , eniong , n Stadikacio oAokAnpwvetatl
oe €&L otadla , kabwg daivetal pla evdldpeon kataotaon (otadlo E) katd tnv omoia 1o nAeKTpodilo
TANoLAel 0To Baciko HETAAAO yLa VEQ BPayUKUKAWON.

Jxnua 1.7 : Stadia 0AokANpwanc UETAPOoPds Ue BpaxukUkAwaon : A) pualki) ertapn nAektpodiou ue To Baatko
uetaAdo, B) «toiunnua» nAektpodiou , C) UETAQOPA TNYUEVNG OTayovaG, D) uéyLoto unkoc kat taon tééou ,
E) mAnoiacoua nAektpodiou oto Baowko uEtaAdo, F) ek véou BpaxukUukAwaon [Miller 2012].
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NAEOVEKTALOTO. T £10.$opac UE BPOXUKUKAWON.

e Auvototnta OUYKOAANGONG oe OAeg TIg Bfoelg , OmMweg emimedn , opllovilad , KATAKOPUDN Kot
opodlaia.

e |8avikn ylo ouykoAAAoeLg Tepoxiwy xwplc KatdAAnAn mposToaoia Kal yio evanoBéoelg pilag oe
OWANVWOELC.

o  Mikpotepn mapapopdwon , Adyw Hkpng mpdéodwaong Bepudtntag.

e BaBpol anddoong nAektpodiou mavw amnd 93% .

MELOVEKTNUATA. T £10.$h0oPAC UE BPOXUKUKAWON.

e [eploplopdg os edbappoyeg evamobeosw pilag os mayLd eAdopata.

e Avemapkng €Aeyxoc tng Stadikaolog pmopel va odnynosl o ateAn tHEN. Evo akOUA ONUAVILKO
oAU TNG LETAPOPAC LETAANOU UE TNV TEXVLKN QUTH €lval n mPOoKANon UTEpKAAUPEWV.

o EAMAG €Aeyxoc tng ouykoAANTIKNG Stadikaciog urmopel vo odnyrnost os unepPOAIKEG £KTOEEVOELG
METAAAOU Kall GUVETWG o€ aUENon Tou KOGTOUG KaBapLlopol TG CUYKOAANGNC.

o Je efWTEPIKEG epyaoiec , yla TNV amoduyr anmwAELOg TOU aspiov mpootaciag , elval amapailtntn n
Xprnon avepobwpaka.

B. Metadopd pe otayoveg (Globular transfer) : Mepovwpéveg otayoveg tnyuévou UETAAAOU
petad£povtal péoa oto ToEo UTO thv emtidpaon Tng Baputntag. H aAAnAsmibpaon Twv otayovwy UE Thv
emudpavela NG Alpvng ouykOAANong emnpedlel T pon HEoa oTn OUYKOAANnon. H SLauetpog Twv
oTayovwy eival mepimou dla 1 kat peyaAltepn amd autr tou nAsktpodiou (ocuvnbwe 2-4 dopéc n
SLAUETPOG TOU NAEKTPOSIOU) eV TO OXAUA TOUC aKAVOVLOTO. TNV elkova 1.1 daivetal n petadopd pe
XOVTPECG OTAYOVEG KATA TN SLdpKela ouykoAAnonc GMAW evog xaAuPa , pe évtaon pebpatog 180 A kat
npootacia agpiou Ar-2% O, . H petadopd pe otayoveg Sev elval mAVTOTE OJOAR Kol xapakTnplletal
oo eKTWVALELG LETAAOU eKTOC TNG padng (spatter). Q¢ cuvénela Twv ektofeloswy eival n mopaywyn
KOTvoU , av Kol TO HeEYAAUTEPO TTOCOOTO TIPOEPXETOL ATIO TN UeTadopd TwV oTayovwy. O mopayOUEeEVoq
Kamvoc nepléxel PAapepa mpog tov avBpwro otolxela ( Fe, Cr, Ni,Mn ), yU auto Kal eival anapaitntn n
npoPAen tou Pabuol €kBeong Tou CUYKOAANTH O€ AUTA. e opBr MOAKOTNTA KOL OXETIKA XAMNAEC
EVTACELG PEVMATOG N HUeTOPOPA TOU TNYUEVOU UETAAAOU YIVETAL IE OTAYOVEC , AVEEAPTNTA ATIO TO AEPLO
npootacioag. Qotoco , pe xpnon CO, kat He mopatnpeitol o€ OAeC T €VIAOELS PEUMATOC. €
ouykoAnoselg GMAW avBpakoUXwV Kal UIKPOKPAUOTWHEVWY XOAUBwY Xpnolpomoleital mpootacia
CO, e OKOTIO TNV EAOXLOTOTIOINON TWV EKTOEEVOEWV.

Ewova 1.1 : Metapopa UeTAAAKWY oTayOVwVY Kata T ouykoAAnan GMAW yaAuBa ue npootaocia Ar-2% O,, ue
peUpa 180 A koL tdon 29 V, avd 3x10~ s [Jones 2003].
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NAEOVEKTALOTO. T £10.$0OPAC ILE OTAYOVEC.

e Xpnon ¢6nvwv aepiwv npootaciag omwe CO, kat piypatog Ar/ CO,.
e IkovoTNTa CUYKOAANCEWY 0€ UYPNAEC TOXUTNTEG.

e Xpnon ¢Onvwv nhektpodiwyv (cupmaywyv n LETaAALKOU TupAva).

o  DOnvOG e€omMALOOG CUYKOAANONG.

MELOVEKTNUATA. T £T0.$POPAC UE OTAYOVEC.

e Ta upnAa enineda ekTofeUOEWV HETAAOU QTIALTOUV KABAPLOUO TWV EMLPOAVELWV , LA OPKETA
oAU €€odn Sladikaoia.

o YTApYeL LeYAAn TBavoTnTA oPaAPATWY UTIEPKAAUYPNG , TTOU amaltolV damavnpec enblopbwaelc.

o YmepBoAlkn kuptotnTa padng kat eAAutng Stafpoxn tg Baong tng cuykoAAnong .

e To uPnAo mooootd ektofeloewv odnyel oe peiwon NG amodoTkOTNTAG Twv hAekTpodiwv ota
enineda tou 87%-93%.

. Mstadopa pe otayovidia (spray transfer) : Otav n évtacn Tou PEUMATOG EEMEPACEL L0 KPIOLUN
TIUA , Tou KaAsitat Tyn petapaoncg ( Iy ) , otayovidia tnypuévou pet@Alou apyilouv va petodépovral
pEoa oTo TOo UTO TNV eMibpaon NAEKTPOUAYVNTIKAG SUVAUNG , UE HeYaAUTEPN TaxUTNTA KoL UXVOTNTO
ot OTL OTO UNXAVIOUO HETAPOPAS XOVTPWY OTAYOVWY. H KploLlun T Tou pelpatog (pevpa petafaong)
Sev eival otabepn , aAla s€aptatal and Stadpopoug MapAyovIeg OMWE TO TTPOE CUYKOAANGCN UALKO , N
SLAMETPOG KOl N TIPOEKTAON ToU NAskTpodiou Kal , TéEhog , and tn clvBeon tou asplou mpootacioc. H
petadopd pe otayovidia eival n texvikn petodopdc LeTdAou pe thv uPnAotepn evépyela , OMOU TO
NAektpodlo tpododoteital oe UPNAOTEPO evepyelako emimedo , pe amotédeoua tn Snuloupyia pong
ULKpWV TNYUEVWY otayoviSiwv ta omola petadépovral afovikd Katd HRKog tou tofou . Emiong , slval
otaBepdtepn Sadikaoia kot emeldn ta TNYHEvO otayovibla elvol pLKpOTEPA TOU URKoug Tofou be
oupBaivouv BpaxUKUKAWOELC Kal £T0L 8ev TIPOKUTITOUV €KTOEEVOELS. To GalVOUEVO TOPATNPELTOL OF
ovaotpodn MOAKOTNTA , EVW amapaitntn mpolndBeon sival n unapén Ar oto neplBallov npootaciag.
Tuxva xpnotpomnotlouvral piypata Ar+1-5% O, 1 Ar+CO,, omou ta enineda CO, Kupaivovtal KATw Tou
18%. 2tn Stadikacio xpnoLLomolouvTal cupmayr NAEKTPOSLa i NAEKTPOSLA LeTAAALKOU Tuprva. Eniong
, OUVAVTATOL O€ OAQ TOL KOLVA KPAMOTA , OTWE KPAUATO aAoUpLwviou , xaAkoU , vikeAlou , avogeidwtou
XGAuBa kat payvnoiouv. H peydAn peuototnta tng Alpvng cuykOAANoNG mepLlopilel Tn Xprion TNG TEXVLKAG
Of UETWIKEG Kol emimedeg O€oelg ouykOAAnong. Qotoco , Ot €LOIKEG TEPUTTWOEL Mmopel va
edappootel o OAeG TIg O€0€LG CUYKOAANONC.

Ye avBpakoUXoug XaAuBeg n petadopd e otayovidia epoapuoleTal e MaXEX EAACUATO OE OLUXEVIKEG
OUYKOAMANOELG KOl 0€ GUYKOAANOELG KOTA oUpPBoAr. H Sielobuon sival apketd peyain Kot emnpedletol
QIO Ta UTIApXOoVTA HayvnTika edia. H xprion piypatog Ar oe mooooto 95% pe O, , eAaTTtwvel To podiA
™G pokpootevng Oieioduong (deep finger-like penetration profile) kat &ivel Sieicbuon pe mio
opaAomolnpévn popdn. H afovikn petadopd pe otayovibia , Aowmov, sfaptatal os peydlo Babuod amnd
TO TAXOG TWV TPOC CUYKOAANGN TEHAXiWY Kol TNG SuvatotNTAC CUYKOAANGONG O€ LETWITIKEG KaL eTiMeSEG
Boelc. H tehik odn tng padng sival oAU kohn , el8IKA av oL mPo¢ cuykOAANon emibAveleg eivol
KoOapEQ xwpic umoAeippata okoupldc, ehaiou kot AANwv akabapolwv.
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//3\\

Jxnuo 1.8 : Texvikn UETAPOPAG TNYUEVOU UeTAAAOU Ue atayovibia [Lincoln Electric 2006]

Ewova 1.2 : Ztyulotuna, avda 2.5x10"s, UETaQOPAc Le atayovibia ae ouykoAAnon xaAuBa yia 320A kat 29V
[Jones 2003].

NAEOVEKTALOTO T £T0.hopAC LUE oTayovidLa,

e Y{nAog pubuog evanobeong.

e YUnAn anodotikdotnta nAektpodiou , peyalutepn and 98%.

e Auvatotnta ebpopuoyn o€ PeyANo eUPOG MPOOTIOEUEVWY LETAAMWY Kot SLapéTpwy NAekTpodiwv.
o Efatpetikn 6Yin padnc.

MoAU UIKPEC amaltioelg Sladikaolwy kabaplopol UETA Th cuykOAAnon.

Anoucia ektofeloewWV HeETAAAOU.

E€atpetikn €N ouyKOAAnONG.

XPNOLUOTIOLEITAL OE POUTIOTIKEG KOl NULOUTOUATEG EDAPUOYEG.

MELOVEKTALOTO. T £1adopAC UE OTOYOVIOLL,

e Aev elval duvaTth n xprion tng o enimedn Kol LETWTITLKY) GUYKOAANGN).
e Y{nAo moocooto mapaywyng kamvou.
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e Amaitnon auotnpwyv UETPWV TPOOTACLOC Yla TOV GUYKOAANTH , Adyw tng uPnAng Bepuotntag Kot
aktwopoAiog tou tofou.

e Amapaitntn n xpnon avepobwpaka otnv MePLTTWON Xpriong tng dtadikaciag og EWTEPLKO XWPO.

e To KOOTOGC TOU XPNOLUOTOLOUUEVOU OEPIOU Tipoataciag e€ival , Aoyw tng umapéng tou Ar ,
peyaAUTEpO amo OTL o€ Mepimtwon xprong 100% CO, .

A. NoApwkny petadopd pe otayovidia (pulsed spray transfer) : H ouykekpluévn Texvikn €ival pla
napallayr tng LeTadopdg LE oTayovidia. ITnv MePUTTWoN auth , N T TNG EVIACNG TOU PEVULATOG
evaAldooeTal HETAEY SUO TIHWV , PLaG HEYLOTNG Kal plag eAaxiotng (high peak current & low backround
current avtiotolya). H petadopd tng TNYUEVNC OTAYOVOG TIPAYLLOTOTIOLEITAL TN OTLYUNA TIOU N €VTaoN TOU
pelpatog AapBavel tn PEYLOTN TIUA TNG. H TEXVIKA auth , yvwoth Kot w¢ GMAW-P , avamtuxbnke yla
600 AOyoug : TOoV £AeyX0 TWV €KTOEEUOEWV TOU TNYUEVOU UETAAAOU Kal TNV €Ao)lOTOmoinon twv
odbaApdtwy Adyw ateloug téng. Qotdoo , Mapoucolalel Kol QPKETA TAEOVeEKTAHATA. H TeEXVIKA
£bapUOOTNKE APXLKA OTN VAUTINYLKA Blopnyavio o€ cUYKOAANOEL YyAOTPOC BACIKWYV UETAMNWY amod
ULkpokpapotwpévo xoAuBa vPnAng avtoxng. Eival apketd Stadedopévn ylo toug £€ng Adyoug : n
anodoon twv nAsktpodiwv oe oUykplon pe tn FCAW eival peyoAltepn kol ol mBavotnteg
npocopodnong ubpoyodvou amod tn AlUvn cUYKOAANGNG OPKETA Tieploplopéves. H GMAW-P ebapudletal
KUPplWG og oupumayr nAekTpodia Sltopétpou 0.8-1.6 mm kol ot nAektpddla peTaAALkoU Tupnva
Slopétpou 1.1-2.0 mm. Emiong , xpnowomnoleital oe cuykoAAnoelc dtadopwv UALKWY pE Tpootacia
aepiou piypartog Ar + €wg 18% CO, .

H tiun tng évtaong Tou pevpatog evOAAACoETaL , OMwe Tpoavad£pOnke , HeTafl ULaG LEYLOTNG Kol
MLOG €AAXLOTNG TWNG , OAAA N MECN TLUN TNG €lval PLKPOTEPN AMO TNV OvVTLOTOL(N OTn HeTadopd HE
otayovidia. O xpovog evallaynG avapeoa o AUTEG TIG SU0 TUUEG ovopaletal Mepiodog i KUKAOG. TNV
GMAW-P n péylotn Tiun pevpatog eival peyaAutepn TnG avtiotolyng otn LeTadopa e OTAYOVES , EVW N
eAAxLOTN TN €lval LKpOTeEPN eKelvng otn petadopd pe PpayxukUukAwon. Otav to péupa AapBavel tn
MEYLOTN TLUA TOU , amokOAAdATOL N TNYHEVN oTayova amo To AKpo Tou nAektpodiou kal petadépestal
KOTA MAKOG Tou TOEoU Tpog TN Alvn ouykOAAnong. To xapnAdtepo pevpa tng GMAW-P staodalilet
otaBepdTNTA OTO TOEO KAl TMOPEXEL TN OUVOALKH Beppdtnta otn cuykOAANnon. Baowol mapaueTpoL g
TEXVLKNG AUTAC €lval : n TLUN TNG HEYLOTNG évtaong peupaTog (lp) , N Sldpkela tng péyotng évtaonc (Tp) ,
N TN TG eEAdxLotng éviaong pevpatog (Ig) kat n dtdpketa eAdylotng évtaong (Tg).

O aplBuoc Twy mepldSwv Mo TapatnpolvTal ava SeutepOAenTo opileTal wg ouxvotnta. H ouxvotnta
glval avaloyn tng taxlTNTAC TAPOXAC TOU TPOOTBEUEVOU PUETAANOU. ATIO TNV UTIEPBEGN TNG HEYLOTNG
KOL TNC €AAXLOTNG TIUAC PEVUMATOC TIPOKUTITEL WA péon €vtoon , Ye tnv omoio sfaodalilovral
OUYKOMNOEL; 0 OAeg TIC BE0elg Kal ylo peydla mdayxn slaopdtwv. Ito oxnua 1.9 daivovtal ta
XOPAKTNPLOTIKA TNG TEXVIKAC GMAW-P.
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Front Flank Ramp-up Rate
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(@) Background Current
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Zynua 1.9 : Stabdia unyaviouov GMAW-P kata tn Stdapkela pta teptodou [Lincoln Electric 2006].

[MAgovektuaTa NG MAAULKNG LETADOPAS pE gTayovidla.

o [leploplOPEVEC EWC KAl UNSAULVES EKTOEEVOELG TNYUEVOU HETAANOU.

o AvOeKkTIKOTEPN TEXVIK 0t odAApata AOyw ateAoUlG THENG Ot OUYKPLON HUE AANEG TEXVLKEC
petadopdg petaihou.

e Etaupetikn 6yin padnc.

e AuvatdtnTa eAEyX0OU TOU MAPOYOUEVOU , EK TNG CUYKOAANGNC , KOmvou.

e oAU xaunAd enineda mapapopdwoewyv KATA T GUYKOAANGT).

e Avuvatdtnta cuykOAANnong oe OAeg TIg O€oeLc.

e [leploplopévn mpoopddpnon uSpoyovou.

o [leploplopévn evatoBbnola og payvntikod puonua.

e [loAU KaAn amodoon Tou HNXOVIOUOU HETOPOPAG aKOUN Kol OTav oL eMIPAVELEC TwWV SOKLUiwY
Sev éxouv mposTolpuacBel katdAAnAa.

e  XapnAou kootoug Stadikacia , uPnAng amodoTikotnTag NAeKTPOSLa (Ewg 98%), CUYKPLTIKA LE
TI¢ pe0d6oug SMAW, FCAW kot GMAW-S.

e  XPNOLLOMOLEITAL OE POUTTIOTIKEG KOL OUTOMATOTIOLNUEVEG EPAPOYEC.

e Avuvatdtnta avamntuéng uPnAwv TaxutATwy cuykoAAnonc (éwg 120 cm/min).

Metovektipata tng modukig petadopdg pe otayovidia.
o O efomALopog elval apKeTd akpLPOTEPOC Ao Tov MAPadoCLaKO EOTALOUO.
e Ta plypata Ar mou xpnoliomnolouvtal yia mpootaocia sivat akpiotepa tou CO,.
o YUnA£c amaltoelg mpootaaciag yla To cUykoAANTr , Adyw tnG LPNANG EVEPYELAG TOEOU.
e Anaitnon avepoBbwpaka ylo eEWTEPIKEG SPAOTNPLOTNTEG.
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1.3.1.6 Aépia mpootaciag

Ma ta pun owdnpouya PETAAAQ , KaBWC emiong KAl yLa Toug avoEeiSwToug Kal Kpapatwuévoug XaAuBeg,
XPNOLUOTIOOUVTAL WG 0EPLA TTPOOTAGCLAG TO apyo , TO RALO Kal PiypoTd Toug. H evépyela og éva To€o Tou
apyol Sladidetal Alyotepo opolopopda o oxEon HE TO TOEO TOu NAlou , AOyw TNG XOUNAOTEPNG
Bepukng aywyuotntag tou Ar. Opwg, To tofo mMAdopatog tou Ar dtabétel évav mupnva uPnAng
EVEPYELAG PE EvaV EEWTEPIKO HavdUa UIKPOTEPNG BEPULKAG eVEPYELAG. Auth N Hopdr Tou MAGOUOTOC ,
BonBd otn otabepr) petadopd oTayovwy PETAAAOU KOTA Tov dfova Tou Ttofou. H gykdpola Slatopun
MLOG OUYKOAANGONG Ue TOEO MAAoUATOC Ar , €XEL Hla OoTeVOTEPN TOpaPoAikr popdn o oxéon He Thv
avtiotolyn tou He (oxAua 1.10) .

21a owdnpouya PETaAa , To He wg aéplo mpootaciog Unmopel va mapayel eKTVAEeLS (spatter), evw to Ar
umnopet va mpokahéoel apabdn Sieiobuon. H mpoaBrikn tou O, (mepinou 3%) ) tou CO, (mepinou 9%) oto
Ar meplopilet ta mpoPAnpata. Ot avBpakol)oL kal ol eAadpd Kpopatwpévol YAAUBeg svwvovtal
ouvnBw¢ pe 1o CO, WG aéplo mpootaciag, Pe amotéAsopa TNV uPnAdtepn taxVuTNTO CUYKOAANONG,
™ HeyaAUtepn Sleiobuon kal to XYoapunAotepo k6otog. Opwe , To CO, MPOoKAAEL APKETEG EKTVAEELG , YU
OUTO KOlL XPNOLUOTIOLELTAL Lol OXETIKA XOUNAN TAoN WoTe va Slatnproel £va Pikpol PAKoUg To&o , oTo
orolo n dkpn tou nAektpodiou sival oxeS0V KATW Ao TNV EMLGAVELD TWV KOUUATLWY TPOC Katepyaoia.

Ta aépla MPOOTACLOG TTOU XPNOLUOTIOOUVTAL Yla TN OGUYKOAANON METAAAWV KOl KPOUATWY TOUG
avadEPOVTaL CUYKEVTPWTIKA MAPAKATW :

Aloupivio
e Apyo yla HKpa maxn (Léxpt 25 mm).
o  Miyupa 75% He+25% Ar yia taxn oo 25 péxpt 76 mm.
e  90% He+10% Ar yla TTOAU peyaAa mayn.

MaAakog xaAupog
e  Miypa Ar+5% 0,.
e [ petadopd pe BuBLoN Ar+25% CO, yla maxn Hikpotepa amo 3.2 mm , Ar+50% CO, vy
peyaAUtepa mayn , n okéto CO, yla peyalutepn Sielabuon.

Avoéeidwtog xaAupag
o  Miyua apyou pe 1-2% O,.
e [la petadopd pe BUBon , uiypa 90% He+7.5% Ar+2.5% CO, .

| w
_%; /;\ /3N [\

Argon Argon - Helium Helium

Jxynua 1.10 : .MpoiA dieiobuang avaloya ue to agplo npootaciog [ Lincoln Electric, 2006].
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1.3.1.7 Napapetpol Tng peBodouv

OL mapapetpol ¢ uebo6dou GMAW , pe Tov EAEyXO TwWV OTMOLWV UTTOPOULE va £XOUUE Ta BEATIOTA
anoteAéopata oo tn Stadkacia , avaAlovTal OTn CUVEXELD :

PeOpa ouykOAAnong : Mpaktika , SnAadn , o puBuog tpododoaiag tou nAektpodiou. AAAGlovtag To
puBuo tpodobdoaiag Tou NAektpodiou , aAAAlEL Kal N TLUA TOU PEULOTOC CUYKOAANGNG LE QVTIOTOLYXO
TPOTO OTOV TMPOKELTAL YLO TNy otafepol peUATOG. AUTO cUMPaivel SLOTL TO TAPEXOUEVO PEVUA OO
™V 1Ny Sladopomoleital onUaVTLKA HE ULKPOOAAAYEG oTnv TAon (MAKOG TOEoU) Mou mpokaAouvtal
otav aAlalel o puBuog tpododooiog nhektpodiou. Otav OAeC ol GAAEC TAPAUETPOL  OPUPEVOUV
otaBepEG , pLa evoexopevn avénon tou peupatog odnyel oe avénon tou BAaBoug Kot Tou TAATOUG TNG
Slelobuoncg, tou pubpol andBeong kot Tou pey£Boug Tng padnc.

NoAwotnta : H mAeloPndia twv ocuykoAMnoswv pe t pEBodo GMAW yivetal pe 1o nAektpddlo
ouvbebepévo oto Betkd moAo tng mnyng (ouvdeopoloyia avdotpodne moAkotntag-DCEP) , &uott
npoodEpel oTabepOTNTA OTO TOELO , XAUNAO TTOC0O0TO ekTofeloewV (spatter) , kaAd mpodiA padng kat
peyaAltepn Steicduon.

Tdon tou togou : Mpaktikd , SnAadn , To HUAKoG Tou Ttofou. H Tdon Kal To PAKog Tou Tofou eival
OXETIKOL OpoL Kal ocuxva xpnolgomolouvtal kat'evaAlayn. Qotoco Sev eival Tavtéonuol. H tdon tou
Tofou eival €va péyebog to omoio avtikatontpilel To GUGIKO UNKOC TOU TOEOU e NAEKTPLIKOUG OpPOUG.
ATO TNV GAAN , To GUGLKO UAKOG TOEOU UTtopEl va armodwaoel SLapOPETIKEC TIUEG TAONG , AVAAOYQ LIE TO
Q€PLO TpoOoTAGCiaG , TO PEUMA KAl TNV €KTOON TOU NAektpodiou. Otav OAeC Ol MAPAUETPOL TAPAUEVOUY
oTaBEPEG , N TAON JE TO UNKOG TOU TOEoU cuvdéovtal we €NC : Le avEnon g Taong aufAavetal Kal To
MNKog Tou To¢ou. Map’6Ao mou autd Tou eviladEpeL eival To UAKOG TOU TOEOU , N TN TG TAoNG Uopel
TOAU TILO €UKOAQ Vo LeTPNOEl Kal Apa 0 OPOC AUTOC €lval eUPUTEPA XPNOLUOTIOLOUMEVOG. Me avénon
NG TAONG TOU TOEOU mapatnpouvTal Mo eninedeg padEg kal avénon Tou MAAToUG TG {wvng THENG.

Tayutnta : Opiletal wg 0 YPOUKLKOG PUBUOG e TOV OTIoLo TO TOEO KLVelTal KOTA UAKOG TNG oUVEEONG.
Otav OAeg oL GAAEC TTOPALETPOL TIOPAUEVOUV oTaBepéC , n Slelobuon g cuykOAANoNG sival PéyLoTn
og o péon taxvtnta. Otav n taxltnTa HELWVETAL , 0 pUBUOC amdBeong HeETAAAOU GUYKOAANONG avd
povada pnkoug auéavetal. e MOAU YounAEG TaxUTNTEG TO TOLO embpd MePLocOTEPO 0TO AouTpd TNG
OUYKOAANONG Map@ 0To PHETAANO BAoNC KAl £TOL PEWWVETAL N amoteAsopatikny Sieiocduon. Me avénon
™¢ taxutntag, n Ogppdtnta mou petadidetal oto pétallo Baong amd to tofo aufdvetal S1O0TL To TOéo
eTLSpA TIEPLOCOTEPO OE AUTO. OUWC, TEPALTEPW alENON TNG TAXUTNTAG £XEL WC ATIOTEAECUA XOUNAOTEPN
Bepuotnta oto pétoAo PBaong. Omote, n €N Tou peTtdMAou Bacng apxikd aufavetal Kol HETA
MELWVETAL 600 aufdvetal n taxlTNTa. e peydleg TaxUTnNTeG mapatnpsitat tdon yla dnuloupyia
UTTOKOTIWV KOTA HAKOG TWV AKPWY TwV padwv AOyw TNE avemapKou anobeong petdAAou cuykOAAnong.

MNpooavatoAlopdg nAektpodiov : O MPooavaTOALOUOG Tou NAskTpobiou meplypddetal He Toug €Ng
600 tpomou¢ : Me tn oxéon tou dafova tou nAektpodiou pe TNV KatevBuvon Tng cuykoAAnong (travel
angle) kat pe tn ywvia petafl Tou nAektpodiou Kal NG eMPAVELAG OTNV omola yiveTal n cuykoAAnon
(work angle). Otav to nAektpddlo delxvel oe katelBuvon aVTIBETN PE AUTA TNG TOXUTNTOC , EXEL WG
anotéAeopa tn Snuloupyla omioBEAkouoag ywviag (trail angle). AvtiBeta , 6tav to NAekTpoSlo Seiyvel
TPOG TNV KATeLBUVON TNG TaXUTNTAG £XEL WC ATIOTEAEOUA T SnUloupyla mMpoocw ywviog (lead angle). Ou
TEXVLKEG aUTEG ovopalovtal backhand welding technique kat forehand welding technique avtiotolya.
Mo OAeg TG Béoelg, pa ywvia trailing petafd 5°-15° we npog tnv Katakdpudo anodiSet cuykdAAnon ue
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péylotn Slelobuon kal otevh , KUpTH emupavela TG padnc KoL , MIONG , EMLTUYXAVETAL N BEATLOTN
TPOOTACLO TOU AoUTPOU cuykOAANnonc. Qotdaoo , eival mo olvnBeg va epapuoletal ywvia leading mou
POOhEPEL KAAUTEPN OPATOTNTA OTO XELPLOTH Kal podr) e Alyotepn KUpTOTNTA. MNa KATOLO UALKA , OTIWCE
TO aAoupivio , mpoTatal n leading angle 816t €toL emituyyavetal «kabaplotiky Spacn» UNPooTd anod
TO AoUTPO GUYKOAANONG , KATL TTOU PELWVEL TNV vypaoia Kal Tnv ofeidwaon Tou petdAlou Baong.

‘EKtaon tou nAektpodiou : Eival n amootaon petal tou tedeutaiov onpeiov Tou aywyoul enadng tou

TIOTOALOU KOL TOU AKpou Tou nAektpodiou. AUEnon tng améotacng autrng obnyel oe avénon tng
NAEKTPLIKAG avtiotaong , n omoia mpokaAel emumAéov Beppdtnta oto NAekTpOSlo Kal cUUBAAAEL oE
vPnAotepoug pubuolg tEng Ttou. Me otabepn tnv Tdon tou Tofou , To emMALoV pETOAAO Ba amoteBel
OOV MO OTEVN Kal €viova Kupth padr). H BEATiotn £ktacn Tou NAskTpodiou KupaiveTal yevikd HeTall
6.4-13 mm ywa petadopd Ue TEPLOSIKEG BPaXUKUKAWOELS Tou TOEou Kol petafy 13-25 mm ylw
petadopd pe otayoveg f Pekaopo.

AwdpeTpog Tou nAektpodiou : H Sidpetpog tou nAektpodiou emnpedlel KL QUTH HE TN OELPA TNC TN
popdn t™ng padng. Eva peyoAUTepo NAEKTPOSIO amattel uPNAOTEPN KATWTOTN TLUA PEULOTOG Ao
OTL VAl LLKPOTEPO YLOL VAL ETITUXEL TA (81O XAPAKTNPLOTIKA HeTadOpAg HeTdAou. YPnAotepa pebpata ,
LLE TN OELPA TOUG , TPOKAAOUV EMUTALOV TrNEN TOU NAEKTPOSIOU Kal TEPLOOOTEPN amdbeon HeTAMoU o€
pevuatr popdr. AKOUN, UPNAEC TIHEC PEUHMATOG £XOUV OMOTEAECUA HEYAAUTEPOUC puBOUC andBeong
KoL peyoAUtepn Slelobuon , aAAQ UTTOPEL va PNV EMUTPEMOUV TN XPHON KAMOWWV NAeKTpodiwv oe
Katakopudn n opodlaia B£on.

MLla TILO VEVIKN E€LKOVA yla TNV €MiSpOON TWV TIOPAUETPWY OTA XOPAKTNPLOTLKA TNG OUYKOAANGNG
GMAW , daivetal otov nivaka 1.1 mou akoAouBel.
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1.3.1.8 Tunmkad opaApata pe06dov GMAW
Ta kuplotepa apaipata mou epdavilovral otn cUYKeKPLUEVN Sladikaoio cuykOAAnong eival ta €€NG :

ActaBela katd to Avappa tou téfou (arc star instability) : Eivalr éva turukd mpoPfAnua tng
OUYKEKPLUEVNG HEBOSOU. Av TO dvappo Tou Tofou dev £wval eMITUXEC , elval aduvatn n evamobeon
METAAAOU HEXPL TO TOEO va favavalel , PE ATMOTEAECUA VO TIOPATNPOUVTOL EVIOVEG €KTOEEVOELG.
JUVETIWC , N OUYKOAANON Ba mapouoldosl meploplopévn dleioduon kal kakn rmoldtnta enipavelag. Otav
o 10€0 abduvatel va avalpel , To NAEKTPOSIO £pXeTal O emadr UE TO TMPOG CGUYKOAANOHN TEUAXLO ,
Bepuaivetal kat apyilel va avalioketal ( electrode disintegration ) , pe amotéAecpa tn Snuloupyia
ektofeloswv (spatter).

Ektoeloslg petdAou (spatter) : Eival £va oAU cuxvo mpoPAnua tng GMAW Kkal pmopel va £xel
Sladopa aitia. Tuvnbweg cupPaivouv otav n TaxlTNTA MOPOXNS Tou NAsKTpoSiou 1 n Tdon Kupaivovtal
og TOAU uPnAég TIpEG. Emiong mMOAU onuaviikd poAo otnv TeALKN MOLOTNTA TNG CUYKOAANGNG mailel n
KoBapotnta tng emiddvelag tou Bacikol PetdAlou. Ma To Adyo autd TpLY TNV Mpayuatonoinon tng
OUYKOAA\NONG evleikvutal o oOXOAAOTIKOGC KaBOpLopOg TwV TPOG CUYKOAANON Tepa)iwv ylo Thv
anopdkpuven dtadopwv akabapoiwy (AASL,okoupLd , proyLd kAT.). Oco mio kabopn ival n enudpdavela
TWV Baclkwv HETAMNWY , TO00 pelwvetal n mbavotnta ektofeloswv. E¢loou kabapod kal oteyvod mpemnel
va gival to nAektpodlo. TEAOG , amapailtntn €lval n €MAPKAC TTAPOXN CEPLOU TPOOTACLOC KATA TN
SlLapkela TNG ouyKOAANoNG , kaBwg av to tofo dev mpootateVeTAl TTANPWS TTPOKAAOUVTAL EKTOEEVOELG
KoL n padn £xeL aypla ogin.

Nopot (porosity) : To mo cuvnBLopévo aitlo Tou Galvopévou EVaL N OVETTAPKNAG AEPLA TTPOOTACLA
KOTA TN oUYKOAANnon. Q¢ ek toutou , ival avaykaia n Andn pEtpwy yla eEaoddalion emapkols pong
agpilou , 0 kaBoplopog Tou akpodUCLOU TAPOXNG , O EAEYXOC OTOUG CWANRVEC TAPOXAG yla TUXOV
SLOPPOEC KaL N SLatipnon UKPNG amootaong KETAEU OTAOU Kal AlUvnG CUYKOAANGNG LETA TO TEPAC TNG
Sladkaoiag péxpl va otepeonolndel to tnyuévo pETarlo. Qotdoo , mMoANEG PopEG To apAAa pmopel va
odeileTal oto (610 TO 0€plo. e pla TETOLA TEPIMTWON , TO AEPLO TPEMEL VO avilkablotatal pe To
KaTtdAAnAo yia thv edappoyn.

Ateli¢ Tén (incomplete fusion) : Opiletal wg n aduvapio emitevéng mAnpoug tENG TOU PETAAAOU
OUYKOA\NONG He TO PBaoikd pétaddo kol odeiletol os akabapoiec Tng emiubdvelog Tou Bactkou
petaAlou. lNa to Adyo autd mpémnel va e€aodoliletal n KabBapoTnTa Twv empOVELWY TIPLV TNV Evapén
™¢ Stadikaciog. AAo miBavo aitio Tou mpofANUATOoG eival N avenapkig mpocdoaon BepuoTnTag KATA T
OUYKOAM\NON , tpdypa Tiou SlopBwvetal pe avénon g Taong f TN ToXUTNTOC MAPOXNE POCoTBEUEVOU
petaAlou. TEhog, TNV moldTnTa THENG UIMOPEL VO EMNPEACEL N XPNOLLOTIOLOUEVN TEXVIKH GUYKOAANONG,
KaOw¢ av Sev eival n kKatdAAnAn n teAkq odn padng dev €wvat n emBuunTHy.

Atelig Sieioduon (lack of penetration) : MpokUmtel 6tav n Sleiocduon mou emtevxOnke eival
ULKPOTEPN QMO TNV OMALTOUMEVN , HUE OMOTEAECHA N OGUYKOAANGCN va €lvol OVEMOPKAG yla TV
npoopllopevn edappoyn. Tuvnbwg , to MPOPAnUa odeiletal o OKATAAANAN TPOETOLLACIA TWV
Tepaxiwv Kol Tou SLAKEVOU HETALU TOUG N OTAV TA TMPOG CUYKOAANGON €AdoUOTA £XOUV UEYOAUTEPO
TLAXOG Ao aUTO Tou uTtootnpilet n dladikacia cuykoAAnong. MoAU onuUavtikd poAo oTo TeAkO podiA
Slelobuong mailel kal o MPooaAvaTOALOMOG Tou NAektpodiou. H mpostolpacio tng Statagng mpémel va
elval tétola , wote va e€aodpaliletal npocBacn otnv BAon TG CUKBOANG , LKOWVOTIOLNTLKN TIPOEKTAON
NAekTPoSiou Kol KATAAANAQ XOPOKTNPLOTIKA TOEou. TEAOC , yla tnv €€aodAALOn KAVOTOLNTIKAG
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Sleloduong, MPEMEL N TEXVLKN TTOU epapUOleETaL VO €lval KATAAANAN YL TN CUYKEKPLUEVN EPOpUOyN KL
n npocdoaon BepuoOTNTAG EMAPKAC.

YrniepBoAikry Sieicduon (excessive penetration) : MpokUmtel 6tav n moodtnta TOU METAAAOU
OUYKOAANONG elval YLeyaAUTepn amo TNV QMOLTOUMEVN , UE OITOTEAECUO VO TIPATNPEITAL UTIEPUETPN
evioyuon otn pila tng ocuykOAnong , eldlkd av auth yivetol povomAsupa. MNoapouctdletol oe
TEPUTTWOELG UTIEPBOALKNG TIPOCGSOOoNG BepUdTNTAG OTO TPOG OUKYKOAANON Tepdyxlo. To mpofAnua
propel va avtipetwnoBel , av avénBel n taxlvtnta TG CUYKOAANONG N av slattwbel n tdon N n
TOXUTNTA TTOPOX NG TIPOOTLBEUEVOU HETAANOU.

AMa opaipata mou propei va mpokUPouv katd t pEBodo GMAW eival tpé€lpuo petdou (burn
through) , avwpaAn emiddvela oPng g padnc , mapopopdwoelg KaBWE emiong Kal UMEPKAAUYELC
(cold laps or overlaps) . H epddavion unepkoAUPewy pumopel va mpokaAéosl coPfapd mpoBARpata otnv
TOLOTNTA KAL TNV AvtoX TG CUYKOAANonG. Mevika , Ta opAApato mou Unopel va nmpokUPouv Katd th
OUYKOAMANON pe T pEBodo GMAW , £xouv HeTAAAOUPYLKO Kal LOpdPOAOYLKO XOPOKTPA KoL TIPOKOAOUY
umoBabuLon ¢ mMoLdTNTAG TNG GUYKOAANONG. ZTov mivaka 1.2 daivovtal pepikd and ta opAApota mou
TEPLYpAGNKAV TTOPATTAVW.

Mivakacg 1.2 : Tunika opaduata uedodbouv GMAW [Miller Electric 2012].

ExtofelioelC

Mopot

FL e—‘w AteAdi TN
P — 3

)—' S‘ % . ? YnepBoAwn dieioduon

Excessive Penetration Good Penetration
I ‘ é .; ' I. Atelnc Sielobuon
Lack of Penetration Good Penetration
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1.3.1.9 NAeoveKTApaATA KOl LELOVEKTAHATA TNG LEBOSOU GMAW

Ta kKuploTEpQ TTAEOVEKTAHATA TG LEBOSOU elval Ta €€AG :

Avvatdtnta xprong tng UeBodou yla cUYKOANAOELS ULOG LEYAANG TIOWKIALOG HETAAAWVY Kall
KPOUATWY KABwWE KAl TAX0¢ EAACUATWV.

Auvatotnta cUYKOAANoNG o€ OAEG TIG BETELG.

MoAU kaAn 6Yn padng.

Mropel va yivel og peyaAUTepe TaXUTNTEG O OXEON e AAAEG ueBOSoug (SMAW).

O puBuog andbeong eival oNUOVTIKA LEYAAUTEPOG CUYKPLTIKA e Tn SMAW.

BaButepn Sleiocbucon ouykpLTka e tTn SMAW , dpa kot SuvatotnTa Xpriong UIKTPOTepwyY padwy
O€ QUXEVIKEG OUYKOAANCELG yLa {Sla avtoxh.

XaunAotepa emnineda avaBuULACEWY CUYKPLTIKA Pe TI¢ SMAW kot FCAW.

YnAdtepog pubuog evandBeong UALKOU CUYKPLTLIKA HE T GTAW.,

OLKOVOULKOG Kal dpeca SlaBéoipog e€omMALOUOC OUYKPLTIKA He AAAeg¢ , uPnAol KOGTOUC
Sladikaoteg (laser).

YPnAotepn amoSotikotnTo NAEKTPOSIWV CUYKPLTIKA PE TG AAAEG peBOSoug cuykoAnong (93-
98%) .

XapnAd enineda ektofeloewv Kol amoucia Papld¢ OKOUPLAG , HE QMOTEAEOUA TNG
ghaylotomnoinon amnaitnong KabapLopoU HETA T CUYKOAANGN.

KatdAAnAn pnébodocg yia unAolc pubuouc mapaywyng 0€ NUL-CUTOUOTOTIOLNUEVEG KAl TIARPWG
OLUTOMOTOTIOLNUEVEC UPNAWY TAXUTATWV.

AvtiBeta , onwg OAeg oL péBodol cuykOAAnong , €tol kat n GMAW UTOKelTOL O OPLOUEVOUC
TLEPLOPLOMOUG :

H p€Bobdog eival mo Sdvokoha edpopudoun oe duompdaotta onpela Adyw tou peyaAlTepou
pey£0oug Tou TOTOALOU OouyKOANoNnG oe oxéon pe t SMAW kal mpenel va Siatnpeital os
KovTvi amdotacn amno tn padn yia va Stachallotel n emapkng npootaacia agpiou.

To 16£0 TPEMEL va TPOOTATEVETAL MO PEULATA AEPA TIOU TOPACUPOUV TO aéPLo Tpootaciag ,
KATL TOU TtepLopilel tnv epapuoyn tng pebddou og eEwTEPIKOUG XWPOUCG.

H GMAW &ev eival Kat@AAnAn yla oUYKOAANOELS VOC TIEPACHUATOC O €AAOHATA HEYAAOU
TAXOUG. MNa To AGYo aUTO AmattoUVTaL GUYKOAANOELG TTOAATAWY TTEPACUATWY , TTOU €XOUV WG
CUVETTELA TNG LEYAAN TPOoSoaon BepUOTNTAG KOL TN ONMOVTLKI KATAVAAWGCT UALKWY TTANPWonC.
Anoaitnon npdcBetou e€omAlopol o oxéon e tn PEBodo SMAW , pe amoTEAEopA VO LELWVETAL
n ¢opntotnrta.

Aamavnpn N Xprnon Uydatwy aepiwv mpootaciog pe BAcn To apyod , yla TIG TEXVIKEG TIAAULKAG
KOL Un peTadopdc PeETAMoU pe otayovibia , oe oxéon He GAAEC TEXVIKEG TIOU Mmopel va
XxpnotpomnotnBei 100% CO, .
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1.3.2 ZuykOoAAnon tofou pe xprion cwAnvoeldwv nAektpodiwv (Flux Cored Arc
Welding - FCAW) [7][8][13][15][20][21][23][24][25]

1.3.2.1 leviKA XOPOAKTNPLOTLKA

H ouykoA\non pe xprion ocwAnvoeldwv nAektpodiwv (FCAW) eival mapopola pe tn GMAW oOnwg
daivetatl oto oxnua 1.11. Opwe , To CWANVOELSEC NAEKTPOSLO MEPLEXEL OTOV TUPAVA TOU CUAALTTaoUQ
(flux) ko Sev eivat cupmayeg onwg otn GMAW. AnAadn , To NAeKTPOSLO gival Evag LETAAAKOG CWARVAG
0 OTIOLOG TIEPLEXEL TN OKOVN CUAAUTACHATOC KOl EVOEXOUEVWG KPOUOTLKEG TIPOOUIEELG KaLl amofelSwTIKA
owdnpokpapata. O polo¢ tng okovng (flux) elval mopopolog He ekeivo TOU GCUAALTAOUATOC TWV
enevdeSUUEVWY NAEKTPOSiwY TNG OUYKOAANong SMAW , &nAadn n dnuloupyia €vOg OTPWUATOC
OKOUPLAC TAVW a6 To AoUTPO Kal N pootacio and Tnv anoppodnon ofuyovou Kot alwtou amd Tov
agpa.

Flow meter— Regulator
(a)
Wire
Wire drive reel \1
& control
i Wire
?:I?%gtlirc])% Gun \ electrode
-—
(O)%
© ©

: Power ] Shieldin
Workpiece Cable 1| Source 9

gas
. 3 cylinder
Cable 2
. 4 g Wire electrode
ShIEIdégg, Contact tube
(b)
Cable 1
Metal droplet  ia— ﬁgglglng gas
Flux droplet
Arc Slag
Shielding gas , \ —J %
(optiona " ' Weld
W *metal
—A -

Base metal Weld pool

Zxnua 1.11 : SuykoAAnon FCAW : (a) ouvoAikn Stadikacia, (b) n meptoxn tng ouykoAAnong. [13]

Avdloya pe Tn xprnon i pun agpiou yla TNV mpootacia Tou Toou Kat tng Aluvng cuykOAANonG amno tnv
anoppodnon otuyovou kal alwtou amd TNV atpocdalpa , n péEBodog FCAW Sakpivetal oe Svo
napalayEG. H mpwtn , yvwoTr Kal WG QUTOMPOOTATEUOUEVN GUYKOAANGHN UE CWANVOELSH NAEKTPOSLA
FCAW-S ( self shielded-FCAW ) , mpootateUel To HETAAAO CUYKOAANONG HECW SLACTIOONG KAl €EATULONG
TNG MPOCTATEUTIKAG OKOVNG , L€ EVEPYELO TIOU TIAPEXETOL ATIO TN BgpuoTnTa Tou to€ou (oxNua 1.12). H
UEBOSOG XpnoLomoLe(Tal KUPLWG O KATAOKEVEG €EWTEPLKOU XWPOU , OTOU N Tapoudia avépwv Ba
UmopoloE Vo EMNPEACEL TNV Tpootacio aepiou. H Seutepn maparhayn eival n péBodog FCAW e

22



KEDPANAIO 1 : XYTKOANAHXEIY METAAAIKQN YAIKQN

npootaocio aspiov , FCAW-G ( gas shielded-FCAW ), n omoia xpnotpomnotei cwAnvoetdn nAektpodia pe
TIUPAVA TIPOOTOTEUTIKAC OKOVNG KaBWC Katl mpootacia agpiouv (oxAua 1.13). Exel , dnAadn , dutkn
npootaocia (dual shield). Me tn FCAW-G pmopoUv va nipaypatornotnfolv cuyKoAAAOELG Katd cupBOAR ,
OTOU N amOOoTOoN AvVApEoa ota Sokipa , N ywvia cUUPBOAAC Kal To Gvolypa pilog €XoUV ULKPEC TLUEG.
Ytn FCAW-S, opw¢, émou n Steioduon elvol oxeTtikd HKPATEPN, N ywvia Stapdpdwonc mpémel va £xeL
peyaAltepn TIUA. EmutAfov , og eminedeg cUYKOANOELG KOTA CUPPBOAN Xwplg xprion emKOAUTTPOC , N
T(POEKTAON TOU NAEKTPOSLIOU KAl TO Avolypa TG pilag mpenel va eival tétola wote va efacdaliletal
LKOVOTIOLNTLKO TpodiA Sleiobuong. e mepimtwon , OUWE , XpPNong emkalumtpag n Sltapopdwaon g
OUMPBOANG MPETEL va €lval TETOLA TTIOU VOl ETUTPETEL EMAPKI KAl oAokAnpwpévn Sieioduaon.

INSULATOR

MOLTEN SLAG CONTACT TUBE

SLAG — FLUX-FILLED TUBULAR WIRE ELECTRODE

POWDERED METAL FLUX AND
SLAG-FORMING MATERIALS

— ARC SHIELDING COMPOSED OF
VAPORIZED COMPOUNDS

ARC AND METAL TRANSFER

BASE METAL- MOLTEN WELD POOL

Zxnua 1.12 : Autonpootatsuopevn FCAW (self shielded FCAW or FCAW-S).[Jeffus & Bower 2009]

GAS NOZZLE

WIRE GUIDE AND
CONTACT TUBE

MOLTEN SLAG ~ SHIELDING
GAS
FLUX-FILLED TUBULAR

SLAG WIRE ELECTRODE

POWDERED METAL FLUX AND
SLAG-FORMING MATERIALS

ARC AND METAL
TRANSFER

MOLTEN
WELD POOL

BASE METAL
Zxnua 1.13 : FCAW ue npootaoia agpiou (gas shielded FCAW or FCAW-G). [Jeffus & Bower 2009]
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Kat otig dUo meputtwoelg e€aodaliletal n mapouasia MPOOTATEUTIKOU OTPWUATOC OKOUPLAG OTNV
gmipavela tng Alpvng cuykOAANGNC , yLo TNV LKAVOTIOLNTLKA TIPOOTACI0 TOU LETAAAOU GUYKOAANONG. Eva
ONUAVTIKO TAgovéKTNUa TG FCAW-G évavtt tng FCAW-S eival ta HIkpOTEPA MOCOOTA EKAUOUEVOU
Kamvou kal avaBuplacswv. Emiong , n oxediaon kal xpnon Twv owAnVoeldwv nAekTpOSlwY e
TPOOTACLO AEPIOU Elval EUKOAOTEPN QMO OUTH TWV LUTOTTPOCTOTEUOUEVWV.

H FCAW mopouctalel tpia Bactkd XopaKTNPLOTIKA , 0TA OTIOL0 £YKELVTOL KOL TOL TTAEOVEKTAUATA TNG : 1)
NV TMopaywylkotnTa mou etaodaliletal pe ocuvexn mapoxn nAektpodiou , 2) Tn okKoupld TOU
npootatevel Kal Sivel oxnua otn padn Kat 3) ta HetaAAoUpyKA 0dEAN TTOU TIPOCHEPEL N XPHON TNG
T(POCTATEUTIKNG OKOVNG.

21N péBodo FCAW-G 1o agplo mpootaociag , mou ocuvnBwg eivat CO, N piypa Ar+CO,, mpootateVEL TO
NyUévo UETAAMO amd to ofuydvo Kal to alwto tng atpudodalpag SnULOUPYWVTAC TIPOCTATEUTLKO
nepiPAnua yopw amd tn Alpvn ouykoAnoncg. Qotoco , autd Sev elval amdAuto , KabBwg UMopel va
npokUPel Snuioupyia kamolog moootntag ofuydvou amd tn Sidomaon tou CO, os CO kot O, . 3TN
uEBoSo FCAW-S n npootacia e€aohaiiletal and ta e€atul{OHeVa OTOLXELO TN TIPOOTATEVTIKNG OKOVNG,
TOL OTIOLO! OTTOLLOVWVOUV TNV TIEPLOXN CUYKOAANGNC QO TOV 0£PO KOlL OO TAl OTOLXELL OKOUPLAC Ta oTolal
TEPLBAAAOUV TIG TNYUEVEG LETOAALKEG OTAYOVEC .

H pnéBodog FCAW eival cuvhBwg nuautopatononuévn. Qotdoo , Unopet va epapuooTel o TANPWG
OUTOMOTEG KOl POUTIOTIKEG OUYKOAANOELC.

1.3.2.2 1810TNTEG KA AP AHETPOL TNG OUYKOAAnong FCAW

Mapakdtw mopoatiBevral oL mapdpetpol TG HeBo6dou FCAW Kkal oL TPOMoL Tou enmnpedlouv Tn
Sladkaoia Kol Ta moTEAECUATA TNG :

Tayxutnta ouykoAAnong : Oco peyaAltepn €ival n taxltnTa cUyKOAANoNG , TO00 UIKPOTEPN €lval n
evanoBeon HeTAAAOU. Av N TLUN TNG TaXUTNTAG lval TTOAU peydAn , To tpooTiBépevo pétahAo & pnopel
va petadepbel apketd ypriyopa wote va KOAUPEL T padrn , ME AnMOTEAEoUO va Snuloupyolvtal
UTIOKOTIEC OTNV €VWON TOU METAAAOU OUYKOAANONG HE TO PBaolkO HETOAO OTO MPOCWNO TNG
OUYKOAANONG. MIKPOTEPEC TIUEG TOXUTNTOG auédvouv tn Sleloduon Kal To MPOoTIOEUEVO HETOAAO TTOU
gvarotifeTal.

MNpoéktaon tou nAektpodiou : Yroloyiletal and to onpeio 6mou to NAeKTPOSLIO0 GUVAVTA TO CWANVA
enadng LEXPL TO AKPO TOU OMOoU Eekvd To TO€o. H mpoéktacn mou amatteital otn FCAW elvatl moAv
peyaAltepn oe oxéon pe t GMAW , kaBw¢ BEATLWVEL TV moLoTNTA TNS cUYKOAANoNG. Katd tn Stappon
TOU nAektpodiou amd pelpa TPOKOAE(TOL TIPOBEpUOVON TNG TPOCTATEUTLKAG OKOVNC , AOYyW TNG
NAEKTPLIKAG avtiotaong tou nAektpodiou. H mpoBépuavon auth avédvel tn otabepodtnta Tou TOEoU Kot
e\attwvel TIg ektofeloelg (spatter). AvtiBeta , av n mpoéktaon sival MOAU kpr , n okovn Sev €xel
TPOoAGPeL vo tpoBeppavOel apKETA KOTA TO GVAPUA TOU TOEOU , HE amOTEAEoUO va NV efacdoalilet
£TAPK KABOPLOPO Kol KpAUATWAoN TNG TNYHEVNG Alpvng ouydAAnong. Emtiong , og autr tnv mepintwon ,
uropel va mpokOPouv eYKAEIOMOTA OKOUPLAG OTO ECWTEPLKO TOU HETAAAOU OUYKOAANGNG. Av n
T(POEKTAON €lval TTOAU PEYAAN ,n OKOVN UMOPEL va Kael mpLv SpAocel, e amotéAeoua va dnuloupynBolv
ooTABEeLa KAl EVTOVEC EKTOEEVOELC.

‘Evtaon tou pevparog : Eival avdloyn tou pubpol mapoxng Tou nAektpodiou. Av n ToxUTNTA TAPOXAC

MPooTLOEEVOU PeTAMoU auénBel , auvfavetal kat n évtaon. AuEnon tTng £viacng peUUATOC AUEAVEL TO
puBbuo evamoBeong tou nAektpodiou , tn Sleioduon kal to MAATO¢ padng , edpdoov oL UTIOAOLTEG
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TIOPALETPOL TIAPAEVOUV 0TOOEPEG. Evtaon peyahUtepn tng mpoPAenduevng , odnyel oe alloiwon tng
ToLOTNTAG CUYKOAANONG KAl O€ PEYAAN KUPTOTNTA TNG eTLpAveLag. AvTiBeta , pLKpr €vtoon peEVUATOG
TiPOKAAEL EvToveg ekTOEEVOELG KoL LeETAPOPA UALKOU e LEYAAEG OTAYOVEG. Ta TEPLOCOTEPA CWANVOELSH
nAektpodia eival kataokevuaopéva va ocuvdualovtal Pe HETAdOPA LE OTAYOVEC , OAANA O HUEYOAEG
EVTAOELG PEVUOTOG UIOPEL va TtpokUPEL petadopd TNYUEVOU PETAANOU pe PeKaopd. ITa cwANVoeLdn
NAEKTPOSLa Pe Tpootacia aepiou , av xpnolgomolnBel aéplo plypo , Umopel va mpokUPel afovikn
petadopd pe otayovidla og PeyoAUTEPES TIUEG EVTAONG PEVOTOG.

Tdon ouykOAAnong : Eival n amdéotoaon amnod to akpo Tou NAeKTpodiou péxXpL To HETaANO BAong (LAKOG
Tou T6fou). OL pnxavég ouykOAAnong otabepr¢ taong Slatnpolv HLo CUYKEKPLUEVN TAoh otabepn
T(POKELUEVOU Vo elval otaBepd To pNKog tou TOfou. OL pnyaveg otabepol pelparog Slabétouv
oLobntpeg LETPNONG TNG TAoNG cUYKOAnonc. Etol, avaloya e Tn LETPOUEVN TACH , TPooapuoleTal
n taxutnTa TopoXNG HETAAAOU TIPOKELUEVOU va Slotnpeital otabepd To PNAKOG TOu TOEOU Kol
Kot enéktaon otabepr tdon otn cuykoAAnon. Kabe évtaon peUPOTOC amoltel oUYKEKPLUEVN TAON |,
wote va efacdaAloBel PEATIOTN MoLOTNTA GUYKOAANONG. H BEATIOTN Tdon yla Thv edappuoyn e€aptatal
ano to Héyebog Tou nAektpodiou , To Taxog Tou BaoclkoU YETAAAOU , Th B€an cuyKOAANGNC , TOV TUNO
OUMBOANC Kol To €ldo¢ tou aeplou mpootaociog (av xpnotporoleital). MoAD peydAn tdon TPOKaAel
avouolopopdeg padec kal peyala enimeda ektofeloswv. MoAU pikpn taon mpokaAel pkpn Steiocduaon
KOLL LKPO TTIAGTOC padr ¢ KaBwWC Kol LEYAAEG TTOCOTNTEG EKTOEEVCEWV.

Mé£yeBo¢ tou nAektpodiou : H péBodog FCAW evOUKVELTAL ylo CUYKOANNOELC TTOXEWV EAQCUATWY |,

OUVEMWC amottel nAektpodla peyaAutepng Sltapétpou kot e€acdalilel peyalvtepouc pubpolg
evanoBeong. HAektpoSla UikpOTEPNG Slapétpou Sivouv peyaAltepn Sieioduon kal uPnAoTteEPOUC
puBbuolg evamoBeong yla tnv dla taxvtnta Kivnong kot to (6o pelpa. Auto cupaivel yuati n
TIUKVOTNTA PEVMATOC €lval HEYOAUTEPN yla T ULIKPOTEpA NAekTpodia. MapdAa autd , NAEKTpOSLa
peYaAUTEPOU PEYEBOUC UIMOPOUV VO TPEEOUY e LEYAAUTEPEC EVTAOELG PEVUOTOG , OV TO TTAXOC TWV TIPOG
OUYKOAANON Tepayiwv eival onuavtiko.

Onwg avadépbnke kal oe mponyoupevn mapdaypado , otn FCAW SiUvatal va xpnoudornolnBei
npootacia agpiou , cuvrBwg CO, N piypa Ar+20-25% CO, , akouUn Kal otnv mepimtwon cuykKOAAnong e
avoéeidwto cuppa. Me to CO, n petadopd Tou UETAAOU oTto AOUTPO TNG OUYKOAANONG yivetal pe
XOVIPEG OTAYOVEG, EVW ME TO Miypa Ar+20-25% CO, n petadopd mpooeyyilel tov Pekaopd Aemtwv
otayovwy. H petadopd pe PpaxukukAwpévo tofo Oev Bplokel edappoyr). To NAEKTPIKO pelua,
OTOV  XPNOLOTOLEITAL TIPOOTATEUTIKO 0€plo, €lval mavta DC+, evw oOtav 6 yxpnoluomoleital
(kupiwg otnv umaiBpla nAektpoouykdAAnon) evdéxetol va eivat DC+ rj DC-, avaAoya pe To £i60¢ Tou
oUpUATOG.
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EVOELKTLKES TLEG TWV TTOPAUETPWY TNG PeBOSou Sivovtal otov mivaka 1.3 :

Mivakacg 1.3 : MNapauetpot tn¢ uedodou FCAW (evSelkTIKEG TIUES OL oTtoiec motkiAAouv avadoya e TOV TUMTO TOU

nAektpodbiov)
Awdpetpog olppatog (mm) 1.0 1.2 1.4 1.6 2.4
Tdon tééov (V) 14-30 16-32 16-34 18-36 30-38
Taxgtnta cuykGAnong 2.5-10 1.8-12 2-9 1.5-8.5 3.5
(m/min)
‘Evtaon nA.pgupartog (A) 80-250 100-320 120-380 140-450 350-500
MNocotnta anodsong
a 1.2-4.2 1.3-7. 1.6-7. 1.6- .5-8.
uetéAhou (kg/h) 3-7.5 6-7.5 6-8 5.5-8.5
Mapoxn aspiov (I/min) 10-12 10-12 11-13 12-14 18-22

1.3.2.3 ZwAnvoeldn nAeKTPOSLA KOLL TUTIOTIOLNOT) TOUG

Ta ouykekpyéva nAektpodla amotedouvtol ocuvhnBwg amd HETAAMKO , KUAWVOPLKO , £EWTEPLKO
nepBAnua mapopolag cUotaong e To Baotkd HETAAND Kal amd MUpPAVo LETAAALKAG , TIPOCTATEUTIKAG
oKovng , n olotaon tTng omolag €¢aptdtal amd TNV Katnyoplomoinon tou nAektpodiou Kal Tov
KOTOLOKEUQLOTH TOU.

Ta owAnvoeldn NAeKTPOSLa MTAPOUGCLAIOUV OPLOUEVO TIAEOVEKTHOTA EVAVTL TWV CUUIOYWY , OTIWG :
vPnAotepol pubuol evamoBeong Aoyw G HeEyOAUTEPNG TTUKVOTNTAG PEVUATOC TIOU T XAPOKTNpileL ,
MPOCONKN KPOUATIKWY OTOLXEIWV OTn oKOvn , Tpootacia tng AlMvNG OUYKOAANONG AOYW TNG
SnuLoupylog Tou MPOOTATEUTIKOU OTPWHATOC OKOUPLAC , KOAUTEPN otabepotnta Tou Tdfou , avoyn ot
Alyotepo kabopn emupavela tou Boaotkol PeTAAAOU Kol , TEAOG , avaykn yla Alyotepo £€elSIKEUEVO
TIPOOWTILKO. MepLkd £(6n cwAnvoeldwv nAektpodiwv mapouotdlovtal oto oxnua 1.14.

a b c d

kK

2xnua 1.14 : Eykapoteg touec ouvndwv nAektpodiwv : a) ouumayég nAektpodio , b-d) cwAnvoeldn nAektpddia
[Pires 2006].

H mpootateuTikr) okovn Bploketal oTteyava KAELOUEVN OTO E0WTEPLKO TWV CWANVOELSWV NAEKTPOSILWV.
Yrnapyouv Vo péBodol mapaywyng Tous. H mpwtn péBodog neplhapPfavel mpwta tn Snuoupyia evog
AemtoU eAdopato¢ os oxnua U. 2Tn OUVEXELD OUYKEKPLUEVN TOCOTNTO OKOVNG OLOXETEVUETAL OTO
Slopopdwpévo Edaopa kal akoAoUBwg cupmiéletal. Enelta , To éAaopa oxfiuatog U mepvdel and pia
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OELPA pOOUAWY Kol SLapopdWVETAL WOTE VA TIAPEL TO TEALKO TOU OXNOL KAl va 0paYLOTEL N OKOVN OTO
£0WTEPLKO Tou. XTn Seltepn HéEBodO mapaywyng , n dadikaocia ekva pe ocwAnva xwplic padég , o
omolog ouvnBwg €xel dlapetpo 2.54cm (1in). To €va AKpo Tou eival odppayoUEVO , EVW N €l0080¢ TNG
oKOVNG YiveTal amd to avolyto akpo. Katd to yéuwoua , 0 cwAnvag udiotoatol TAAAVIWOELS , WOTE val
e€aopaiiotel 100% mAnpoOTNTA 0 OKOVN. META TNV MARPwWon Tou cwAnva , oppayiletal to avolytd
AKPO Kol OAO To cUoTNUa SLEPXETAL ATO UL OELpd paoUAWY TPOC TNV TeALK Tou Stapodpdwon. Kat otig
600 peBoOdoug mapaywyng , o CWANVOC Kal To €Aacpa Tapackevalovial amnod Tto emBUPNTO KPAua.

Eniong , kaL otig SU0 TEPUTTWOELG N OKOVN odpayileTal Kol OTEYAVOTOLE(TAL OTO E0WTEPLKO TOU
nAektpodiou , kATl To omoio PonBadel otn otabepr kot opoAn Aswtoupyia Tou nAsktpodiouv. Ta
NAektpodia Slatibevtal oe Slapétpoug and 0.8mm wg 3.9mm. Ta HKPOTEPNC SLOUETPOU NAEKTPOSLA
elval onpavtika mo akpBa , kabwg n dadikaocia MARPWONG TOUG HE oKOvn elval akplBotepn. Ta
peyaAUtepng Slap£tpou nAektpddia mapdyouv oAU LeyAAsg padEg mou Se pmopolv va eheyxBouv oe
OAec TIg B€oeLc. OL o Stadebopéveg Slapetpol Kupaivovtot arnd 0.9mm wg 2.3mm.

Onwg elval GucIko , Ta CWANVOELSH NAEKTPOSLA UTIOKELVTOL KOL OE OPLOUEVOUC TEPLOPLOHOUG. Autol
elval oL €€n¢ : H moootnTa Twv mopayousvwy avoBUuULAcEWY elval opKETA HEeYAAn , oL OTMOlEg
Bewpouvtatl toflkéG. Elval avaykaia n adaipeon Tng okouplags , ELSIKA 0 CUYKOAANCELG UE TTOAAG TTAoa.
TéAog , Ta owAnvoeldr) nAektpddila sival akplBotepa amd ta cupmayn , oA auti n Stadopd oTo
KOOTOoG avilotaBuiletal and tnv andédoaor toug , Kabwg xapaktnpilovtal and vPnAotepouc pubuolg
™M&NG o ox€on e Ta cupTayn.

MEVIKA , N TIPOOTATEUTLKA OKOVN amoteAsital Kuplwg amo nuplito (Si) , payyavio (Mn) , tieavio (Ti),
aAoupivio (Al) kat {ipkovio (Zr). Ta otolyeia auTd £X0UV aVTIOEEOWTLKA Kol avtwitpldikny dpaocn. Ta
KPOLLOTIKA OTOLXELO TTOU TEPLEXOVTOL cUVABWG oTov MupRva Twv cwANvoeldwv NAEKTPodiwv eival To
vikéAlo (Ni) , to Bavadio (V) , To muptitio (Si) , to xpwpio (Cr) , To koPdAtio (Co) kat to payyavio (Mn).
KaBe éva amo autd ocupPaAAel otn PeAtiwon Twv XOPOKTNPLOTIKWY TNG CUYKOAANoNnG. Autd ta
CUOTATIKA , UTO TN Bepuotnta tou TOEOU , EVWVOVTIAL ME TO TNYHEVO METAAALKO Tep(BAnua tou
nAektpodiou kal petadépovtol oto PackO HETAANO. 3TNV  TMEPIMTTWON TWV QUTOMPOOTUTEVOUEVWV
NAekTpodiwyv , T KUPLA OTOLXELD TNC OKOVNG , EKTOG OO METOAAKA , gival avBpakika kot ¢pBoplovya
ahata kohiou (K) kat aAkoAkwy yalwy (r.x acBéotio , Ca). Ta pBoplovxa dlata £€xouv XapnAod cnuelo
™MENG Kol lval oUTA TOU ATHOTOLOUVTAL TIPWTA KOL TTAPEXOUV TNV amapaitntn agpla mpootacia yupw
ond to NAekTpOSlo. QOTOCO , TO A€PLa AUTA ivol AKPWC eMIKivduva yla To cUYKOAANT AOYw TNG
vPNANG ouykévtpwaonc toflkol ¢pBopiou Kol EVWOEWV TOU.

H pooTaTeuTIKr) OKOVN TIOU Xpnotlpormoleitol otn péBodo FCAW £xel TIc 16Leg 1BLOTNTEC Kal e€umnpetel
TOoUuG (810UC OKOTIOUC HE TN OKOVN TwV emevdedupévwy nAektpodiwv tng neBodou SMAW. Mapéxel ,
énAadn , otn cuykOAAnon ta e€ng :

o Anofelbwtika péca (deoxidizers) , ta omoia evwvovtal pe to gAelBepo ofuyovo amo T
Siaomaon tou CO, kat oxnuoatifouv aplaPeic evwoelg. OL EVWOELS QUTEC €lTe yivovTal HEPOG TNC
TIPOOTATEUTIKIG OKOUPLAC Kol €mUMAEouV 1 oxnuatifouv moAl HIKpd eykAelopota. Y& KaBe
nepintwon , n 6éopeuon tou ofuyovou AATTWVEL TNV gUdAvIion TOPWV Kol BEATIWVEL TIC
HUNXOVLKEG LBLOTNTEC TNG CUYKOAANONG.

o Jrolxeia PBeAtiwong pong (fluxing agents) , ta omola avfdvouv tn peuctotnTA TNG AlMvng
OUYKOAANONG Kol euvooUV TNV Kivnon NG Mpog TG MAPELEC , WOTE va Unv Snuloupyouvtal
UTTOKOTIEC.

o Kpapatikd otowxeia (alloying elements) , Ta onola mpootiBevtal 0TNV MPOCTATEUTIKY OKOVN YLO
va BEATIWOOUV TIC UNXAVLKEG LOLOTNTEG Kal TNV avtiotacn oe Slafpwon Tou HETAAAOU
OUYKOANoNG. MoANEG dopEC, T KPAUATIKA oTolyelor mpootiBevral ylo va aufnoouv Toug
puBLOUG evamoBeong TNYUEVOU HETAANOU.

e Itoleia oxnuotiopol okoupldg (slag formers) , ta omola euvoolv Tt dnuloupyia
TIPOOTATEVUTIKOU OTPWHOTOC TMAVW amd TNV TNyPévn AlUvn OUYKOAANGNG. TNV TNYUEVN
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KOTAOTOON , N OKoUupld avidpd HE TIC akaBapoieg tou petdAlou kal T adatlpel. Akoun ,
umopet va otepeomnolnBel o uPnAr Bepuokpacia cupBaiAovtag ot SLOTAPNCN TOU OXAMOTOG
NG OUYKOAANGONG KAl oTNV EAATTWAON Tou puBbpoL andPuéng tng.

o JtaBepormnointég toou (arc stabilizers) , SnAadn xnUIKEG oUGLEC TOU TEPLEXOVTAL OTN GKOV TOU
nAektpobiou kal cupBariouv otn otabepdtnTa Tou TOEoU. MEe TOV TPOTIO AUTO BEATIWVETAL N
Sleioduon , n uetadopd TOU TNYUEVOU HETAAMOU KaBwE Kol TO TAPOYOUEVO TOCOGCTO
EKTOEEVOEWV.

e Aépla npootaocia (shielding gas) , n onoia e€aodaliletal and TNV ATHONOINCN TWV CUCTATIKWY
UEPWV TNG OKOVNG. Me Tnv atpomnoinon dnuloupyeital vébog mpootaciag HeydAou OyKou, oy
TPOOoTATEVEL TN GUYKOAANON amo ofeidwon.

H tumomnoinon mou UTIOXPEWTLKA LoYVEL 0TN XWpPa pag ivat katd I1SO, EN kat EAOT. Itnv mpdén , Opwc
, 0TnVv texvoloyia twv cuykoAnoswv , gival Stadedopévn Kat n moAU amAr Ttunonoinon kata AWS. To
XQPOKTNPLOTIKO TNG TUTIoToinong katd AWS sival n amAdtnTd TnG KAl N EUKOALQ AITOUVNOVEUCNG TIOU
npoodEpet. Emiong, mpokeltal ywa £€va TARPEC oUOCTNO TUTIOTOINONG , OTIOU cUUMEPLAapBavovtal
TO TAVTA , OMWG TL.X. N TUTIOoinon Twv NAekTpodiwv Tou aloupviou Kal Twv XUTOOLONpWV yla Ta
ormola dev umapyouv avtiotolya potuTa katd I1SO. H tunonoinon Twv cwAnvoeldwyv nAekTpodiwv eivat
OPKETA TILO TEPITTAOKN QTO €KELVN TWV CUMUMAYWY AOYyW TwV TIOAWV Suvatwv CUVOUACUWY TIoU
UTIAPXOUV , XWPIG OUWG va GBAveL TNV MEPLTAOKOTNTO TWV eMeVOESUUEVWY NAEKTPOSIWV.

Tunonoinon kata EN
a. Tumomnoinon owAnvoelbwyv NAektpodiwv avBpakoUxwv Kal AETTTOKKOKWV YdAUBwv

H tumomoinon yivetal pe Baon to mpotumo EN-758. Asv umdpxel mpdtumo ISO yia ta cwAnvoeldn
NAektpodia. To Baoikdtepo onpeio mou Siadopormoleitol n Tumonoinon amd autH TwV CUUTTAYWY
nAsktpodiwy, ival 6tL mpotdoostal to ypappa T avti tou G.

Mapadetypa cupPoAlopoU : to NAektpodio T424BC

To 42 onpoaivel oplo glaotikotntag 420 Mpa, 1o 4 otL n SucBpavototnta sival 47 J, otav n
Bepuokpacia eivat -30°C kot to C onpaivel 6tL o aéplo mpootaciag eival to CO,. AnAadr , auvtd £xouv
v 6lo onuacia mou £xouv Kal ota cupmayr oUppata. Otov Sev amalteital aéplo UTIAPXEL TO
ypapupa N. Ot cupfoliopol yla ta agpla mpootaociag paivovrat otov mivaka 1.4.

MNivakag 1.4 : SuuBoAiouoi aspiwv npoataociog

Aéplo ZupBOALOUOG
Ar+20-25% CO, M
CO, C
Xwplig agplo N
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To otolxelo «B» 01O OUMUPBOALOUO onuaivel OTL TO NAeKTPOSIO elval TMOPAYEULOUEVO HE OKOVN
oUAAUtaopatog. Na cuAAimaocpa pouTihiou xpnolpomoleitol to R f to P, evw yla yéuwon Ue okovn
oldnpou to M. Itnv TeAeutaia mepimtwaon &V UMAPYEL TIPOOTATEUTLK OKOUPLA OO TO CUAALTIacUA.
Ytov mivaka 1.5 ¢paivovratl 6Aa ta £(6n cUAAITACUATOC TwV CWANVOELOWV NAeKTPOSiwv.

Mivakoag 1.5 : ZupuBoAlouol, anattioeLs kat LELoTNTEG yLa To £(60¢ TOU TTEPLEXOUEVOU CUAATAOUATOG

Z0pBolo Nepwypadn ATaULTAOELG agpiov 1616TNTEG
K PoutiAiou Na ZKOUpLa, Bpasdeiag
nnéng
P PoutiAiou Nat ZKOUPL(,I TOXELES
nnéng
B Baolko Nat
MetaAAkn (okdvn Xwplig okoupLd amno
M , Nau ,
olénpou) TO cUA\aoua
AkatdAAnio yla
\Y Baolko i PoutiAiou Oxt padn pe moAamAd
naoca
. , \ )2 ) i
w Baowkd i PoutiAiou OxL KOUpLa, Bpadeiag
nnéng
Y Baoiko r Poutthiou OxL ZKOUPL? TOXELAS
nnéng
Z Otiénmote GAho

EKTOG amo Ta mapandvw evOEXETAL VO UTIAPXOUV Kal SUo mpoatpetikol cupBoAlopol. Mapdadsypa
CUMBOALOHOU UE Ta TIPOALPETIKA cUMBOoA: To T424BC1H5

e To «1», mou akoAouBei to cUpPoAo Tou aepiou, onuailvel OTL n cuykOAANnon eival duvartr o€
OAec TIg Bfoelg. Av umdpxel to «3», onpaivel OTL n ouykOAAnon eival Suvatr UOVO OTIS
Bcoelc PA, PB, PC (ocupPoAilopotl katd ISO yla tnv eninedn, eninedn umod ywvia Kal PETWITKN
OUYKOAMANON, avtiotola). Av Kol umdpxouv kat @AAa cUpPola yla TiG B€oelg ouykoAAnong,
onw¢ ¢aivovtat otov mivaka 1.6 , otnv mpafn xpnoluomololvtal Kuplwg oUpuato ToU
EUTUTTOUV OTLG KaTnyopieg «1» kat «3».

e Otav 10 clppa (nAektpddio) sival xapnAot udpoyodvou , uTtapxel eTUTAEOV 0 CUUBOALOUOC HX
TIOU ONUOiVEL OTL TIEPLEXOVTAL TO TIOAU MEXPL X cm® agpiou avd 100 g mpooTtiBépevou PeTdAoU

(6mwg kat ota emikoAUppEVA NAektpodia kata ISO 1 EN). To x pmopet va ival 5, 10 ) 15.
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Mivakag 1.6 : cuuBoAioudc twv Béagewv ouykoAAnonc cwAnvoeldwv nAektpodiwv kata EN 758

Wnoio O£0eLg GUYKOAANGNG yLa TLG OTtOLEG TtpoopileTal To NAeKTPASLO
1 KataAAnAo yia cuykOAAnon og OAeg Tig BEoeLg
2 KatdAAnAo yla OAeg Tig B€0eLg ekTOC TG PG (katakopudng pe kaBodo)
3 KataA\nAo povo yia PA , PB, PC
4 KataA\nAo povo yia PA, PB
5 KatdMnlo PA, PB, PC, PG

TNV TEPUTTWON TIOU UTIAPXOUV TIPOCTHIEELS Kal GAAWY LETAAAKWY oTolXelwy , TOTE aUTEG avadEépovTal
TPLV ATTO TO YPAULO TIOU UTTOSNAWVEL TN YEULON TOu cUpOTOoG. Mapddelyua :

T4641NiIPM1H5: pe 1% Ni

T46AMOPM1H5: mepléxel Mo (katw tou 1%, cuvnBwg gival yupw oto 0,5%)

T46AZPM1H5: mepléXeL TTPOOUIEELG TTOU OEV EVIACOOVTOL OE KATOL OO TLG TUTIOTIOLNUEVEG TIPOCIEELG
TIOU TIPOPBAETIEL TO TPOTUTIO KAl TIPETEL va TipoSiaypadovrtal and Tov mpopunbegutr Tou hAektpodiou.

Ot tumtonoLnpévol cuvduaopol mpoopiéewy givat oi: Mo, MnMo, 1Ni, 2Ni, 3Ni, Mn1Ni kot 1NiMo. Otav
n oUOoTAON TOU EVATIOTIOEUEVOU UETAAANOU SEV AVIKEL OE KATOLOV OO AUTOUG TOUC TUTIOTOLNUEVOUG
ouvbuaopoUlg , XpnoLoToLeiTal To Z.

EkTog amo to mpotumo EN-758, umdpyouv akopun Suo mpotumna , ta EN-12071 kat EN-12535 , mou
ovadépovtal os cwANVoeldn NAeKTPOSia eAadpd KpapaTwHEVWY XaAUBwWY yla el8IKEG EOPUOVEC.
O Ttpomo¢ TUToNoiNoNG TwV CWANVWTWY CUPUATWY OF QUTA TO TPOTUTOL HOLATEL APKETA HE TOV
TPémo mou vyivetat oto EN-758 , oAAa éxouv OLadOPETIKOUC TUTIOTIOLNUEVOUG GUVSUACHOUG
TPOCUiEewV.

MNapadeiypata ovopooiag:
e Katad EN-12071: TCrMolBC3H5 (6ev umdpxouv oUPBOAQ yla TNV OvVIOoXH Kal TN
SucBpavototnta)
e  Katd EN-12535: T696Mn2NiCrMoBC53H5 , T894ZBM3HS5 (£xouv unAd opla eAaoTIKOTNTOC)

B. Avoéeibwta cwAnvoeldn nAsktpodia kata EN
H tumomoinon twv avoeldwtwv CWANVWIWV cuppATwv akolouBel to mpotumo EN-12072. O
ovopooieg eivat akplpwg ol (Sleg pe autég mou avadEpBnkav yla Ta CWANVWTA NAEKTPOSIO TwWV

avOpakoUxwv YoAUBwvV, €xovtag Kol Toug (8loug oUUPOALOUOUG yla TO GUAALTIOOUA , TO OEPLO KalL
™ 6€0n ocuykoAAnong. MNapadelyua ovopaoiag: TI19RLM1.
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Tunonoinon kata AWS

H tumomoinon twv ocwAnvoeldwv nAektpodiwv katd AWS , ylwa TIC OUYKOAMNAOELS avBpako-
payyovioUXwv xaAUBwv yivetal pe tn Bornbela Tou MapakATw opLoUoU:
EXXT-XX nx.E70T-11
OTou:

e Jtnv mpwtn B€on, o ypappa E urtodeikvuel Tnv Umapén nAektpodiou.

e Jtn Seltepn B£on elodyetal aplBuog , o onoiog moAAamAacloopévog eni 10, Sivel tnv avroxn
ToU nAektpodiou og epeAKUOUO.

e Jtnv tpltn B£0n swodyetal eite o aplBUOg 0 eite 0 aplBuog 1 , kal umodelkvuouv tn Béon
OUYKOAANoNG Tou pmopel va xpnotpomnotnBei to nAektpodlo. To O avriotolyel oe eminedeg Kal
opllovtieg B€oelg, evw To 1 xpnolpomoleital yia OAeC TI¢ O€0eLc cuyKOAANGONG.

e Jtnv t€taptn B£on, to ypaupa T urtodelkvUel cwAnvoelSEG NAekTpodio.

e O aplBuog otnv népmtn Béon (X = 1-14) unodnAwvel T Xpnon tou nAektpodiou. Ito GvwOev
napadelypa , o aplOpoc 11 avriotolyel o NAektpddLo To omolo KAaTd TNV TAEN Tou PeTadEpeTal
otn Alpvn ouykOAANong pe tn HEBodo Twv otayovidiwy , XPNOLUOTOLETAL UE CUVEXEG eV
avaotpodng moAkotntag , duvartal va xpnotpomownBel oe OAeg TG BEoEC ouyKOAANONG Kall
givat kat@AAnAo yia uPnA£g TaxUTNTeG CUYKOAANGNG Kol TTOAAQTTAG TALCOL.

e H £ktn B€on umodnAwvel To £i6o¢ TNG mpootaciag. MNa mpootacia agplou piypatog Ar+20-25%
CO, xpnotpomoteital to ypaupa M , ywa mpootaocia agplou 100% CO, xpnolLomoleital To
ypauua C, evw av n B€on eival kevr] 6 xpnolpomnoleital aépla mpootacia.

H tumomoinon ,kata AWS, yiwa tov mupnva cwAnvoeldwv nAektpodiwv Sivetal amod ta akdAouba

mpoTUTAL:

AWS A5.20-1979 - HAektpodia avBpakouyxou XaAuBa

AWS A5.22-1980 - HAektpodia pe mupnva xpwiiou kot xpwuiov-vikeAiouv.
AWS A5.29-1980 - HAekTpOSLA XOUNAA KPAUOTWHEVWY XOAUBWV.

1.3.2.4 Turuka opaApata pefodov FCAW

Ta ouvnBéotepa odpdaApata mou eviomilovtal o€ CUYKOAANGCELG TIOU €XOUV TipayHaTonolnBel pe
OWANVOELSN NAKETPOSLA, AvaAUOVTAL OTN CUVEXELA :

Epdavion nopwv : Mnopel va mpokUPouv and uypacia oTnv MPOOTATEUTIKY OKOvVN , and Umopén
okaBopowv otnv emdpavelad Tou HETAAAOU BAong n omd aKATAAANAO XELPLOMO TOU TILOTOALOU
OUYKOAANONG.

E€attiag tng evauobnolag Tng TMPOOTATEUTIKNAG OKOVNG OTNV uypacio tou mneplBdAloviog , ta
NAEKTPOSLA TIPETEL VA AmoBnKeUOVTAL O XWPOUG LE Enpn atpoodatpa. ELSIkA Ta nAektpodia pouTidiou
elval blailtepa emppenny otnv amoppodnon uypaociag amd to nepBdrlov. levikd av n mdota
anoppodnoel vypacia , n adaipeon tng sival mapa mMoAU SUckoAn. To vepd , UTO TNV Mapoucia Tou
tofou , Slaomartal os udpoyovo Kat ofuyovo. To ubpoyovo pmopel va amoppodnBdel amd tn Alpvn
OUYKOAANONG , VW To 0fuydvo uvoEel To oxnuatiopd ofeldiwy.

Ta xaAUBSwva eAdopata ou €xouv unootel Bepun €haon KaAUTTovTaL cUVRBWE Ao £va okoUpo YKPL
N HoUpo emidbavelako otpwpa ofeldiwv Tou oLdrpou. MapoAo ToU To OTPWUA AUTO Eival OPKETA AEMTO ,
UTtopEL va amoteAEOEL Ny EMApPKOUG TTOGOTNTAS 0EUYOVOU TIou Ba TPoKAAECEL EUdAVION TOPWVY OTN
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OUYKOAANGn. OL opoL Tou SnULoUPYOUVTOL aTtd TO OTPWHA OUTO TWV 0&ELSiwv cuvnBWE KaTtaveéuovTal
opoLlopopda oTo HETAANO CUYKOAANONG. AV , OUWC , TO OTPWHO 0EELSIWV €XEL HEYAAO TTAXOC , OL TTOpOL
Sev elval opartol otnv emudpdvela TnG ouykoAAnong , kabwg Pplokovtal katw amd autr. Ze KAOe
neplmtwon , ta ofeidla mpémel va adalpouvtal and tnv enidpavelo Tou Bactkol UETAAAOU TPV TN
OUYKOAANON.

2tn FCAW-G , TO TILOTOAL TIPEMEL va. BploKeTol opKeTA KOVTA oth Alvn GUYKOAANGONG TIPOKELUEVOU val
efaodaliletal emapkng agpla mpootacia. Av katd tn Sladikaocia cuykOAANONG UTTAPXOUV LoXUpPA
pevpoTa 0€pa N To TLOTOAL Sev eival emopkwg Kovtd otn Alpvn cuykoAAnong , dev e€aodaliletal
KOTAAANAN aépla Tpootacia , Ue amotéleopa tov Kivbuvo eudadviong mopwv. Av n ouykoAAnon
TIPOYLLOTOTIOLELTOL OE €EWTEPLKO XWPO I OE EPLOXN UE pevpaTa , ival avaykaia n avénon Tng mMapoxng
TOU aeplou pooTaociag f n xpnon avepobwpaka.

‘Eva oAU Kowo oddipa otn péBodo FCAW eival éva £i6og mopwv mou ovopdletal «worm tracks». To
daALVOUEVO EKSNAWVETAL WG UL YPALULKN ETILPAVELN KEVWV KOVTA OTNV KEVTPLKN YPAUUA CUYKOAANGNG,
napaAlnia pe tnv emnwdpavela padng. Kopla attia tou dpatvopévou sival 0 eYKAELOUOG agplwv OTO
METAAANO GUYKOAANONG KATA T OTEPEOMOLNGN TNG CUYKOAANGNG. TO TPOOTATEUTIKO OTPWLO OKOUPLAG
OTEPEOTIOLELTAL TIPLV TIPOAGBOUV Ta aépLa va SpATETEVCOUV EVTEAWG ATTO TO METAANO GUYKOAANGNG , LE
amotéAsopa va maytdelovtal avapeaa atn okoupld Kal tn Alpvn cuykoAAnong. Etotl , dnuloupyeital n
emudpavela mopwv Tou  daivetal otnv swova 1.3. H euddvion mépwv autig tng popdng eivat
mbavotepn Otav xpnolpomnoLeital aépla pootacio piypatog Ar/CO,, mapd 100% CO,.

Ewkova 1.3 : Tpauuikn évwon mopwy , yvwaotr we «worm tracks».

Autieg Tou dpatvopévou umopel va elval pLa r mepLocOTEPES Ao TIG €EAG :
e Yypaocio and akabapoieg 0To ECWTEPLKO ] TNV eMLPAVELA TOU BACIKOU HETAAAOU.
e Yypaocio oto PETaANO CUYKOAANGNG TTOU UTopel va eLlo€ABEeL kKal amod to (810 To NAekTpdsio.
e MeydAn mapoxn oegpiov , pe amotéAeopa TNV MPOkAnon TupBwdoug Pong Kal , W¢ K TOUTOU ,
glopon atpoodalplkol aépa otV EPLOX TOU TOLOU.
e Amoppddnon akabapolwv and to PETAANO ouykOANong , Aoyw 8Lapponc otoug CWANVEC
Tapoxn¢ aspilou mpootaciac.
e Alyotepo mBavo , To agplo mpootaciag va €xel PeEYAAO TMOOOOTO uypaociag 1 uPnAd onpeio
uypomnoinong.
Mo TNV aQVTLETWITLON TOoUu datvopévou Aappdvovtal ol amapaitnteg mPopUAAEELS yia TNV KABE Lo amno
TI¢ poavadepBbeioeg attieq. Kat’ apxdg sival amapaitnto¢ o KaBaplopog Twv EMLPAVELWYV TWV TPOG
OUYKOA\NON Tepayiwv mpwv tnv €vapén tng Swadikaciag. Mpemel va amopakpuvBolv , Snladn ,
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UTIOAELJHOTO EAQOU , AUTAVIIKWY 1 YPAOOU , TIOU UTIOPEL va €XOUV HEIVEL OO TNV KATEPYAOLO TWV
tepayiwv. Emiong eival moAU onpavTiKOg 0 EAEYXOC TWV CWANVWOEWV UETADOPAG AEPIOU yLa TUXOV
SlappoEg , kaBwg Kal o EAeyxog Tou pubpoL TapoxnG Tou agpiou Katd tn dtadikaaoia tTng cuYKOAAnoNG.
EmutAéov , elval avaykaio ta nAektpodla va puldcoovtal o ENpd UEPOC. ITNV MEPLMTWON TOU TO
NAekTpOSl0 £xel amoppodrosl uypacia , pmopel va TomoBetnBel oe polPVO OCUYKEKPLUEVNG
Bepuokpaciag yla €va Xpovikd SLAoTnpa , WoTe va eMavéNBeL otnv emBuuntn Katdaotacrn. TEAoG ,
anapaitntn ivat n ekAoyr Tou KAtdAANAou nAektpodiou Katd nepimtwon.

Epdavion pwypwv : Odpelletol 0g UTEPUETPN EVTATIKY KOTACTAON TG padns , Xprion akatdAAniou
NAEKTPOSIOU Kal QVEMAPKI TIOCOTNTA ATMOEELSWTIKWY OTOLXELWY OTOV Tuprva Tou nAektpodiou. lMNa tnv
npoAnyn tou dawvopévou , Ba mpémnel va sfaodaliletal padrn pe 600 TOo SUVATOV WULKPOTEPEC
TAPAUEVOUOEC TAOELS KOL VO XPNOLUOTIOLE(TAL OpKETA OAKLUO PBacikd peétaAlo. Emiong , katd tnv
emhoyn Tou nAektpodiou , TPEMEL va EAEYXETAL N GUCTAGCHN TNE TPOCTATEVUTIKAG OKOVNG.

Ateli¢ TEN Kat ateAng Sieioduon : Ta ouyKekplpuéva TPOPAAUOTA TIPOKUTITOUV amd sdappoyn
OKATAANAWY TIAPAUETPWY CUYKOAANONG , AavBoopévo oxeSlaopo tng ocupBOARG oUYKOAANGNG Kot
AavOaouévoug XelplopoUG. Av n emiAoyr Twv TOPAUETPWY €ival akatdAAnAn , Ba mpémel va yivouv
oMayég o pevpa Kal toaxvtnta mapoxng nAektpodiou , wote va PeAtiwdel n moldtnTA TNG
OUYKOAANONG. Av 0 oxedlaopog tng cUPBOANG eival AdBog , Ba mpémel va yivel aAAoyr 0To AVOLYHa TNG
pilac. TEAog, o akatAAANAOC XEPLOUOG odnyel oe AavBaouévn TomoBETnon Tou NAEKTPoSiov wWC TPOC
™ Alpvn cuykOAANnong, onote Ba mpémel va tonobetnOel otnv KatdAAnAn B€on.

1.3.2.5 MAeoveKTrpata Ko LELOVEKTAATA TG peB6dou FCAW

Ta KupLOTEPA MAEOVEKT AT TG LeBSSou eival Ta €€AG :

e KaAn oyn padng Kal kP TooooTd eKTOEEVOEwWV.

e YynAol puBpuol evamobeong.

o KaAEG UNXOVIKEG LOLOTNTEG CUYKOAANONG.

e Avuvatdtnta cuykOAANnong oe OAeg TIg O€oeLc.

e Jtnv nepimtwon tng FCAW-G , oAU unAn amodoon twv nAektpodiwv (dvw tou 90%) , MOAU
MLKPA TTOCOOTA USPOYOVOU OTO UETAAANO CUYKOAANGNG KAl EUKOAO Avapa TOEOU.

e Ytnv mepimtwon tng FCAW-S , moAU eUkoAn n sdpapuoyn TG o eEWTEPIKOUG XWPOUG KL HE
TIEPLOPLOUEVEG EMAVEVAUOELS TOU TOfou. Emiong , dev amattel peydAn kabapotnta peTdAAoU
Baong kat, TEAOC , LELWVETAL ONHAVTLKA TO KOOTOC TNG dladikaoiag , kabwc 6& xpnollomnoleitatl
a€pla TpooTacia.

QoTO00 , UTIAPXOUV KL KATIOLOL TtEpLOpLoOL TTou amattolv wolaitepn mpoooxn :

e Apketd uPnAd mocooTd avoOULACEWV.

e Eilval amapaitntn n amopdkpuvon Tng OKoupLag LETA To EPAC TG dtadikaoiag , KATL To omolo
elval apketd xpovoPopo , eldIkd og GUYKOAANGCELG Pe TIOAAQTIAG Ttdoa.

e Jtnv mepimtwon tng FCAW-G , n OUYKOAANONn o0t €EWTEPIKO XWPO TAPOUCLATEL OPKETEG
SuokoAlec.

e JYtnv mepintwon tng FCAW-S , umopel vo mopouclootolv eKktofsVUOELC HETANOU , EVW ,
T(POKELUEVOU VA YIVEL ETAVEVAUGCN TOU TOEOU TIPEMEL vl KOTIEL £val LEPOC TNG TPOEKTOONG TOU
nAektpobiou.
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1.3.3 Suyk6AAnon pe Laser [7][8][13][25][40][41][43][44][45][46]

1.3.3.1 Apyxn Aettoupyiag Laser

O o6poc “LASER” mpoékue w¢ akpwvl Lo Twv Aé€swv NG dpdong “Light Amplification by Stimulated
Emission of Radiation” mou amodidetal ota eAANVIKA WG «evioxuon ¢wTtog pe SleyepUEVN EKTIOUT)
oktwoBoAiog». To Laser amotelel pia bk §éoun pwtelvng aktvoBoAlog, Tou 8ev UMApXEL OF
dUOIKEG ouUVONKeG , AAAA TTAPAYETAL LOVO OTO EPYAOTIPLO UE ELSLKO TEXVOAOYLKO €€omMALOUO. Mapd To
Yeyovoc OTL umdpyxouv ToAAol TtUmoL Laser , SLodopeTikol WG TPOC TA XOPAKTNPLOTIKA KoL TLG
KOTOLOKEUOIOTIKEG AEMTOUEPELEG , UTIAPXOUV OPLOUEVEG BAGCIKEG OPXEG OTN AElToupyila Toug Tou eival
KOLVEG ylat GAOUG TOUG TUTIOUG.

Eldikotepa , To Laser amoteAeital amo Tpia Baolka oTolyEla :
e To evepyo P€co f HEao evioxuong
e Tnvmnyn avtAnong
e Tnv omtikA KOWOTNTA 1 KOWOTNTO CUVTOVIGHOU ) OTITIKO avTnyeio

Evepyo pEco : H UAN katl to dwe , we yvwotov , aAAnAemiSpouv. Otav éva Atopo UANG eKTBETAL OE L
NAEKTPOUAYVNTIKA akTvoBoAla, n katavourn Tou NAekTplkoU tou doptiou emnpedletal MePLOSIKA
oMo TNV eVEPYELD TwWV pwtoviwv tng aktvoBoAiag. Juvenwg , AapBavel xwpa HeTadopd EVEPYELAS
avApESO oTa GWTOVLO KOL TO ATOUO.

Alakpivovtal TpeLg mepMTWoel AAANAETLOPACEWC :

e OswpoUpe £va ATOUO TIOU Yapaktnpiletal and Tig evepyelakeg otabueg E; kat E, (Ei<E,), kot
£€0TW OTL TPOOTIITEL O AUTO aKTWVOBOAL KATTOLOG EVEPYELAG LLE TNV oTola aAAnAemiSpd. Tote,
TO ATOMO TEPVAEL OO TN otadun E; otn Sieyeppévn otabun E,. Autn n dtadikaocia ovopdletal
anoppodnon kat elval avactpePiun , ondte cuvodeUeTal amd KON PwToOG.

e (¢ yvwotov , n BepeAwdng otabun sivat n otabepdtepn. AuTO onuaivel OTL HETA TNV
napodo Kamolwou Xpovou , To Sleyepuévo dtopo amodleyeipetal auBopunta otn BepeAiwdn
otaBdun. ArmobibeL Aoundv evepyeia ion pe E,-E; untd popdn evog pwtoviou pe TETola cuxvoTNTA
, wote hv=E,-E;.Auto 0 datvopevo ovoudletal auboppnTn KoUK aktvoBoAiag.

e EmutAéov, av oto Oleysppévo ATOUO TIPOOTIECEL £vol GWTOVIO TIOU TIPOEPYETAL A0 TO
£EWTEPLIKO TOU ATOUOU KOL TTIOU £XEL OKPLPWE TNV 8la evépyela He autrv Tou ¢wTtoviou ToU
TpoEpXETaL and tnv petaBaocn amd tn otdbun E, otn otdabun E; , T0 ATOHO eKMEPTEL €val
S6eltepo dwTOVIo. TO TPOOTIMTOV KAl TO EKTEUNMOMEVO GWTOVIO £Xouv Ta (Sl oKpLBWG
Xapaktnplotika (8tevBuvon, ocuxvotnta, ¢don, moAlwon). Aut) n Swadikaocio ovopdletal
favaykacopévn ekmoun. H Ann laser emituyxavetal x&pn otnv e€0VayKO.OUEVN EKTTOUT.

To Yéoo péoa OTO OMOI0 UIMOPOUE va £XOUUE eKTOUTH Laser ovopdletol evepyd PHECO Kol UTOPEL va
Bploketal o oteped , uypn N agpla paon.
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2ynua 1.15 : (a) Eéavaykaouévn amoppopnon , (8) Audopuntn ekmounn, (v) E§éavaykaouévn ekmounn

Anyn avtAnong : ZUpudwva Pe TN Bewpio TWV EVEPYELOKWY KOTOOTACEWV, N avtlotpodr MAnBucuwy,
n omoia eivat kat amapaitntn yia tn AP n dpdong laser, anattel tn St€yepon ATtOUWVY 0 €VOl OIVWTEPO
eninedo evéEPyELAG , KATL TO OTIOLO UMOPEL VA TIPOYHOTOTNOLNOEL LECW ULOC EEWTEPLKNG TINYNC EVEPYELOG.

Auto
[ )
[ ]
[ )
[ ]
[ ]

ovopaletal avtAnon. Ymapxouv moA\EG péBodol AvtAnong, Omwe :
Omntkn
HAekTpoviKN
Xnpukry
Oepuikn
Me Bapéa otolyeia
Me Lovilouoeg akTvoBoAieg

onuk kolthotnta : H evioyuon tou Ppwtdg e€aptdtal €KTOC amd TNV WXL TNG TINYAC €SWTEPLKNG
AVTANGONG KaL Ao TNV avénon Twv SLOoTACEWY TOU EVEPYOU HECOU.AUTO EXEL TIPOPAVWG TIEPLOPLOKEVEG
Sl00TACELG , OTIOTE KL TPETEL va akoAouBnBel pia Stadikacia n onola Ba emLTpénel TNV eKUETAAAEUON
TIOAQIMAWY TIEPACUATWY TNE EE0VAYKOOUEVNG OKTLVOBOALOC HEOA ATO TO EKAOTOTE HEOO evioxuonc. To
TAPATIAVW TO EMITUYXOVOUUE XPNOLUOTOLWVTAG Kot KOIAOTNTA CUVTOVIOUOU N OToia amoteAeital amno
SUO KATOTITPA, £K TWV OTOLWV TO €va, NUUIEPATO, EMUITPEMEL OE KATOLO TTOCOOTO TN AKTWWOPROALAC
va £€€ADeL, otéAvovtag € avakAACEWS TO UTIOAOLITO TOCOOTO HECA OTO evepyd UEoO, Ta Sleyeppéva
ATOPO TOU OTOloU KOl TIAPAYOUV €K VEOU €QVOYKAOUEVN EKTIOUTH akTwvoBoAiag. Auth n Kolotnta
ovopaletal Kol Omtikd avinyeio, €hOcOV oL TIEPLOXEC CUXVOTNTOC TOU HOC QMOOXOAOUV OVAKOUV
oTO UTIEPUBOPO, TO 0PATO f TO UTIEPLWOEG.
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Ta xapakTnpLloTkA pLog Seopung Laser ival ta €A :

e Jupdwvia paong: Elvol To ONUAVTIKOTEPO XAPAKTNPLOTIKO TNG d€oung laser. Mia aktivoBolia
OVOUATETOlL CUUPWVIKI XWPLKA N XPOVIKA, OTav UMOopoUUE va uToAoyiooupe tn ¢don Tou
KUMOATOG KOL TO TMAQTOC TOU , ylot KABE XPOVLIKH OTLYUN Kol o€ KABe onueio , Eeklvwvtag amo
KATOLEG YVWOTEC TLUEG. H ocupdwvia paong umopel vo SlakplBel og Xpovikn Kot XwpPLKA.

e KatevBuvtukotnta : OL oupPoTKEG TINYEG GWTOC EeKTMEUMOUV akTvoPoAia o OAeg TIg
SleuBuvoelc. JuVENWG N £viacon TG aKTWOPBoALOG 08 KATIOLO ONKEIO TOU XWPOU HUELWVETOL UE
TO TETPAYWVO TNG AMOOTAoNG AUTOU ToU onueiou amd tnv mnyn. Etot, Adyw Twv 8lothtwv
TOU QVINXelou , ekMoOum ¢wTOg MpayUatomnoleital povo mapdAAnAa Kal TIOAU Kovtd otov
OMTIKO Gfova TNG KoAOTNTAC.

e NMukvotnta Loxvog : H £vtaon tng 8éoung pmopel va eivat oAU PnAn , kabBwg N anodldouevn
EVEPYELX €lval e0TIOOMEVN Ot pla TIOAU pikpn emibavela. H Aettoupylo evog laser pmopet
va glval ouvexng 1 maApLkn. Ma tv maApikn Asttoupyia , n evépyela anodibetal og évav maApo
ot Ul oelpd enavalappavopevwy malpwy. Aedopévou OtL n SLapKela evog MoApoU Uropel
va glvat Tng tééng twv 107 sec, n woxVc eival mdpa mMOAU peydAn (IMW) akdpa Kot av n
GUVOALKH aToSISOHEVN evépyeta eiva oAU XapnAr (1072 ).

e EvepyeloKn KOTOVOUY) OTO XWPO : H KaTtavour TnG £VEPYELOG O Ml Slatopn plag déoung
laser kaBopilet TNV evepyelakn TG Katavopr. H popdoloyia TnNG EVEPYELAKAG KOTAVOUNG
kaBopiletal ano ™ Slapopdwaon Tou avinyelou. Alddopeg popdoloyieg eival ePIKTEG
KATw amoé tnv ovopaoia Transverse Electromagnetic Mode 1| Eykdpolog HAektpopayvntikog
PuBuog. O beikteg x , y eival Betikol aképatol kot ekPpAlouv TIG KATAVOUEG EVIaong KOTA
UNKOG TwV duo afovwy X, y KaBetwv otov afova z (o afovocg tng 6€ounc).

1.3.3.2 Turot Laser

Ta ouvnBwg xpnolpomoloVpeva Laser xwpllovtal os TECOEPLG KATNYOPLEC , OL OTOLEG UE TN OELPA TOUG
0€ UTIOOMAOEC , WG gENG :

1. Ta Laser otepedg KOTACTAONG , TTOU XWwpilovtal ot :
i.  Movwrtwv (pouPviou, veobupiou , ade€avdpitn , oandeipou).
i. Huaywywv (8L08wv).

2. Ta Laser agpiwv, mou xwpilovtal ot :
i.  Atopika (m.x. He-Ne , He-Cd).
ii.  Moplaka (CO,, N, , XnNUIKA , pakplvol urepuBpou , excimer).
iii.  Atuwv petaAiou (Cu, Au).
iv.  lovtwa (Ar, Kr').

3. Ta uypd Laser, ta omoia ival Kuplwg XpwoTikwy dye.
4. Ta eldka Laser, onwg :

i.  Aktivwv X.
ii.  EAeUBepou nAektpoviou.
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1.3.3.2.1 Laser oTEpEAC KATAOTAGNG

Ta ATopa oTh OTEPEQ Kataotacn Bpiokovtal moAl kovtd LeTafl Touc Kat aAAnAemidpolv. M’ autd To
€UPOC TWV YPAUUWY oTa GACUATA EKTTOUTIAG KoL amoppodnong €ival onUAvIIKA LEYAAUTEPO ATO TO
avtiotolyo Twv agpiwv. Eupl pacua amoppodnong ocnuaivel Mwe n Mpoodopd eVEPYELAG UTTOPEL va
yivel ano ninyn dwtoc kat paiiota oxL amapaitnta laser.

To evepyd UAIKO oTo laser oteped KOTAOTAONG £lvol €va CUYKEKPLUEVO UALKO , OTO OTtolo £XeL yivel
£€yxuon dA\ou UALKOU pe Tt popdn OvTwy. Ta LOvTa Tou UALKOU TIPOCHLENG avTIKaBLoToUV ATopa Tou
UALKOU Baong kal eivol autd mou mapéXouv Ta KOTAANAQ evepyelakd emineda yla tn petanndnon
laser. To UAIKO Baong emnpeadletl Aiyo To PNKOG KUUATOG TNG NAEKTPOUAYVNTIKAG akTwvoBoAiag. To idlo
UALKO TIpOoULENG o U0 SLadopeTikA UALKA BAONG €XEL WC QMTOTEAECHA TIOPOUOLA NAEKTPOUAYVNTLKA
oktwoPBoAia laser. To uALkO Baong kaBopllel , OUWE , TIC GUGCLKEG LOLOTNTEG TOU eVEPYOU UALKOU , OTIWG
BepuoXWPNTIKOTNTA , SLAGTOAN KoL EMOUEVWCE TN HEYLOTN SuVOTH EKMEUMOUEVN LOoXU.

To oteped evepyo UALKO Tou Sleyeipetal e OMTIKA akTvoBoAia sival kpuotaAlog f yuaAl , ouvnBwg oe
oXNuo KUAWVEPLKO 1 mapoAAnAemtinedo. H evépyela eLGEPXETOL ATTO TNV MAPATIAEUPN EMLPAVELA , EVW TO
laser e€€pyetal amo Lo oo tig PACELC.

H npoodepouevn evépyela yla ekmopnr laser pe maApoug eival cuvhBwg amo AAUmeg EEvou 1) KpuTttoU
XaUnAng mieong. H mpoodepOUeVn eVEpYELA YLOL EKTTOUTIH cuvexoULC laser elval ouvnBwg amo AQumeg
aAoyovou 1 ubpapyupou uPnAng mieonc. Ta teheutaia xpovia e€eAixBnke kal n texvoloyia twv laser
5166wV Ta omoia £xouv edpapuoyn Kal otnv mPoodopd eVEPYELAG YL laser OTEPEAC KOTAOTOONG , EMELSN
TO MAKOG KUpatoc Ttwv laser S166wv pmopel va mpooappootel Kal va taplalel oto ¢aouo
anoppodnaong tou evepyol (otepeol) UAKOU.

1.3.3.2.2 Laser agpiwv

To meplocotepa aépla (Gtopo f popla) upmopouv va odnynbolv ot katdotacn KAtdAAnAn yia
ekmounn laser, kupiwg otav Bpiokovtal uTo XapnAn mieon.

H Umtapén yaunAng nieong SteukoAUvel tn Sladikaoia yla Toug e€ng SUo Adyoug :

e yla va eival duvatr n NAEKTPIKA EKKEVWON HAKPAG TTOPELAC , KOTA UAKOG TOU CWANVA HE TO
EVEPYO UALKO , ota Suo dkpa tou omoiou epParntilovral ta U0 nAektpodia.

e yla va mopoxBei nAektpopayvntikd ¢pacuo oAU HIKpoU eUpoug , To omoio guplveTal Otav
napePBAAAOVTOL CUYKPOUOELG LETOEY TWV ATOUWV.

Ta aépla Laser pmopouv va SleyepBolv e NAEKTPLKN €KKEVWON TIOU TIPOKOAE(TAL HE edapuoyn
uPnAoUl SuvaplkoU ota NAeKTPOSLA OTA AKPO TOU oWANVa. HAEKTpOVIA amoomwvtal anod tTnv kKabodo,
ETUTOUVOVTAL TIPOG TNV Avod0 , CUYKPOUOVTAL LE TO LOPLA TOU AEPLOU KO TOUG PETASISOUV PEPOG TNG
KLVNTIKAG Toug evépyelag Sleyeipovtdg ta (n Sla péBodog xpnoomnoleital otig Adumneg pOoplopov).

H omtikr avtAnon wg péBodog SlEyepong eivatl SUokoAn yla ta laser agpiou. Ma va anoppodnBel
OPKETO OO0 EVEPYELAG amalteital To ddopa anoppodnaong tou UALKoU va eival mapopolo pe To paoua
EKTIOUTNG TNG TTNYNG. OMWC oL KOWEG TNYEC WTOG €Xouv €UPU GACUO EKTIOUMIG , EVW TA ATOMA TOU
aeplou amoppodolv oe «AEMTEC YPOAUUEG». TEVIKA 1N OTTIKN AvTtAnon Sev emiAéyetal yla Tn SLEyepon
ToU evepyol UALKOU aéplwv laser. E€aipeon elvat n xprion tng 6éoung laser CO, yLa TNV OTMTLKA AVTAnON
TOU evepyoU UALKOU Tou poKkplvou umépuBpou aéplou laser.
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1.3.3.2.3 Laser nuaywywv , 8168wv (Semiconductor/Diode Laser)

Ta laser 8106wv eival TOAUTTAOKOL NLaywyol oL omolol PETATPEMOUV NAEKTPIKO peVpa o€ ¢we. H
Sladlkaola HPETOTPOTAG €lval OPKETA AMOSOTIK KATA TO OTL TOPAYEL MIKPO TOCO BepuotnTag
OUYKPLVOEVO UE TO Aapmpod dwc.

Otav 1o pelpa TEPVAEL HEoA amo pia nuaywyn évwon , mpokoAeital pia avaotpodrn mAnBuouou
(population inversion) , otnv omola ta nAektpovia otn otolBada aywyuotntag (conduction band)
Eemepvouv auta mou Bpiokovtal otn otolpada 06évoug. Katw amod autég T ouvBnkeg elval mo mbavn
N MTWon evog NAekTpoviou amod Tnv otolBada aywyotntag otn otolfada obBévoug mapdayovrag va
emumAéov ¢wtovIo , amod OtTL To avtiotpodo. ETol , otav 1o ¢wg SLépXeTal amo uia tétola €vwon ,
aufavetal n €vtacr tou. Ta tolywpata tg Kol\otntag laser eival amévavtt To éva and to dAho , £€tol
WOTE N UeyaAUTEPN MOOOTNTA ATIO TO EVICXUMEVO WG va avoKAAOTeL péoa otnv Kootnta, omou Ba
evioyuBel emumAéov. Av n anwlela otn Sltadpoun emotpodrg tou dwtdg eival peyaAltepn omd TIG
OMWAELEG O0TO TEAOG TNG KoW\OTNTAC , TOTE B SnpoupynBoulv meplodikég petaBorég otn ocuyvotnta. Ot
OUXVOTNTEG OTIC omoleg dnuioupyouvtol auTEG ol petaPorég kabBopilovtal amd TIC SLACTACELS TNG
KoLAOTNTOG.

Y€ YEVIKEC VPOAUUEG , Ol LETOBOAEC aUTEG Ba SnuoupynBouv o KABe cuxvotnTa , OTIOU TO UAKOG TNG
KOWAOTNTOC €ival £€va aképalo TMOAAQMAAGCLO MLOOU HAKOUG KUMOTOG , HE TNV mpolmobeon OtL otn
Sladpopn emiotpodrc n anwAela tou laser gival BeTKN yla T cuxvoTNTA AUTH. ML CXNUATIKA
mapAotaor evog Tétolou laser paivetal mapakdtw oto oxApa 1.16 :

LATER DOOOT BAR STACK A A
I I M\_\ CUTIT MaAM
v v ' FIBEA OFTIC BLAN DELIVIRTY

s s

DETAIL OF A SINGLE

oC eyt LASER D0OOL

— GaAs . - ‘ ' e pOCuUL Ly
" o~ -
GaAs : \/
woRKrCE

Jxnua 1.16 : Baotkn dtataén twv laser 5t166wv.[40]

Ta laser autd sival apketd eAKUOTIKA , KOOWC Ttapouatdlouv ta €M ¢ TTAEOVEKTALATO
e KataAappavouv PKpo Xwpo.
o H MEPLOXA EKTIOUTING TOUC ELVOL LILKPT) , CUYKPLVOUEVN HE TIC SLOOTACEL TWV OMTIKWY
VQV.
e 'Exouv uPnAn aktwvoPolia (ekméumouv oAU Ppwe oe UIKPN TIEPLOXT).
o ‘Exouv peydAn Sudpkela {wng, mpoodépovtoc uPnin aflomiotia.
Ta laser 8166wv ouvnBwg kataokeudalovtal and GaAlAs (FTaAAlo AAoupivio Apoevidlo) yLo CUOKEUEC
MIKPWV UNKWV KUPOTOC. ZUCKEUEC HEYAAWV UNKWV KUPOTOG YEVIKA Xpnoldomololv InGaAsP (lvéio
FaAAo Apoevidio Dwodidio).
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1.3.3.2.4 Yypd Laser

To laser xpwotikwv pmopel va BewpnbBel wg €L8IKA OCUOKEUN METOTPOTING NAEKTPOUAYVNTIKAG
OoKTIVOPBOoALlaG EVOG HAKOUG KUPATOG O €val GAAO Kal HAALOTO TIPOCOPHOOCLUO KATA TOo €mBupnto. H
TLEPLOX] OUXVOTATWV HECQ OTNV omoia umopel va yivel n mpoooappoyn €€aptdtal and Tn XPWOoTLKN.
Mopla xpwotikng (dye) cuvnBwg sival opyavikd $Oopilovia GUUTAEYUOTA TIOU TIEPLEXOUV HEYANO
oplBud KUKALKwY dopwv. To evepyd UALKO Laser XpwOTIKAG £lval TETOLA HOPLA XPWOTLKAG SLoAUpEVa
ouvnBw¢ oe aAkoOAn. ATo tnv aAlnAemidpacn Twv poplwv XPWOTLKAG Ue To SlaAltn Sleuplvetal h
{WVnN TWV eVEPYELOKWV EMMES WV TAAAVTIWONG-60vnong Kal oxnuatiletal supeia {wvn eKMEUMOUEVWY
(MA@ kal amoppodolpevwy) ouxvotitwyv. H TpoodepoOuevn evépyela elval HeyallTepn NG
EKTIEUTIOUEVNG €TELON UTIAPXEL ATWAELA €VEPYELOC KOTA TN Sladikaoia tng «peTadopdcy». EMouEvwg
TO EKTIEUMOMEVO. MNKN KOPOTOG eival peyaAUTepo Twv avTtiotolywv tng amoppodnong (BA. oxnua
1.17).

Elval ediktr) onuavtikn oxuc laser otnv £€060 emeldr) umapxouv TOAMA HOpLA XPWOTLKAC (evepyo
UALKO) , GUYKPLTIKA HE TO UIKPO TIOCOOTO TWV LOVIWVY OTO EVEPYO UALKO TWV Laser oTeped¢ KATAOTAONG.
Anapaitnteg mpoUmoBéoelg Asttoupylag Tou laser uypng katdotaong gival va amoppodad Eviova ta
UAKN KUMOTOG TToU TIPOKAAOUV T SLEYEPGH TOU Kal va pnv amoppodd Ta UAKN KUPOTOC Tou To (Slo
ekmEUTEL. O GWTLOPOC TOU evepYoU UALKOU UTopel va yivel e€wteplkd i 6GAou Tou uypoU Tou Bploketat
oe Sladaveg doxelo ) Tou HEPOUC TOU UYPOU TIOU KOTA T SLAPKELA PONG TOU Tiepvd amd  eldIKa
Stapopdwpévo akpodlolo. H emthoyr) tou emtBupntol pnkoug KUpatog e€660ou yivetal pe KATAAANAN
TomoB£tnon evog Mplopatog 1) evog MAEYUATOG.
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) — Rhodamine 6G emission [
0. f {
| \
| \
06 | | ]\
| | ‘
|\ A \
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Wavelength (nm)

Zxnua 1.17 :Ta EKTTEUTOUEVA UNKN KUUATOG Eival UEYAAUTEP TWV AVTIOTOLYWV TNHG ATTOPPOPNTNG.

1.3.3.2.5 Laser eAeUOepwv nAektpoviwv (Free Electron Lasers, FELs)

To Laser eAeUBepwv nAektpoviwy sival pla cuokeun vPNARC amddoonc MoU EKMEUMEL aKTiveg Laser
OTIOLOUSNTIOTE UAKOUG KUMATOG , TO omolo e€aptdrtal amd To oXeSLO0UO TNG CUCKEUNG KAl OXL OO TLG
LOLOTNTEG TOU evePYOU UALKOU.

H T ¢ toxutntog Twv nAeKTpoviwv elval moapamAnola autng tou GwTOC Kal N EMTAXUVON TWV
NAEKTpOViwY YlveTOL O Kevo. YMAPXEL NAEKTPOUAYVNTIKN OKTwoBoAlo Tou Kiveital mpog tnv Sl
KateLBUVON e Ta NAEKTPOVLA KOl ELOIKA Slapopdwpévo , TTEPLOSIKA HeTaBaAAOpeVo payvnTiko nedio,
anod Oelpd poyvntwy tomoBetnuévwy o KataAnAeg B£oelg (BA. oxnua 1.10). Meplodikd OOKOUHEVO
MOyvNTLKO Tedio petafaiAet kata Brparta tn StetBuvon kivnong Tou NAEKTPOVIOU , TTOU XAVEL EVEPYELD
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UE Hopdn nAekTpopayvNTIKAG akTwvoBoAiag laser (emitayuvon nAektplkol ¢optiou —>  €KMTOUMNA
NAEKTPOUAYVNTIKAG okTwoBoAlag laser). To ekmepmopevo PNRKo¢ KUpOToG KaBopiletal amd  tnv
TEPLOSIKOTNTO TOU PayvNTIKOU TeSiou KAl TNV KLNTLKN EVEPYELA TWV NAEKTpOViwy. Tal EMmLTO)UVOUEVA
NAektTpovia HeTadidouv HEPOG TNG EVEPYELAG TOUG OTO KCUUTIOPEUOUEVO» NAEKTPOUOYVNTIKO KU Kol
£L6IKOTEPA OTNV «NAEKTPLKI» CUVIOTWOA TOU , epooov elval mMoAwEVO yla va Sltatnpeital n TaAdviwaon
TOU O€ £Va CUYKEKPLUEVO ETMESO , KAOETO MPOG TO EMINMESO TOU EMLMPOCHETOU TMEPLOSLKOU LOyVNTLKOU
nediov.

YTdpXouv , OUWG , LELOVEKTAUOTA €TELON Ol CUCKEUEC QUTEG OMALTOUV NAEKTPLKO peupa XALASwv
Amperes kal uPpnAd Suvaulkd xAadwv Volts yla va emiteuxBolv ol amaltoUpeveg TaxUTNTEG TWV
NAekTpoviwv. H ocuokeun £xel peyaAeg Slaotaoelg, UPnNAd KOoTo¢ Kal avormodeukta Snuloupyouvral
eTukivduveg aktiveg X. BéBala , n e€epyxouevn nAekTpopayvntikn aktwvoBoAia laser pumopet va £xelL Lloxv
oKoOun Kat Giga Watt.

Jxnuo 1.18 : Aataén TN cuaToLyiag uayvnTwy otnv kapdid Tou cuotnuatog laser eEAevdepwv nAektpoviwv.[41]

1.3.3.3 Eidn Laser mou xpnotponotlovvtal oTig UBPLOLKEG CUYKOAANCELG OTN VAUTINYLKA

1.3.3.3.1 Laser CO,

To laser CO, avikel otnv katnyopia laser agpiwv. To pAKOG KUUOATOG EKTIOUMAG AUTWVY Twv laser sival
10.6 pm otnVv MEePLOXN TNG HAKPLNG utépuBpng aktwvoPoliag.To Laser CO, amodidel 6éoun Loxvog
pepkwv Watt €wg kat 25kW () kot peyaAutepn) kat gival to mo Stadedouévo otn Blopnxavia. Akopa ,
anodidelL meploodTEPN eVEPYELA ATO AAAQ €16, YEYOVOC TIOU TOU TIPOCSISEL Eval KOO TIAEOVEKTNAL ,
OLKOVOULKAG PpUOEwWG. To evepyd HEao Tou laser CO, eival éva piypa CO, , N, , He kat mBavov kamolag
ULKPAC Toodtntag H,, udpatuwy kat/f Xe . Onwg oupPaivel ota neplocdtepa laser agpiwv, n avtAnon
TIPOAYLLOTOTIOLELTOL PE NAEKTPLKN eKKEVWON. AuTh n ekkévwon Oleyeipel ta popla tou N, mou Ba
petad£pouv TNV eVEPYELA TOuC ota atopa tou CO, , kaBwg ouykpovovtol pall toug. Autol tou £iboug
to laser pmopei va Asttoupynost kat MOAKA , Stakomtovrag th 6éoun , Stavépovtog tn Stabéoiun
EVEPYELQ UE Pl oUXVOTNTA TNG TAENC Tou 1kHz.
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1.3.3.3.2 Laser onttikwv vwv (Fiber Laser)

To laser omTIKwV WV AVAKEL OTNV Katnyopla laser povwtwv e Tpoopi&els. To evepyd HEoO
QOTENELTAL OO LLOL OTTTIKA (VAL EVIOXUHEVN HE LOVTA OTIAVIWY YoV OTwe To €pPo (Er’ '), to veoSupLo
(Nd®* *) , to uttépBlo (YB® ) , to BovAwo (Tm® *) i to mpaceodvpo (Pr¥). H omtik Kootnta
Snuloupyeltal pe TV TomoBETNON SINAEKTPLKWVY KOTOTMTPWY OTLC TEPUATIKES eMLPAVELEC TNC vac. Mia n
neploootepeg Slodol laser xpnolpomolovvtal yla thv AvtAnon ¢wtoc. Xpnolomoleital eEwTePLKOg,
Xwpi¢ mpooui€elg , MoAU peyoAUtepog MupAvaAS yla Th cUAAoOYAR Tou $wTog TNG avtAovoag mnync. H
EVEPYELA ATIO TNV TINyr otabepn¢ Katdotaong cuvdualetal HEoa oTnV emévduon tng ivag ,kateuBuvetal
oTOV MUpnVva Kol avTAEL To UALKO evioxuonc.

ATO Ta 1o Kowa €idn eilval ta £pPBlo-evioyupéva laser Wwv. e Lo KOVOVLKA OTITIKN (val amo yuaAl
nupttiov , mpooBEtoupe TMOAU HIKPA TIOOA OTIAVIWY YOLWV Ao To otolxeio £€pPlo. Ta Uikpd cwpatidia
and £pPlo avaplyviuovtal oTov uphAva Tng vag. Autr n Stadikacio UAOTIOLINCNG TWV UIKPWY TTOCWY
ovopaletal doping. O Adyog Ttou xpnotuomoleital €ppLo eival emeldn Ta ATOUA TOU €XOUV TIOAU XproLua
gvepyelaka enineda.

210 oxnua 1.19 ¢paivetal n doun evvog amhou fiber laser. To pwg avrtAeltal anod tnv aplotepn MAEUPA ,
MECW €VOC OLYPWHUATIKOU KOTOTITPOU KOl KATEUBUVETOL OTOV TUPAVA TNG EVIOXUHEVNC (vag. To
mapayopevo laser e€€pyetal amo tn 6£€Ld mAsupa.

pump dichroic doped dichroic laser
light mirrar fibyer rmirror ligght

> lﬁl

lens lens

ynua 1.19 : Aournj evog artAoU fiber laser.[43]
1.3.3.3.3 Fiber-coupled Diode Laser

To Fiber-coupled Diode Laser amnoteAeital amnod éva laser 5166wv otnv £€080 Tou omoiou cuvdéstal pia
OTTTIKN (va mpokelpévou va mapadobel to dwg otn Béon omou amnacteital (BA. oxrjua 1.20). Ta Fiber-
coupled Lasers 5106wv £xouv dLddopa AEOVEKT LOTA:

e To ¢wg mou Byaivel amo tnv lva £XeL pia KUKALKN Kol OpaAr (opoyevomolnuévn) popdrn n onoia
0€ TIOA\EC TEPUMTWOELG TPOODEPEL OPKETA TTAEOVEKTHLLATAL.

e Eival duvato va adoatpeBouv ol iodot laser pali pe to cvotnua Puénc toug

o KatoAaupavouv Uikpo OyKo.

e Ta shattwpatikd Fiber-coupled Diode Lasers prmopoUv eUkoAa va avtikataotadolv xwpic tnv
ovaykn euBuypappLlong tng cuokeung laser pe tnv kepain cuykoAAnonc.

Angied Optical Fibar

" ; F0”::"IIIIIIIIIIIIIIIIIIIIIIIIIIIIIII"

Laser Diode

Lens

Sxnua 1.20 : Awataén tne ouvdeonc tou laser 61085wv pe tnv ontikn iva.[44]
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1.3.3.3.4 Laser Nd:YAG

O 06pog YAG laser ypnolpomnoleital cuvnBwg ylo otepedg katdotaong laser , 6mou to wovta veodupiou
Xpnowlomololvtal w¢ Tpoopifel oe kpuotdAloug YAG. To veodUplo (Nd) eival €va tploBevég
AavBaviSio (omdavia yaia). To v Nd** ypnotpomoteitat we mpoopEn o KPUOTAANOUG , omd TOUC
omoloug o yvwototepog eival evag Mpavatng Yttpiou Ahoupiviou (Y3Als04,) , ammod Td apykd Tou omoiou
oxnuotiletal to ouvBeTiko YAG (Yttrium Aluminium Garnet). H atopukr) ouykévtpwon tou Nd eivat
Vevikd petaty 0.6 kot 1.2%. H evepyslakn amodoon autou tou laser , mou ¢tavel to 3% , elval n
vPnAotepn and OAa ta aA\a laser otepedg katdotaong. To LAKOG KUUOTOG eKTTOUTNG Twv laser Nd:YAG
elvat 1.06 um , ekméumnel SnAadr oto kovivo unEpubpo.

Ta laser Nd:YAG (oxnua 1.21) prmopouv va AELTOUPYHO0UV TOOO GUVEXWE 00O KOl TIAAULKA. 2T CUVEXN
Aewtoupyla , ta laser Nd:YAG amodidouv Loyt petald 1 kot 20W oto Baciko TEMgg Kat amod 10 £wg Kat
1200W otav UTtdpyouV Kol eykapaotol pubuot talavtwong. 2tnv moApkr &g Asttoupyia amnodidouv:

e Jtov Q-switched pubuo , maApouc moAU uPnAng Loxvog (YGW) , Twv omoilwv n Xpovikn SLapkela
elvat petagv 15 kat 700ns.

o Je fixed-Q puBuod , moApoUC YepLKWY joules og cuxvotnTa mou TOKIAAEL amd 1 éwg 200Hz. H
Slapkela Twv TMaApwyY gival peta 0.1 kat 20ms , GUVENIWC N HéEon oXUG €lval TNG TAENC Twv
400W.

RLAR MIRROR THUT NIRAOR
. Hw MAYAG CYSTAL adogrdd s

el "

OQUTPUT BEAM  p

L g

FLASH LAMP

FIBER OPTIC BEAM DELVIRY

- D FOCUS LINS

n

WORKMICE

Jxnua 1.21 : Atataén Nd:YAG laser.[40]

1.3.3.3.5 Disk Laser

To disk laser amoteAeital and vav 6(oko pe SLAUETPO KATIOLWY XIALOOTWVY (avaAoya JE TV LoxU) Kal
TAX0G Tou Kupaivetal and 100 wg 200um. O Slokog amoteAeital and €vav kpuotallo Yb:YAG , n
umpootivy Tou TAsupd Sleyeipetol péow evoc laser S108wv. Emeldny umdpxel uPnAn cuykEvTpwon
ovtwv Yb** oto Sioko emutpémetal n oxedioon Tou pe HKpO OyKo. H miow mAeupd tou Siokou éxel
emotpwOel pe éva avakAaotikd UALkG. O Silokog koAdAtol pe tnv miocw TAEupd TOU MAVW OTNV
petaAdAiky emiddvelo evog evallaktn Bespudtntac o omoiog Asttoupyel pe vepd. AUt N TEXVIKA
QTOTPEMEL omoLadnmote noapauopdwaon Tou diokou Adyw TnG otabepomoinong Tou mavw otnv PUKTpa
KoL TIETUYALVEL TNV IKkavorownTikr PUén tou. Elval onuavtikd va pnv UTapxouV TapopopdwaoEeLS yLaTi o
6lokog evepyel weg kaBpédtng. E€attiag tng amoteAeopatikng PUENG mou MPoEPXETOL QMO TNV UEYOAN
emipAveLa TOU 8LOKOU KOL TO UIKPO TOU TIAXOC , N TOLOTNTA TNG akTivog tou laser sivol moAU KoAn.
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To omtikd cvuotnua amoteAeital ano éva mapafoAikd kdtomtpo (parabolic mirror) kat éva ywviako
avakhaotnpa (retroreflector). H evépyela mou Sev £xel amoppodnOel amod tov Sioko kateuBUVeTaL €K
VEOU HECW TWV KATOMIPWVY O €va GAAo onpelo tou Siokou. MmopoUv va yivouv pExpL 32 TéTola
nepaocpata BeAtiwvovtag tTnv anddoon tou cuotiuatog (BA. oxiua 1.22). TeAlkd mavw anod to 90% tng
LoxVoc amoppodatal amo Tov Sioko.

H BeAtiwon tng texvoloyloag tou disk laser ékave Suvatn thv mapaywyn disk lasers pe 1ox0 6kW kal pe
TNV MOLOTNTA TNCG AKTIVAG TOUG va Ta KABLOTA LW6avIKA yla UYKOAAACELS. To UAKOG KUMOTOG aUTOU ToU
laser Bploketal oto ddAopa TNG KOVTVAG UTEPUBPNG aktvoBoAlag (IR-A) pe T 1.03um. O cuvduacuog
TMEPLOOOTEPWY TOU €vO¢ Olokou emituyxavel LoxU¢ HeyoAUtepn Twv 6kW. Adyw autwv Twv
XOPAKTNPLOTIKWY , elvat Suvatd va emiteuxBel pla dpLotn moloTnTa Twv aktivwy laser akoun kat ota
vPnAng Loyvog laser.

Ta disk lasers mpoodEépouv peyaAUTEPN QAMOTEAECHOTIKOTNTA KAl KOAUTEPN TOLOTNTA QAKTIVWV OE
ouykplon pe ta laser Nd:YAG. Oswpolvtal amnd moAhoU¢ o Siadoxoc tou Nd:YAG laser yla TIg
TEPLOOOTEPEC EDAPUOYEC CUYKOAANGONG.

Retro reflector
_ Fiber connecior
Fiber coupling unit

Cooling finger B

—

)
’ﬁ"’ * Beam guiding

Yb:YAG disc Qutput mirror

Pumplight
-

Pumplight reflactor

Parabokc reflector

Jxnue 1.22 : Awataén tou disk laser. S auto to povtédo yivovtal 8 emavakateuGUVOELS TG AKTIVAS MTAVW OTO
bioko. 3TNV MpayUaTikoTNTa cUUBaVOUV MEPLOOOTEPT mepaouata. [41]

1.3.3.4 Eidn ouykOAAnong pe laser

Yriapxouv SUo £i6n cuykOAAnong Ue laser , n ocuykOAAnon pe kAewdapotpuna (keyhole) katl cuykOAAnon
pe laser péow aywyng (BA.oxnua 1.23). Itnv mpwtn nepintwon to laser mapéxel evépyela ota mPog ta
OUYKOAM\NON METAAAQ Kal av n €vtacn tou laser eival apketd vPnAn avantioostal Beppokpacia n
omnola umepPaivel tn Beppokpacio e€atuiong tou PHetdAou oxnuatilovtag pla omr (KAeWSapoTpuTa)
OTO €0WTEPLKO TNG MePLOXNG THENG. H tedeutaia mpokalel avénon tng anoppddpnong He amMoTEAECHA
v avénon tng Steioduonc. EToL umopouv va cUYKOAANBoUV aImOTEAEGULOTLKA TLOXLA UALKA.

ITnV Mepilnmtwon cuykoAAnong e laser péow aywyng To laser mopEXeL eVEPYELA OTA TIPOG CUYKOAANGN
METAAAQ KOl EMUTUYXAVETAL CUYKOANGN UIKpoU BdBoug . H ouykoAAnon eival oxedov emidavelakn
XWpig va meTuyailvel TNV moLoTNTA CUYKOAANGNG KAEWSapoTpUTIOC.
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Conduction
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Zynua 1.23: Aptotepa patvetal ouykoAAnan ue laser uéow aywyng kat Seéid ouykoAAnon tumou
kAetbapotpumnac.[46]

1.3.3.5 MA€OVEKTAMATA KOL LLELOVEKTAHATA TNG OUYKOAANONG Ke laser

H ouykoAAnon ue laser mpoodépel SLadopa MAEOVEKTHLOTA OE GUYKPLON HE TIG CUUBATIKEG LEBOSOUG
OUYKOAANONG TOEOU , OTWG :
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Avvatdtnta ektéAeong ouykOAAnong Babldg dleloduong He ToOV TPOTO TNG KAELSAPOTPUTIOG.
Atlvetal , £€tot  n duvatdTNTo CUYKOAANONG TIOXEWV EACCUATWY HE MO Eviaia cUYKOAANGN
napoucLalovtag AlyOTEPEC ATENELEG.

H Suvatotnta va evwBouv ta maxéa eAdopata e Eva eviaio TEpaopa , Uopel va emidpaoel
OUCLOOTLKA OTNV TMOOOTNTA TWV ATAPATNTWY OVOAWCIUWY Kal 0T HELWON TwWV emkivbuvwy
EKTTOUTIWV.

O akplBng €Aeyxog tNG eVvEPYELOC TwV oKTivwv laser emtpémel tn pewwpévn mpoodoon
Bepuotntag, n onola pnopel va odnynoeL o€ PELWUEVEC TAPAUOPDWOELC.

H pewwpévn mpocdoon Bepuotntag Umopel , eMuTA£ov , va odnynoeL o PEATIWUEVEC LETAANLKEG
ULKpOSOUEG oTh BepuLkd emnpeacpevn Lwvn Kot HePKEG dopég otn Lwvn TENG, LE ATIOTEAECUOL
™ BeAtiwon TWV UNXAVIKWY LOLOTATWV.

Avvatdtnta avantuéng LeydAwv Tiuwy taxltnTag cuYKOAANonG, mou sivat aduvateg pe aAloug
TUMoUG oUYKOARoEWV (UéxpL 10m/min).
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Onwg kaBe pEBodoc , £ToL KAl N cUYKOAANGN Ue laser mapouoLAlel OPLOUEVA LELOVEKTALOTO.

INUAVTIKA au€nPEVO KOOTOC KTHONG Tou e€OMALGUOU.

H eBuypapuion tnG ocuykOAAnong eival HeyaAng onUaclag Kol TO KEVO TIPETIEL VA TIEPLOPLOTEL ,
Sladopetika elvatl avaykaia n mpocoOnRkn PeTdAAoU MARpwoNG yLo tn SlacdaAlilon emoapkoug
™méne.

Ta ypnyopa mocootd amouéng mou cuvdéovtal UE Tn ouykoAAnon laser pmopouv va
SNULOLPYNCOUV KATIOLO PAYLOUA TNG KEVIPLKNAG CUYKOAANGNG , pPWYLATWON UYPHG KATAOTACNG I
va oxnuaticouv eUBPAUGTEC KAl N OAKLUEG ULKPOSOUEG.

Augnuévo KOOTOC Kol TTOAUTIAOKOTNTA £dapUoynG TG HeEBOSoU , AOyw auinuévwy amattnoswyv
aoddaletag (rm.x. achaAela Twv potiwy katd tn xprnon Nd:YAG laser, diode laser kau fiber laser).

Aoyw Twv amaltnoswv achaAlelag , £wval oA SUoKoANn n xpnon tng nebddou os dpopnteg N
XEPWVOKTLKEG Sladikaoiec.

Ye uPnAd eninmeda aktwvoBoAiag , Ta otayoviSia mou pnopet va epdaviotouv sival mbavo va
BAayouv ta mavakpLBo OmTIKA CUCTAUATA.
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KEDAANAIO 2 : YBPIAIKH XYTKOAAHXH LASER - TOEOY

Kedpalaio 2 : YBpLdikA ouykdAAnon laser — toou

2.1 Elcaywyn

Ot laser kol uPpldIkeG laser ocuykoAAnoeslg mailouv MAEOV ONUAVTIKO pOAO OTh pecaia Kot Bapld
Blopnxavia cuykoAAnoswv. H vaumnyikn Blopnxavia nysital tng etcaywyng vPning woxvog laser kat
UBpLBIkwY laser ocuykoAAnoswv , oAAd ol Sladlkooieg aUTEG XpnoluomoloUvTal €miong Kol oty
KOTOOKEU OWANVWoswv Kot AeBnTtwv. To Baaclkd kivntpo mou wbnoe otn xprion laser ival n peiwaon
TWV TIAPAHOPPWOEWY , KABWG ekTiATAL OTL To 20-30 % TWV EPYOTOWPWV OTN VAUTNYLKA Blopnxovia
odeldeTtal otV oavapopdwon Twv TMOPAHOPPWOEWY TOU TPOKAAOUVTIAL KATA TN OSLApKEL TwV
ouykoAnoswv. Eva tétolo mpoPAnua mapapopdwoewy dpaivetal otnv elkova 2.1.

Ewova 2.1 : Napauoppwuéva deck panels emiBatnyou mAoiou mou ouykoAAndnkav ue ocuykoAAnan tééou.[26]

H uBpldikn ouykOAAnon laser-to€ou xapaktnpiletal amé to cuvbuacpd Vo (f meplocdtepwy)
Sladopetikwv Tnywv Beppdtntag (aktiveg laser kot nAektpikd TO€a) 0 LA HOVASIKN TEXVIKA
OUYKOAANONG. TN CUYKEKPLUEVN LEB0SO ouykOAAnong , n aktiva laser xpnowomnoleital wg po uPnAng
EVEPYELOKNG TUKVOTNTOC TNy OgppotnTag Kat xpnotpelel cuvABwe wg n apxLkn mnyr Bspuodtntac ,
enutpénovrag Babidg Sieiocbuong ouykoAAnon , evw to To€o w¢ deutepelovoa TNy BepudtnTog Kot
avaAopBavel TG mPOobeTeg Aeltoupyleg , MPoKeLPEVOU va BeAtiwBolv n otabepotnta Sladkaciag , n
oflomiotia KoL N amoteAsopatikotnta kabwg emiong kot n mowdtnta thg padnic ocuykOAAnong.
AvtiBeta , untdpyouv kal Stadikaciec cuykdAAnong tdfou oL omoieg kalouvrtal laser-assisted , 6mou to
TOEO evepyel wg apyLkn mnyn Bepudtnrac.

H évvola tn¢ uPBptdikng cuykoAAnong laser-tééou elonxbn otn dekaetia tou '70 amd toug STEEN kat
EBOO , oL omoiol cuvdlacav éva CO, laser 2KW kat éva TIG t6&0 yla epapuoyEG cUYKOAANONG Kal
KOTING. AUTEC OL IPOWPEG EPEUVEG 6N £6eL€av OTL 0 CUVOUAOUOG OKTIVWYV laser kat TOEou , O Lo KON
{wvn Sladkaoiag , lval KATL MEPLOCOTEPO aATO £vav amAo cuvduacpd Suo mnywv Bepuotntag. Qg
CUVETTIELO TWV OPXLKWV TIELPAUATWY TOUC , ATOSEIKVUETAL OTL N akToBoAla laser Aoknoe oucLACTIKA
enidpaon otn ouunepldpopd tOfou. AMO TOTE , n WEa Tou STEEN £xel avamtuyBel amd moAAolg
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EPEUVNTEG KAl UNXavIKoUG ouykOAAnong. E€staotnkav kal avamtuxbnkov diadopot cuvduacopot laser -
to¢ou. OL ouvbuaopol mepllapBavouyv Tig SlaTAgelc Le Yo Ko Teploxn enefepyaciog , pubuioelg
omou To laser Kal to TOo evepyouv XWPLOTA , KaBwg emiong Kot SLATALELS e TTEPLOOOTEPES Ao SO
TiNy€G. OL avTloToLXEG TEXVOAOYLIKEG e€eAielg apakivouvtal , ad' evog , amd Ta TTAEOVEKTAATA TNG
ocuvbuaopévng Sladikaciog cuykoAAnong kot ad' eTEPoU , Ao TO YEYOVOC OTL T UELOVEKTAATO TWV
CUUBATLKWY CUYKOAANCEWV UIMOPOUV VO OVTLOTAOULOTOUV.

Mna moapadeypa , mBavov To GNUOVILKOTEPO XAPOKTNPLOTIKO YVWPLOUA TWV TINYywv Bepuotntag Ue
oktiva laser elval o akplpng £Aeyxd¢ tng €vtaong oto ohpelo £oTlaopol HE TOV aveEdptnto
TPOCSLOPLOUO TNG LoxVog laser kal tn SLApeTpo eotiaong. ZuvRBw XPNOoLUOTOLOUVTAL PLKPEG SLAUETPOL
gotioong pe PEyeBOG LIKPOTEPO TOU XLALOOTOUETPOU , LE OKOTIO va emiteuxBolv ol UPNAEG EVTAOELC ,
ernutpénovtag tn Pabla Sieioduon pe uPnAég ToxUTNTEG GUYKOAANONG. Katd CUVETELD , N EVEPYELX
OUYKOA\NONG avad povada HAKOUG €lval GUYKPLTIKA HIKPH , KAaBlotwvtag e¢LKT) TNV TTapoywyn
OUYKOAMNOEWV He eldyloteg mopapopdwoels. Evroltolg , n akpaia kavotnta tng otiaong twv
oktivwv laser €xel emiong SUCAPEDTEG OUVENELEG , cupmepAapBavouévng tng vPnAng amaitnong yla
ULKPEG OIVOXEG OTO TAIPLAOUO TWV EVWOEWV KOL TNV akpLpn mapakoAolBnon Twv padwv.

AUTA TOL LELOVEKTALOTO UITOPOUV VA UTIEPKEPACTOUV HE TN XPron Hiag mpoobetng mnyng Beppotntag
to¢ou , TMou Sleuplvel TN padr TG oUYKOANoNG Kot auvfdvel £€tol tn duvatotnta CUYKOAANoNg
UEYAAWY SLAKEVWV.

AMeg avadepopeveg BeATIWOoELG Twv Stadikaowwy laser-to&ou meplhapBavouy TiG auénoeLs :

e otnv taxutnta cuykOAAnong /Kot To cuYKOANOUEVO TIAXOG TOU UALKOU.
®  OTNV AMOTEAECUATIKOTNTA KoL TN otaBepdtnTa TG dladikaoiag cuykoAAnong.
e  OTNV TOLOTNTA GUYKOAANONG HE HELWMEVN TIBavOTnTA eUdAVIONG TTIOPWV KAL PWYHWV.

2.2 Baowkég dtatagerg[29][31][32][33][38]

H mpodiaypadr twv dlatafewv twv uPpLdIkwY cuykoAnoswv laser-to€ou mepthapPavel tnv emloyn
TOUAGYXLOTOV Hlag KUplag Kol plag Seutepeloucag mnyng Beppdtntag kot tov kaboplopd tng
YEWUETPLKNG BEONC QUTWV.

Q¢ kUpleg mnyég Bepuotntag xpnotpomolovvtol ot Siadopol tumol laser vPnAAc Loxvog Tou
Xpnotlpomolouvtal otic cUYKOAANoELS , Omwg ta CO, laser, disk laser , Nd:YAG laser , fiber laser kal fiber-
coupled diode laser. Av kal ta teAeutaia xpdvia Ta mo aflonota cuotiuata laser frav ta CO, Kal
Nd:YAG laser , AOyw TNC EMIKPATNONC TOUG OTO EPYOOTHPLO KOl Ta Blopnxavikd meptpdiiovta , to disk
laser, to fiber laser kaBwg emiong kot to vPnAnc wxvog fiber-coupled diode laser kaAUTTOUV OAEC TIG
QUTTALTAOELG WOTE VAL AELTOUPYOUV WG OPXLKEC TINYEG BEPUOTNTAS KOl AVAEVETAL OTL QUTOL oL TUTTOL laser
B edappootolv OO KoL TTEPLOGOTEPO OTIG UEANOVTIKEG e€eAifel TNG UPPLEIKAC TEXVOAOyiac.

‘Eva KUPLO KPLTAPLO YLa TNV ETAOYH TNG MPWTEVOUCAC INYN¢ BeppodtnTog , KTOC amod TNy oL tou laser
KOL TNV TOLOTNTA TWV aKTVWY , €lval To HAKOG KUHOTOC TNG EKTIEUMOMEVNG OKTWoBoAlag , To omoio
UTtopEL va meplopioet TNV emAoyr] TOU XpNOLUOTIOLHOLOU TUTIOU aEpiou mpootaociag. MNa mapadsilyua , n
OUYKOAANon pe éva CO, laser , xpelaletal cuvnBwe piyparta agpiou pe pia uPnAr mMePLEKTIKOTNTO O He
1 kaBapd agplo He , MPoOKeLEVOU VO ATTOTPEYEL TO OXNUATIOUO TOU TTPOCTATEUTIKOU TIAACUOTOG , EVW
yla Toug aAloug Ttumoug laser unAng Loxvog umopel va xpnotuomnolnBel agéplo Ar kKal piypata autou pe
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npooBnkn evepywv aepiwv o6nwg to CO, i 0,. Zuvenwg , uBptdikot cuvduacuol pe Nd:YAG , disk, fibre
1 vPnAng woxvog diode laser mpoodépouv MeplocoTepn gueALEla OTOV EMNPEACUO TNG LETAAAOUPYLKNG
ouvBeong TG AlUVNG OUYKOAANGONG Kal TNG METAPOPAC HETAAAOU KOTA TN GOUYKOAANon (otav
XPNOLLOTIOOUVTAL OVAAWOLUO NAEKTPOSLA) emLTpENovVTag HeyaAUutepn Suvatotnta €mAoyng Twv
KaTAANAwv aeplwv mpootaciog.

Jav Oeutepelouoeg TNYEG OepudtnTog HmopoUv vo  eTAeyolV  HEBOSOL OUYKOAANOEWV HE
katavaAlokopeva nAektpodia (MIG , MAG) i un (TIG), ocuykdAAnon BuBlopévou totou (SAW) , n
OUYKOAM\Non pe 100 mAdopatog (PAW). Mo évo OUYKEKPLUEVO TIPOPBANUO CUYKOANong , av elvat
avaykaia n xpnon Hetalou mAnpwosws , spapuolovral UEBoSOL GUYKOAMNAOCEWY UE avoAwolla
NAeKTPOSLA , SLOPOPETLA TPOTIUOUVTAL CUYKOAANCELG UE KU avOAWOLUa NAEKTPOSLA.

AdOu emileyolv ol TNyEG BepuotnTag , TO ONUAVILKOTEPO POAO ylo TNV LKOVOTNTA Kol TNV
amodotkotnTa TNS UPPLEIKNG Sladikaoiog KaBwC Kal TNV MoLOTNTA TWV MOPAYOUEVWY GUYKOANCEWV ,
Stadpapatilel n yewpeTplk TomoB£tnor touc. Ot Texvikeg Sdlakpivovtal oe SUO KATNYOPLES : O QUTEG
LE KOWA KOl 0€ aUTEG Pe SlodopeTikd onpela edappoync. Kowo onpeio epappoyng onuaivel otL to
TOEO KoL TO KEVTPO £aTiaong Tou laser kateuBUvovtal otnv idla B€on tng emidpavelag Tou UALKOU Tou
OUYKOAM\E(TOL. AUTO EMITUYXAVETAL PE TNV OHOoaOoVIKN Slataén tng aktivag laser Kal Tou nAeKTplkoU
To¢ou.

M TNV MPaYHATOMNOiNoN KOG TETOoLAG puBULoNG epapuolovtol OPLOUEVEG TEXVLKEG , OTWG :

e n xpnon evog cuvohou Sladopwv paBdwv nAektpodiwy , MAvVw o £vav KUALVSPLKO LOVWTH TIoU
ETUTPETEL TNV €0TLOON TNG AKTivVaC.

e Hxpnon evog mpocBetou cuathpatog kabpedtwv mou neplotpédel TNV aktivoPolia laser yupw
amno €va afoviKA TOToBeTNEVO NAEKTPOSLO.

o Hapeon xpnon kolhwv nAektpodiwv f pe popodr daktuliou.

QOTO00 , OL OUGCLOOTIKA TIPOYHOTOTOLOUMEVEG OUYKOAANOELS laser-toou otnv mAsoPnodia Ttoug
Xpnotpomotlovuv Slataén omou éva cUUPATIKO TILOTOAL OUYKOAANGNG OUYKAlvel pe tn ouvadn aktiva
laser. Zto oxnua 2.1 mapouotdlovrol SLATALELG e Ta KEKALMEVO TILOTOALA GUYKOAANGONG oto eminedo
KOTA UNKOG TNG KateuBuvong ouykOAAnong kat miow amo tv aktiva laser (oxnua 2.1.a) kat eykapola
™¢ KatevBuvong ouykOAAnong (oxnua 2.1.8). H mepinmtwon mou To TOTOAL €ival Mow amod TNV aKTiva
laser(oxnua 2.1.a) ival n mpoTwevn datagn ywa T oupPatiky uBpLdikr cuykoAAnon laser-toéou.
To T6€0 KOTELBUVETAL OTNV MAPAYOUEVN Ao To laser KoW\oTnTa €£AvVwWong , OTOU TO ATUOTOLNUEVO
pETaAlo poodépel £va eUKOAO TIPOC LOVIOUO ayWYLHO pEco Adyw tng XapnAng Suvatodtntag Loviopou
Tou.
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Zxnua 2.1 : Avo Stapopetikeg dtataéelg tng uBptdiknc ouykoAAnong.[53]

To 1994 xpnowomnoBnke ano tov Beyer pla Siatagn pe €va laser Nd:YAG w¢ Baotkn kal éva TIG t6€o
w¢ deutepevouoa TNy Bepuotntag kot dlamniotwoe ot n Slabéoun oxuc tou laser kabopilel kKupiwg
to emtevélpo Babog dieioduong , evw 0 EAEYXOG TWV TIAPAUETPWY TOEOU EMITPEMEL TH pUOULONR TOU
TAGTOUC TNG padnG TNG GUYKOAANONG. KATA CUVETIELA , OL QUTTOLTOELG YLOL TNV TIPOETOLUOCIO TWV AKPWV
TWV POC OUYKOAANGN PeTAAA WV Ba pmopoloav va pelwBolv. EmumAéov , ouvdualovtag To To€o Kal Thv
aktiva laser pe éva BEATIOTo TPOTO , eMITELXONKE TO 1610 BABOC CUYKOAANONG UE PELWMEVN LoXU laser n
EVOAAOKTLKA , TIPAYMOTOTOWONKE Hia avEnon tng TaxutnTag ouykoAAnong. Q¢ Seutepn mapaiiayn ,
£XOUE &va eyKOPOLWG KEKALUEVO TILOTOAL GUYKOAANONG , TIOU Xpnolpomotntnke amo tnv idta opdda
EPEUVNTWYV YLOL TN OUYKOAANGON EAACUATWY e SladopeTika Ttdxn onwe ¢paivetal oto oxiua 2.1.8 , 6mou
0 oUVSUOOUOC KOl TwV SU0 INywv Bepuotntag (i) Helwoe TG anmattoelg mposTolaciag Twv akpwy, (ii)
oU€énoe Tov OyKo Tou AwpEvou UALKoU , (iii) BeAtiwaoe tnv epddvion cuykOAAnong He pla opaAn {wvn
MeTABaong HeTofU Twv U0 eAaopaTwy , €Meldn TO TO0 ePapUOOTNKE OTNV AKPN TOU TaXUTEPOU
e\dopatog, Kal (iv) avénoe TNV amodotikotnta TN SLadikaoiag Le CUVETELA TIC ONUAVTIKA UPNAOTEPEG
TOXUTNTEG OUYKOAANGONG €vavtl tng Sladikaciog cuykOAAnong uovo pe laser.

Eva onUAVTIKO TAEOVEKTNHO TOU MEUOVWHEVOU KOL OVEEAPTNTOU OUVOUACHOU TWV ETUAEYHEVWV
nnywv Bepuotntag , elval To yeyovog otL Kal Tta SdUo onuela epapuoyng UmMopouv €UKOAA va
SloxwplotouV pe thv aAloyn Twv ywviwv KAiong f t dlatipnon Ko oplopévng amootaong Hetaél
Tou dfova TWV OKTvwv laser KoL TOU TILOTOALOU OUYKOAANGONG. AUTO ETUTPEMEL OTO XPHOTN Vva
TIPOCOPUAOCEL TA XAPAKTNPLOTIKA TG UBPLOIKAG TINYNG BeppudtnTag ovaloyo UE TIG AmoLthoslg n/kat
TIG CUYKEKPLUEVEG oLUVONKEC eVOC BLaitepou mPoBAnNUoTog cuykOAnonC.

Ta dadopa onueia epappoynic , UTTOVOOUV Eva XPOVIKO f/KaL TOTIKO SLOXWPLOUO TWV ETUAEYUEVWY
ninywv Beppodtntac. OL mnyég Beppdtntag prnopolv va Bpiokovtol os mapdAAnAn f ostplakn Stdtaén.
Mta mopdAANAn Siatagn xopoktneiletal ano pla andotacn otnv Kabetn f oplovria kotevBuvon Katd
uNkog TnG mopeiag petafl kal twv Suo mnywv Bepuotntag. AvtiBeta, n kUpla kal deutepelouoa NyNn
BepuotnTag Kiveital katd pRkog tng dlag mopeiag cuykOAAnong os ostplakr Siataén alld os pla
OpLOUEVN ammOoTacn HETALY Twv SUo mnywv. Etol , to nAekTpko t6€0 eite Ba akoAouBel tnv aktiva
laser eite Ba mpomnopeveTal. (ZxAua 2.2)
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Zxnua 2.2 : Avo Stapopetikeg dtataéelc uBpLdikrc auykoAAnaong. To toéo nmpomopevetal (aplotepa) N akoAouvdsi
(6e&ia) tnv aktiva laser.[31]

Katd tnv mpomopeucn Tou TOEOU , EMITUYXAVETOL ULA QTOTEAECHOTIKY TPpoBEpuovon TNG mPocg
OUYKOAANON TteploxnNG.Auto Umopel va au€noel TNV AmOTEAECUATIKOTNTA TNG APXLIKAG TINYNS BepuotnTag
aktivwv laser emeldr) oL EVEPYELOKEG QMWAELEG UELWVOVTAL KAl TV TOLOTATA TNG padnG GUYKOAANONG
g€autiag tng otaBepomnolnuévng cupnepldpopdg tng Kolotntag e€dxvwong. ItV MepLMIwon Katd thy
orola To TO&O aKkoAouBel TNV aktiva laser os pikpr) amoéotacn , aufAavetal n anodoTkOTNTA KoL N
otaBepotnta tng Stadikaciag cuykoAAnong laser, e€attiag Twv alnAsmidpacswyv pHeTaty tou laser kat
TOU TOEOU PEoa OTO Koo mMAdopa. EmumAéov, ebpapudloviag peyallTepn amootoon HETaED TG aktivag
laser kol tou t6fou TMOU akoAouBel pmopel va emteuxBel pla BpaxumpdBeoun avabéppavon otnv
neploxn tng padng tng ouykOAAnong laser mou pmopel va aAAGgel tn PLKpodour €uvoikd Kal va
BeATlwOoEL TLG LBLOTNTEC TNG CUYKOAANONG.

210 oxnua 2.3 daivetal pa uPpldiky cuykOAAnon laser-tofou pe Ywplotd onueia edappoyng oe
napdAAnAn dwatagn. H ouykekpluévn mpoeTolpacio padpwy oe oxnua Y , EMTPENEL T GUYKOAANGHN TNG
pilag , SnA. TO KATWTATO HEPOC TNC £vwonG , Ue aktiva laser kol TO TEAKO OVWTIEPO OTPWHA UE ML
Stadoyikn Stadlkacio ouykOAANonG tofou e XpHon KatavaAlokOpevwyv nAektpodiwv. O Seyffahrt
(1994 ) ypnowomnoinoe pa tétola Sldtafn wote va aUENOEL TO TTAXOG TWV TPOG CUYKOAANGN EAQCUATWY
Yl TIC OUYKEKPLUEVEG QTALTACELC TNG VAUTINYWKAC PBlopnxaviag. H Swadikacia pmopel va
npaypotonolndel oe Vo otadia (SUTASG Mépacpa) pe SLadOoPETIKEG TOXUTNTEG CUYKOAANGNG TWV TINYWV
Bepuotntag 1 oe €va otadlo (single-pass) pe éva Kat@AAnAo mocootd petafl twv Vo TNywv
Bepuotntag. Napdlo mou n aktiva laser kat to td6€o pmopel va un ocuvepyalovtal AUeca , TPOKUTITOUV
kamola wdEAlpa anoteAéoparta. Kat' apxdg, n otabepormnoinon Twv mpog cuykOAANon TeEQa)iwy amo Tn
OUYKOAANUEVN ME laser €évwon , LELWVEL TIG TIOPAPOPPWOELS HeTA amd Tn Sladkaoia ouykOAANoNG
to¢ou (MAG). Adetépou , n mpooBetn LoxUC Tou Tofou 06nyel oe pla avomtnon thg cUYKOAANoNG Ue
anotéAeopa n okAnpoTnTa tng padng va Pelwbel ikavomolnTika.
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Jxnua 2.3 :2ynuoatikn Stataén uBptdiknc ouykoAinong laser-tééou ue Stapopetikd onueio epapuoync.[37]

‘Epeuveg amnd tov Matsuda (1988) £6<1€av OTL Ta ATTOTEAECUOTA TNG GUYKOAANONG , EKTOG OTtd TIG KUPLEC
TOPAUETPOUG OTWG N oXUG laser , n évtaon pevpatog TOEou Kal To Tooooto tpododoaiag , e€aptwvral
£vtova amnod Tnv anooctaocn Hetafl Tng aktivag laser katl tou nAektpodiou (oelplakn UeTATOMION) KAOWG
emniong kat amno tnv eotiakn B8£on tng aktivag laser (mapAdAAnAn petatonion).

Ev nepl\fet , dev elvat Suvatd va 60800V yevikég obnyieg yla Tig BEATIOTEG BaoikEG Slatdtelg otnv
UBPLBIKN ouykOAAnon laser-toou , emeldny umdpyxouv MoANolL TaPAyovTeC TIOU £MNPEAlOUV KOL TIOU
npEneL va AndBolv umoyn. H oxetikry Béon tou tofou WG TPOC TNV aktiva laser (mpomopevetal ,
aKOAOUBEL i} opoafovikO KaBwg Kal n KALON Kol amootacn HUETAEU Toug) €EoptdTal amd TO TPOG
OUYKOAANON UALKO KOl TIC LOLOTNTEG MIPAVELAG TOU. INUAVTIKA , €miong , eival o TOmog ocuvdeonc , n
TposToLaoia TwV AKpwv Kot n B€on cuykoAAnong. H evépyela Tou to€ou Kal Tou laser , oL mapdapeTpol
gotioong tou laser , To UAKOG KUUATOG TNG AKTIVOC , Kal N TEXVIKN petadopdg petdAou (MIG/MAG)
KoOwg emiong Kal eL8IKEC oplakéC ouvbnkeg OMwE T.X. N Tpocofaclpotnta &vog alednthipa
napakoAouBOnong g padnc , ival mapAyovIeg oU £XOUV Loxupn emnidpacn oto oxeSlaouo tng OANg
UBPLOIKAG SLadikaoiag Kal Tou e€OTALOMOU.

2.3 Neotepeg , un CUMPBATIKEC Slatafel LUBPLOIKAG CUYKOAANONG
[26][28][29][31][32][33][38]

2.3.1 Alatagelg e MEPLOOOTEPEG O SV MNYEC OeppoTnTag

EKTOC amo Tig ouppatikeg UPBpLOIkEG ouykoAAnoelg laser-tofou pe po oktiva laser wg kupla nyn
BepuoOTNTAC KOl €va NAEKTPLKO TOEO WG OeUTEPEUOUCA , UTAPXOUV OKOMO HEPLKEG TEXVOAOYLKEG
g€elielg mou xpnolpomololv U0 i KaL TEPLOTOTEPA NAEKTPLKA TOEa. Ot BavVEG TETOLEG SLATALELG TTOU
noén edbapuootnkav yla Sladopetikoug Adyoug mapouctalovtal oto oxiua 2.4,
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Zxnua 2.4 : Atagopa idn dtataéewv e SUo SeuTepeUOUTEC MNYEG EVEPYELXG.[53]

MpayuatonolnOnke amno tov Winderlich to 2003. Q¢ kUpLa Ny BepudtnTag xpnoLponoLnonke
CO, laser kal w¢ Seutepeliouoeg NYES Bepuotntag SUo akolouBouvta miotoAla TIG. Katd tn
SLapkeLa TNC OUYKOAANONG , To £€va TLotoAL TIG (Torch 1) Asttoupyouoe amod tnv idla MAEUPA UE
tnv oktiva laser kat to Sevtepo (Torch 2) amd tnv avtiBetn MAEUPA PE OKOTO va TTAPAYEL L
OUYKOAMA\NON Xwplg EYKOTIEC , KATAAANAN yla SUVOULKA GOPTLON. ZUYKPLTLKA HLE TNV amAn xpnon
NG oUYKOAANONG HE akTiveg laser , n avtiotaon konmwong €dw Ba pumopolos va auvénBel katd
nepinou 50%. Emiong , t€tola Satagn xpnolpomol}Bnke Kal Katd tn SLAPKELX TOu project
HYBLAS (oAokAnpwOnke ota TéAn tou 2007 pe Tn cUPUETOXA SLadOpwWV EVPWTIAIKWY XWPWV) ,
omou xpnowtoro®nkav Vo motoAla MAG (Dual MAG/Laser Hybrid Welding) ywa t™
OUYKOAANoN XoAUBSWVwWY eAaopdatwy mayoug 30mm.

Amoteleital ano U0 XwWPLoTA TLOTOALD CUYKOAANONG , eKatépwBev TNC aktivog laser. H aktiva
laser kat Ta TOfa OAWV TWV ouykoAnoswv subuypauuilovtal clUudwva PE TN YPOUUNA
OUYKOAANonG. To KUplo nAektpddio (Torch 1) €xel dpopd avtiBetn mpog t dopd tng Kivnong
(backhand) kat to 6eutepo nAektpddio (Torch 2) éxel dopd (Sla pe autrg TNG CUYKOAANGONG
(forehand). M tétola Suatagn , (kaAoUpevn UBPLOKN CUYKOAANGN pe SUMAG T16€0) elval n
Stadikaoia HyDRA. Edapudotnke , apxka , and toug Dilthey kat Keller (2001) mou cuvduaoav
™ ouykOA\non laser CO, pe 8Uo motoAla GMAW. 3e olykplon pe tn oupPatiky uPBpLdikn
OUYKOAANON HE HOVO éva TOEo w¢g Seutepeliouoa TNy BepudTNTAG , TO TOCOOTO AndBeong Tou
UALKOU mMAnpwoswe Ba prmopouos va auénBel mepaltépw odnywvrtag oe uPnAdTEPEG TOXUTNTES
OUYKOAANONG Kol £val LELWHEVO BeppLko doptio.OL evorAakTIKES Slapopdwoelg tng Stadikaciog
HyDRA meplAapfavouv akopa Tig mopaAAayeG Omou Ta Tofa eival Tomobetnuéva mapaAAnAia
oTn VPO ouyKOAAnonG, eite os pla Béon mpwrtomnopiag site o akohouBia , oe ox£on e Tov
afova tng aktivag laser. Ol ywvieg kAlong pmopolv va TOLKIAOUV HE TETOLO TPOTIO WOTE va
npaypatonolovvtal forehand kat backhand Siatdelg. IxeTika pe Tn SuvATOTNTA CUYKOAANGNG
peyahou SLakevou , o KaAUtepa amoteAéopata enttelxOnkav pe U0 MPOTMOPEVOUEVE TOEAL.

H Slataén autn mpaypatonolionke npocdato Kot To LSLAlTEPO yVWPLoOUA TS ival n edpoppoyn
MLOG TEXVIKAG OUYKOANnong pe SUTAG nAektpodilo (uEBodog tandem) wg mpdoBetn mnyn
Bepuodtnrag (ewova 2.2). Exel 8laitepo evllodpEpov Kal TMAPOUCLATETAL TIO OVOAUTIKA
MOPOKATW , KaBw¢ autn n pEBodog xpnolpomolnBnke ot UBPLOLKEG GUYKOAAACELS TWV
Soklpiwv mou g€etdotnkay oTnV MopoUoa SIMAWUATLKNA epyacia.
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Welding diraction
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Ewova 2.2 : a) Sxynuatikn avanapdaotaon HLAW+tandem , b) MiotoAl ouykoAAnong HLAW+tandem (Schweissen &
Schneiden, 2005)

2.3.2 M£6060o¢g ouykOAAnong Tandem MIG/MAG

OL MIG/MAG cuykoA\noelg moAAamAwv nNAektpodiwv cupmepAaBAVOVTAL OTIC TILO ETUTUXNUEVEG
uebodoug ocuykoAAnoswv mou edpoapudlovtal orpepa otn Blopnyavia. Mmopel kaveic va PBpel otnv
ayopa Sadopec Slatdaelg moAamAwyv nAektpodiwv pe diadopa ovopata. QoTdc0 , N GUYKOAANON Ue
ToAAQTTAGL NAeKTPOSLA pUmopel va mpaypotononBel cUpdwva e KATIOLEC PACLKEC APXEC :

e Twin welding (pia povada tpododooiag) : Ao nAsktpodia tpododotolvtal amod tnv dla
tpododotikn povada. Kat ta SUo cUppata £xouv TI¢ i6leg SuvatdTNTEC Kol cuvSEéovTal othv
6La mnyn evépyelac.

o Twin welding (600 povadeg tpododociag) : Avo nAektpddia tpododotolvtal amd Suo
Sladopetikeg TpododoTikeG povades. Kat ta U0 nAektpddia €xouv TG (Sleg SuvaATOTNTEG Kal
ocuvbovral otnv idla Ny evépyelag.

e Tandem welding (600 tpododotikég povadeg kot dUo mnyEG evépyetag) : Ao NAekTpOSLO
tpododotolvtal , To KABe £va amo pia Stadopetikn tpododotikn povada kot Kabe NAskTpodlo
ouvlEeTal Pe pLa SLadopeTIKA TNy EVEPYELAG. TO TIPOTIOPEUOEVO NAEKTPOSIO KaAeital master
KoL To akolouBo slave. Emiong , ta nAekTpOSio elval NAEKTPIKA OMOUOVWHEVO UETAEY TOUG
HEoO OTO TILOTOAL OUYKOAANONG. To NAsktpOSior , TENoC , pmopel vo €xouv SLadOpPETIKEG
SuUVATOTNTEG KAl OL TAPAETPOL CUYKOAANONG UtopolV va oploBolv ehelBepa yla KaBe Eva
Qo aUTA.

ErmumAéov , eKTOC amo TIG TOPATOVW , UTIAPYXOUV SLaTAtslc otTig omoleg n amdotacn Hetafd Ttwv
nAektpodiwv eival téoo peydAn , wote pmopel va BewpnBel mwg oxnuatilovtat dUo SLadopeTIKEG
Ailpveg cuykOA\nonc.

H etatpeia ESAB £xel avamtiéel pa Siatagn tandem MAG cuykdAAnong , émou pmopolv va oploBolv
Ol TIAPAETPOL CUYKOAANGNG Lo Tt U0 NAEKTPOSLA KAl N LETALY TOUG amooTaon £lval OXETIKA UIKPN ,
woTe Kal ta dVo va gpyalovtal otnv iSta Alpvn cuykoAAnonc. Avaudlofitnta , n o AMOTEAECUATIKN
UEBOSOG €lval 0 OPLOPOG TWV MAPAUETPWY CUYKOAANONG va yivetal Eexwplota yla Kabe nAektpodio ,
KaBwg otav duo tofa epyalovtal otnv idla Alpvn cuykOAANoNG , 0 OKOTOG Tou eEUTINPETEL TO KABE éva
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gival ladopetikdg. To POMOPEVOUEVO NAEKTPOSL0 Beppuaivel To BacIKO LETOAAO WOTE va OXNUATLOTEL
N Alvn ouykOAANoNG , VW To NAEKTPOSLO TToU akoAoBEel yeplel To Kevo e€opaAUVOVTOC TAUTOXPOVA TNV
emupAvela TNG oUYKOANONG , XwpPI¢ va mpokaAéoel TOAEG ekTtoEeUoELC (spatter).

Mna va emntevyBouv ta PEATIOTO AMOTEAECUATA €lval ONUAVTIIKO O £EOTALOUOG va TANPEL OPLOUEVEC
BaolKEG QMALTAOELG :

e Akaumtn Kol otabepr] , xwpig SovAioelg, cuvSean Tou TILOTOALOU CUYKOAANGNG.

o YUnAég emddoelg og TaUTNTEG.

e  YYnAwv amoattnoewv povadeg tpododociag nAektpodiwv , kot e€oodpdiion aochalolg Kal
opaAng tpododoaiag nAsktpodiou.

e Juothuata moapakoAouBnong tng ouvdeong , wote va eoodpaAileTal OTL oL TMOPAPETPOL
OUYKOAANONG TTAPOUEVOUV OUETABANTEC.

2Tn ouykoAAnon tandem MAG , n petadopd thypévou PeTAAou mpénel ve eAeyxBel katdAAnAa wote
va £XOUE WC amoTéAeopa pia opaAn padn. Onwg napouotdodnke oto Kepahato 1, urtapyxou diadopot
tPoOmoL  petopopds TNYHEVOU UETAMOU ot ouykoAAnoelg MIG/MAG (GMAW vyevikd) : e
BpaxukUKAwWGN , UE XOVIPEG OTAYOVEG , UE otayovidla , MaAWKA petadopd pe otayovibla. Itnv
neplmtwon t¢ tandem MAG 6Aot ol cuvSUQOUOL OUTWV TWV TEXVIKWV €ival duvatol. Qotoco , pmopset
va unapéel alnAsnidpaon peTafl Twv U0 TOEWV HE amOTEAECUA TNV TIPOKANon Statapaywv. Evog
KOTAANAOG ocuvduaopog sival dtav kot ota SUo Toga yivetal MOALLKS LeETadOpd TNYUEVOU UETAANOU e
otayovidia.

Amo €peuveg Tou mpaypatonowinkav oto SIMR (Swedish Institute for Metals Research) mavw oe
tandem MAG OUYKOANGCELS Xpnolpomolwvtag tov efomAlopd tng ESAB , €fnxbnoav oplopéva
evbladpEpovta CUUTIEPATUATA :

e H Swadikacio tandem Sivel tn Suvatotnta VPNAGTEPWVY TAXUTHTWY CUYKOAANONG Kol pubpwv
evanoBeong UALKOU , o oX€on e CUYKOANNOELG OTou yiveTal xpron evog nAektpodiou (oxiua
2.5).

e Ymapxelt n Ouvatotnta emloyng omd Ml HEYAAN YKAUA OUVSUACHWVY TIAPAUETPWVY
OUYKOAANONG , oo Omou pmopolV va ipokUPouv amoSekTd anoteAéopata.

®  JUYKPLTIKA UE OUYKOAANGCELC evOog nAektpodiou , daivetal va eival amapaitnto éva eAdyLoto
péyebog Alpuvng cuykoAAnonc.

e ‘Exel moAU peyaAUtepn kavotnta Sieicduong oe oxéon He GUYKOAANOELS evOG nAsktpodiou
(ewova 2.3).

e Otav ot pubpuot tpododooiog nAektpodiwv gival YounAot Kot TapOUOoLoL yLo Ta NAEKTPOSLA , Tal
tofa apyilouv va talavtwvovtal o gVKoAa. Auto afumnpetel tn xprion tng tandem MAG
£VaVTL TNG twin-wire cuykOAANoNG.

e Otav o pubuog tpododociog tou mpomopsudpevou nAektpodiou eival uPnAog kot Ta
oxnuotilopeva tofa otevd , euvoeital n otabepotnta avadopilkd HE ThV TAAAVIWGH Toug ,
wWoTOo0 pmnopet va auvénboulv ol ektofeloelg petalhou (spatter).
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Comparison of welding speed
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Zxnua 2.5 :20ykpLon twv TayuTHTWV CUYKOAANONG yLa EQAPLOYES Ewova 2.3 : ZuykoAAnaon bieicbuonc 80%
UE Lovo / 8umAo nAektpobio.[28] (12mm mayog eAdouarog, xwpic

npoetowuacia tne ouvdeang). Taxutnta
ouykoAAnon¢ 80cm/min.[28]

Téhog , onwg eival puotkod , n HEB0SOG UTIOKELTAL OE KATTOLOUG TEPLOPLOOUG. KatapxnVv , Bp€bnke ott
TO eUPUTEPO EMITEVELUO PACHA TOPAUETPWY KAl OL KAIAUTEPEC CUYKOAANCELG TIPOKUTITOUV OTAV Ol YWVIEC
Twv akpoduoiwv oto TotdAl cuykdAAnong eival 0° yia to master kat 9° ywa to slave (oxfAuo 2.6).
MeyaAUtepn andotacn Petafl Twv onuelwv emadng, odnyel to niow t6&o va wbel to TNypEvo pPETaAAo
TPOG TOL EUIMPOG EVW TO TIPOTIOPEVOUEVO TOEO KATAANYEL 0TNV KOPUDN TOU OXNUATLIOMEVOU KULATOG TOU
TNYyUEvou petdMhou. MNa tn otabepotnta tng Stadikaciog dtav To pevpa Sivetal og MaAUK popdn , o
CUYXPOVLOMOG TwV TOEwv eival amapaitntog. O kUplog Adyog yia actabr diadikaocia eival To €vtovo
KOMa TNG AlMVNG OUYKOAANONG TO oOmoio OUOKOAEUEL TOV €AeyXo TOU MNAKOUG TOU TO&ou.
XPNOLUOTIOLWVTAG CUYXPOVIOUEVN TIAAULKA Hopdn TNG £viacng pevpatog ota Suo téfa , To KUUO oTn
Alpvn ouykOAAnong pmopet va ehaylotomnolnBel , pe tn PEATIOTN KATAOTAON VA TIPOKUTITEL Yl KOG
maApou (PPS, Pulse Phase Shift) tng t@éng tou 1 ms. EtoL n Alpvn ouykdAAnonc otaBeporoleital . yla
vPnAotepec TIHEC PPS to UPog Tou kUpatog avéavetal Kat n Stadikaoia yivetat o tupBwdng. Anod tnv
GAAN TAEUPA , OE N OUYPOVIOMEVN TOAUKN Hopdn , To KUMA otn Alpvn cuykOAANnong mpokaAel
evamoBeon petdMou pe BpaxukUkAwon kot évapén ektofeloswv (spatter). OL ektofeloElg
npokaAolvtal Kupiwg amd Adboc petadopd twv otaydvwy oTo Tiiow TOEo , KATL TO omoio whel tn
otayova opl{ovila , SLOUECOU TOU TIPOTIOPEUOLEVOU TOEOU.

Ot umolourol cuvduacopol TUTWV TO¢wv 08nyolV , Yevikd , oe GTwXOTEPA amoTEALopATO. YTA TOEQ
Omou n petodopd Tou TNYUEVOU HeTAAAOU yivetal pe otayovidia , n 6An dtadikaaoia eival moAl aoctabng
KOL UTLAPXEL HEYAAN mBavotnta ektofeloswyv. Katd tn peTtadopd e oTAYOVEC TAPATNPELTOL LEYAANG
KAlpakag kOpa otn Alpvn cuykOAANGNG HETOEY TwV TOEWV , EVW AV UTTAPXEL CUVSUAUOC TEXVIKWY (TT.X.
OTO TIPOTIOPEVUOUEVO TOEO TAAULK Kal oto Tiiow petadopd He otayoveg) , eudaviletal cuyva
BpaxukUKAWO OTO TOEO OTO OTOLO XPNOLUOTOLETAL TTAAULKAG LopdnG pel.
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Zxnua 2.6 : AGUUUETPN ywVid TV aKPOQ@UCIwVY TOU MLOToALOU ouykoAAnonc.[28]
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xnua 2.7 : (a) Puduog evartoGeonc puetaAiou kat (8) Sepuikn toxuc ouvaptrnoeL TNE TaxUTNTAG OUYKOAANONG.[28]

2.4 Mopdn tng uPBpLdikng cuykoAAnong laser-tofou [29][31]

Te ULl eykApola Topn , n uBpldikn cuykoAAnon laser-téou oxNUATIKA MOLAEL e €val TIOTHPL TOU
KpaoloU Kal Uropel va xwplotel oe SUo pépn (elkova.4) : To Avw €upy HEPOC elval n TepLoyn Tou
gpyaletal To TO€0 (arc zone) Kol TO KATW TILO OTEVO PEPOC lval N epLoxn mou epydletal to laser (laser
zone). To X0paKTNPELOTIKO aUTO oxnpo Seiyxvel OtL Katd tnv uBpLSIKA cuykoAAnon laser-MIG/MAG ol
KOTOVOUEC eVEPYELOC TOU laser kal tou tofou eival Stadopetikég otn Aluvn cuykOAANnong. H svépyela
TOU TOEOU Opa KLUPLWG 0T Avw UEPOG oxnuatilovtag tnv supsia meployxn TOEoU , EVW N EVEPYELA TOU
laser eloépyetal 0To KATW PEPOC péEoa amd tnv kAewdapotpurma/pdrt (keyhole) divovtag otn cuykoAAnon
xapaktnplotika Babeldc dieioduong.

O Slaotdoelg Twv U0 TeploXwV , arc zone Kat laser zone , pmopouv va petafAnBolv amnd to Adyo
evépyelag laser-to€ou (laser-arc energy ratio , ERLA) mou emnpedlel TNV eVEPYELAKN KATAVOWN otn Allvn
oUYKOAANoNG TNC UBPLEIKAC Stadikaoiag. AnAadn , pa peiwon oto ERLA pmopsei va pewwoel tn dtadopd
ovapeoa ota mayn kot ta uPn twv dvo reptoxwv (WA, WL kot HA,HL avtiotolya otnv elkdva 2.4) kot va
UETABAAAEL TN YEVIKOTEPN HOPdT] TNS UBPLSIKNG ouykOAAnong. Ztn MIG/MAG ocuykdAAnon , 660 audavel
n évtaon tou pelpatog , TO00 aufavel n mieon tou TOou Kal n Suvopn MPAOCKPOUGNC TNG TNYUEVNG
otayovag otn Alpvn ouykoAAnong. Avénon , Aowmov , Twv poavadepBEvTwy peyeBwv odnyet o avénon
TOU M0000TOU TOU TNYUEVOU LETAAOU Ttou KaTtaAnyeL otn plla TnG oUYKOAANONG , KATL TOU ohaivel OTL
TIEPLOCOTEPN BepUOTNTA ELCEPXETAL OTO KATW HEPOG TNG OUYKOAANONG Kal auvfdavel to HA kal
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TEPLOoOTEPO UTIOOTPpWHA Alwvel otnv meploxn laser kat auéavel to WL. And thv GAAn mAsupd , to
dALVOUEVO QUTO UTIOPEL VO HELWOEL TNV EMISpach TNg BepUOTNTAC ATIO TV EVEPYELA TOU TOLOU OThV
Tieploxn To€ou , yeyovog mou odnyel og peiwon tou WA. H Stadopd , SnAadn , otig Slaotdoelg avapeoa
ot 6U0 TEPLOXEC pelwveTal KaBwg pewwvetol to ERLA. Otav n uPptdiky cuykoAAnon €xet uPnAn
avaloyla os evépyela amod to laser , n Sladikaoia poldlel meploodTePo e oUyKOAnon laser kat n
OUYKOAANON UMOPEL VO amoKTAOEL AEMTOKOKKN , OKANPOTEPN UIKPOSOUN , LAPTEVOLTIKA 1 UIOLVLTIKN. 2€
ovtiBetn mepinmtwon , otav n avohoyia eivol uPpnAi oe evépysla TmPospXOUEVN amd To TOEo , N
Slodlkaola polalel TEPLOCOTEPO OE GCUYKOANON TOEOU KOl N HIKPOSOUN TNG €XEL TMEPLOCOTEPO
X0oVOpOoeLSelg KOKKOUG TEPALTN KOL OXETIKA ULIKPR OKANPOTNTA.

H ab&non otnv LoxV tou to€ou Baoiletal kupiwg otnv avénon tng mapoxnic NAekTtpodiou Kat TN TAoNg
Tou t6€ou. Etol, avénon Tou Oykou Tou Tnypévou PeTdMou odnyel oe avénon tou UYPoug oTo KopSovL
OUYKOAANONG , epOoov OAeG oL SLAoTAOELS TNG oUVOEONG Ttapapévouv otabepeg. AuEdvovtag tnv Loy
ToU TOgoU , N al&non Tou TAXOUG TNG CUYKOAANGCNG lval HUIKPOTEPN Ao Tnv avtiotolyxn tou LPoUG oTn
{wvn t™énc, emeldn n meploxn mou Beppaivetal ano to MIG/MAG t6€o &g punopetl va SteupuvBel dpeoca
QVAAOYLKA LE TNV AUENON TG LoYXVOC Tou TOEOoU.

H avaloyia tng €ktaong tng mepLloxng laser kal tng mMePLOXNG TOEOU UMOpEL val TIOLKIAAEL ONUOVTLKA ,
g€aptwpevn anod tn oxy Tou laser , TNV MPOETOLUAGCIO TWV AKPWY TWV TIPOC CUYKOAANGN Tepoxiwv , TN
Sladkaoia guyKOAANONG , TIG TTAPAUETPOUCG CUYKOAANGNC Kol TO 160G TOU UALKOU. To TEALKO OXNUA TNG
OUYKOAANONG (0g eykapola topn) €éaptdral , emiong , amd MAPAYOVIEG OMWG : N KATAOTAON TOU
Sldkevou , n mpomopeuduevn TNy BepuotnTag , n Kivnon tou tnyuévou PeTdAAou oto SLAKeEVo Kalt
TUXOV amoteAéopata mpobEépuavong.

Ewova 2.4 : Makpoboun kat oxnua uBpidikric auykoAAnong laser-toéou oe eykdpota toun.[Gao et al.2008a]
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2.5 Aépla npootaciog [29][30][34]

2.5.1 Ewcaywyn

H aépla nmpootacia mailel oAl onpavtikd podo otnv uBpLdikr cuykoAAnon laser-togou , kKaBwg €xeL
peyaAn emnidpaon otn otabepotnta tng Sladikaclog Kal oTnv molotnTa Twv cuykoAnoswv. Katd tn
Sladlkaoia Tng ouykoAAnong , 6tav n Bepuokpacia Tou HeT@AAOU GTAOEL OTO onpelo THENC, TO TNYUEVO
UETOAAO Telvel va ofelOWVETOL yPryopo KATA TNV avtidpacr Tou YE Tov agpa. Ta aéplo mPooTaciog
naifouv peyalo polo otnv mapepunddion tng ofelbwong tou TNyHévou HETAMNOU. ITn OUYKOAANON
HLAW (Hybrid Laser-Arc Welding) o okomdcg tou agpiou mpootaociag eivol apyikd n omopudvwaon tou
TNYHEVOU UETAAAOU OO TOV OTUOOPALPIKO agpa. EMIMpooBEéTwe , XpnNOLUOTOLEITOL VIO TNV KATACTOAN
ToU oxnUaTOUEeEVOU amo Thv aktiva laser MAAGUATOG , TNV ATOUAKPUVON TOU «VEPOUGH TWV UTUWV TOU
UETAAAOU Ao TV KAELSapOTpUTIA Kal T oTtabepomnoinon tng LeETadopd Tou TNYUEVOU HETAAAOU.

Eival cadég ott Aoyw Twv SLadopeTIKWV Kal PEPLKEG POPEC avtiBeTtwy Puoikwy WBLoTATWY Twv SUo
TAQOUATWYV (TOou oXNUOT{OUEVOU €K TOU laser Kal Tou avtioTtolyou ek Tou TO€ou ), Ta a£pLo TPOoTACLOC
TPETIEL VOL LOOPPOTINCOUV TG SLAdOPETIKEG ATOLTHOEL AUTWVY. TEVIKA , Ol SLUPOPETIKEG AMALTHOELG TWV
TIPOOTATEUTLKWY OEPLWV 0T ouykOAAnon HLAW eivat ol €AG :

e 3UvOeon : sival amapaitntn n BEATIOTN cUVOEON TOU AEPLOU UIYMOTOG MPOOTACING , WOTE va
EKUETOAAEVETAL KAVEIC OTO EMOKPO TA TMAEOVEKTHMOTA KOl Twv SUo Texvikwy (laser kat téfou)
KOTA TN cuykoAnon HLAW. Ta aépla mpémel va sival adpavr 6cov adopd ta UALKGE epyoaciag
KaBwg kat otig uPnAég Beppokpaocieg. Qotdoo , n MPOoBNKN UEPIKWY EVEPYWV BEATLWVEL Th
otaBepdTNTA TOU TOEOU KL TO OXNMA TG padr g cUYKOAANONG.

e Pon : yln oUyKeKpLUEVN Kal otaBepr) ouvBeon aepiou Hiypatog mpootaciag , UTIAPXEL JLa
BéAtiotn pon aepiou mou odnyet otn BEATLoTn Sleiobuon katd Tn cuykOAANnon. MoAl pikpn pon
oepiou &g pmopel va KATAOTEIAEL ATTOTEAECUATLKA TO MAQOLA TIOU OXNUOTI{ETAL Ao TNV aKTiva
laser , evw MOAU peydAn pon umopel va MPoKaA£oel dlatapayr otnv enupavela tng Aluvng
OUYKOAANONG LELWVOVTOC TV OMTOTEAECHATIKOTNTA OTNV TIPooTacia tne.

e Avuvardtnta wvicpol : n uPnAn duvardtnta LovicpoU Tou aegplou mpootaciag Bonba otn
peiwon evog dawopévou mou mapatnpeital oto mAdopa (plasma defocusing effect) , pe
anotéAeopa cuykoAnoelg Babutepng Sleioduong. Zuyvad , wotdco , odnyel oe aotdabela tou
Tofou.
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2.5.2 TuvinOn aépla mpootaoiog Kot LBLOTNTEG TOUG

Ta aépla mMou Xpnotlpomolouvtal ouvhBwg otn ouykoAAnon HLAW eival ta : nAwo (He) , apyo (Ar),
Slo€eiblo tou @Bpaka (CO,) , otuyovo (0,), alwto (N,) kat uvdpoyovo (H,). Itov mivaka 2.1
mapoucLalovtal oL BAcIKEC PUOLKECG KaL XNULKEG LOLOTNTEG TwV TtpoavadepBEVIWY aepiwv.

Mol ONUOVTLIKY TIUPARETPOG YLa TO laser kal yla tn ouykOAAnon Téou , elval n eVEPYELA LOVIGHOU TOU
aeplou mpootaciag. Mmopel va EMNPEACEL TO OXNUATIOUO KOL TOV LOVIOMO TNG oTNANG TOgou , TN Hopdn
TOU TOEOU KOL TNV EVEPYELAKI KATOVOUN Tou. Emiong £xel emMTWOoEL 0T Hopdh Kol TV MOooOTNTA TOU
MAAoPaTOC , KaBwg emiong kal otn otaBepotnta TG cUYKOAAnong laser.

210 oxfnua 2.8 mapouactaletal n BepUIK aywyLLOTNTA TWV aEpiwv W cuvaptnon thg Bepuokpaociag ,
N omoio £XElL EMUMTWOELG 0TN Hopdr TG CUYKOAANONG TOEou Kal Th popdn MAACUATOC TG OUYKOAANGONG
laser.

05p 7 N

-
0.20 t

E— e

0.16 J

012}

0.08

Hee)/'

Thermal conductivity (W em-1 °C-1)

0.04 y

CO, 0, A

K ., < Y- r

N Z NN

0 2000 4000 6000 8000 10000
Temperature (°C)

Zxnua 2.8 : Oepulkn aywyLuotnta Twv agpiwv ouvaptrnost tne¢ depuokpaciog.
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Mivakog 2.1 : QUOLKEG KAl XNULKEG LOLOTNTEG aEPiWV TTOU YpnoluormotouvtaL otn ocuykoAAnon

Content in  Boiling point  Atomic weight and Density at  Relative density with  Dissociation
the air at 1.013 bar  mean molecular 15°C, 1 bar regard to the air (=1)  and ionization  Chemical
Type of gas (vl %) (°C) weight reps (kg m™ at 15°C, 1 bar energies (eV)®  activity
Hydrogen (Ha) 0.5 = 10% -252.9 2.016 0.085 0.06 4.48 Reducing
13.59
Argon (Ar) 0.934 -185.9 39.948 1.669 1.38 - Inert
15.76
27.50
Helium (He) 52x10% -2689 4.002 0.167 0.14 - Inert
2456
54.10
Mitrogen (M) 78.084 -195.8 28.013 1.170 0.91 8.76 Reactive
14,55
29.60
Carbon dioxide (CO,)  0.033¢ -78.5% 44011 1.849 1.44 5.80 Oxidizing
Oxygen (0;) 20946 -183.0 31.998 1.337 1.04 13.62 Oxidizing
35.20

*1It is not obtained from the atmosphere.

¥ Sublimation temperature.

Z1eV % 1.6 X 10—5 J: ionization energy of the majority of metals ranges between 6 and 9 eV.
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2.5.3 Adpavn aépla

To NALo kal To apyo eival ta SU0 a€PLa TTOU XPNOLUOMOLOUVTAL TILO GUXVA OTn GUYKOAANnon laser kot
tofou. Onwg ¢aivetal otov mivaka 2.1 kot oto oxnua 2.8 to AAL0 €xeL TNV LYPNAOTEPN EVEPYELD
LOVIOUOU KOl TN BgpuLkn aywylLOTNTA. 2T GUYKOANnon laser , To NALO lvol TO TPOTILOUUEVO AEPLO
npootaciag , e€attiog tTng KAANG cuUTepLPOPAG TOU OTNV KATAOTOAN MAACHATOG TNG akTivag laser.

To apyo (ouvnBbwg oe piypoata pe CO, kat O,) emiong xpnolpomnoleital otn cuykoAAnon laser , el8ika
yla ta oteped laser , onwg ta Nd: YAG , fiber kat diode laser. Ze autd ta laser , To amotéAsopa tou
TAQOLLOTOC TIPOCTACLAC Yla TNV aktiva laser dev eival onpavtiko eneldn n amoppodnon Tou MAACUATOS
glval JKPN ylo TO OXETIKA HLKPOU HUAKOUG KUMATog aktivag laser. Emopuévwg , n ouykoAAnon laser pe ta
oteped laser mapéxel emiong Ta €MIOUUNTA AMOTEAECHATA XPNOLUOTIOLWVIAG TO apyd w¢ afplo
pooTaoiog.

Qotooo , ylo TN cuykoAAnon laser Twv Moxewv eAacpdatwy , e161KA otav xpnotuornoleital CO, laser , n
auéavopevn Suvaun tou laser oxnuartilel éva Loxupo MAACUA TTOU eV UTMOpPEL Vo KATAoTOAEL povo amod
To apyo. H aktiva laser ameotialetal Kal n otabepotnta tng Stadikaoiog pelwveTal. MeploTactaka , ta
XQPOKTNPLOTIKA TNG OUYKOAANonG oAAGlouv amd ouykOAAnon Pabiag Sieicduong oe ouykOAANnon
BepuoTnTag, SNULOUPYWVTACS £TOL YL LEPLKWE Slamepat cUYKOAAnaon.

Y€ OPKETEG MEPUTTWOELS CUYKOAANCEwVY laser xpnoluomoleital NAlo w¢ agéplo npootaciag. Qotoco ,
AOoyw tou uPnAol koéotoug tou (10-20 dopEC TO KOOTOG TOU Opyou) , UELWVETAL n XPrHon Tou Kal
npotiolvtal piypato nAiou-apyol. Mehéteg £xouv Seifel OTL 0 GUYKOANAOELG TTOU XpNoLUomoLE(Tal
laser CO,, 6tav avaulyvuovtal RALo e apyo o€ avadoyia 3:1 , To aéplo mpootaciag unopel va Swoel
KoAQ amoteAéopota. Evioutolg , yevika , yla pa otaBepn Stadikacio kot pa aflomotn Sieioduon
OUYKOAANONG , To NALO givol TO HOVO XPNOLUOTIOLRCLUO QEPLO TTPOOTACLAC OTn CUYKOAANGN Tax£wv
ehaopatwy pe laser CO,.

2T ouykOAAnon tofou cupmeplhappavopévng thg cuykoAnong TIG kot Tng cuykoAAnong MIG/MAG ,
TOo apyo elval to cuvnBéotepa xpnolpomolnpévo adpaveg agplo , efaltiag tng otabepotntag mou
nipoodidel otnv avadAeén tou t6ou. Itn cuykdAAnon MIG/MAG pe aépla mpootacia apyou , 0 TPOMOG
petadopdg pe otayovidla Ttnypévou PeTdAlou (spray) pmopel vo emiteuxBel eVkoAa pe TOAU Alyeg
eKTWVAEeLG (spatter). EmutAéov , n uPnAi mukvotnTa TOoU apyol ot oxéon UE tou o€pa Sivel KoAn
npootacia yla TN Aluvn cUyKOAANGONG. ZUYKPLVOUEVO HE TO apyo , To Tofo nAiou amattel uPnAotepn
taon tofou pe to (610 pnkog tofou , uPnldtepn Bepuokpacio tdGfou Kkal peyohltepn mpodcodoon
Bepuotntag, Aoyw tne HeyoAlTepnC BepKAG aywyLLOTNTAG. AUTA TA TAEOVEKTOTA SLEUKOAUVOUVY TN
OUYKOAANON TWV TOXEWV UEPWV KOL EVIOXUOUV TNV TOXUTNTA GUYKOAANONG. Opwe , Adyw tng uPnAng
EVEPYELAG LOVIOUOU ToUu nAlou katd tn Stdpketa tng MIG Stadikaciog cuykoAnong toou,dnuLoupyeitat
vPnAn mieon ota otayovidia , n omoia kablotd tn petadopd Twv otayovidiwv SUoKoAN Kal avEavel To
OpLO TOU pevpATOC TNG UeTadopdg PekaouoU. H otabepotnta dladikaoiag HelwveTal enMiong ya autdv
T0 Adyo.

62



=0Y

YBPIAIKH XYTKOAAHXH LASER - TO

KEDANAIO 2

Mivakacg 2.2 : [eVIKX XXPAKTNPLOTIKA TWV XPNOLUOTOLOUUEVWY oTn HLAW aegpiwv npootaoiag.

Grade (1-5)

Atomic weight and Production/ (1 = poor,
Gases  Chemical activity lonization energy density Thermal conductivity  Arc behaviour availability Economy 5 = excellent)
H2 Reducing, burning Low ionization energy Low density and small Good thermal Stable, H20 electrolysis  Cheap 2
e Better bead surface molecular weight conductivity and concentrated arc from
o Higher arc temperature e Used as a partial good penetration Used as a partial different
o High arc voltage component in shielding component in chemical
e Higher welding speed gases small amounts processes,
o Good ignition e Whenused in small with argon good
e Risk of weld brittleness fractions decreases availability
must be considered porosity
e Used as a partial
component in austenitic
stainless steel
Ar Inert No reactive Low ionization energy High density and large Low thermal Unstable arc Air separation Relatively 4
component with any molecular weight With conductivity and Wandering arc 0.94% in air, cheap
subject small amounts sufficient narrow good
shielding penetration availability
He Inert No reactive High ionization energy Low density and small Good thermal Unstable arc Extracted from  Expensive 5
component with any e High arc voltage molecular weight conductivity and Wandering arc natural gas in
subject e High welding speed e Remove gases from the good penetration LNG plants,
e Poor ignition plasma and decreases limited
—uQﬁaX&-v. ﬁf.w:ﬁ—v::v.
e Makes the plasma more
homogeneous
e Relatively big flow
needed for the shielding
N Reactive In higher Low ionization energy Neutral density Low thermal Used as a partial Air separation, Cheap 2
temperatures builds conductivity component with good
nitrides and porosity hydrogen in root availability
shielding of
austenitic
stainless steels
CO,  Oxidizing Dissociation energy High density, molecule of Good thermal When used alone, Extracted from  Cheap 3
e Stabilizing the arc with relatively high, carbon and oxygen Good conductivity unstable arc different
argon and helium dissociates to carbon shielding effect e Due to the e Duetothe chemical
e Creates fumes and oxygen dissociation the dissociation a processes
e High arc voltage gas volume and vertical force and power
e Dissociation is partly pressure occurs plant fumes,
endothermic reaction increases in the e Filler material good
(near the arc) and arc spattering in big availability
partly exothermic e Goodside drops
(farther from the arc) penetration
e Less porosity e Bead dome
increases
0, Oxidizing Stabilizes the arc  Low ionization energy Neutral density Low thermal Used as a partial Air separation, Cheap 1
with argon Used as a conductivity component in good
partial component in small amounts availability

small amounts In bigger
amounts increases oxide
inclusion

with argon
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2.5.4 Evepya agpla

Ta ouvnBEoTepa XPNOLLOTIOLOUHEVO EVEPYA OEPLA TIPOOTAGCLAG 0TI CUYKOAANOELG TO¢ou eival ta CO,
kot O, , Ta omola OpwC & Xxpnolpomnolouvtal o GUYKOAANoELS laser.

O kUplog OKOTIOC TNC XPHoNG Twv SUo aepiwv , eival n BeAtiwon Twv OLOTATWY CUYKOAANONG Kot N
pelwon peplkwy MPoBANUATWY , OMWC N oAioBnon tng kabddou kot ol LopdOAOYLKEG ATEAELEC TNG
OUYKOANnonG. To wotitouto €peuvag Twv PETAAAwY LU-group €xel HEAETNOEL T AMOTEAECUATA TNG
TEPLEKTLKOTNTOG TOU ofuyovou ota piyuota He-O, kat Ar-O, tng ouykoAAnong TIG tou xaunAol oe
TIEPLEKTLIKOTNTO. AvBpaka , avofeidwtou xaAuPBa 304. Autr n HeA€tn katédelke OtL oe uPnAn
Bepupokpacia 1O 0fuyovo Sloxwpiletal amd to poplo tou O,. Otav umet otn Alpvn cuykoAANong Kot
$0Odoel oe pLa Kpioln ouykévTpwaon Umopel va aAAAEeL TNV ML OVELAKT) TACH TOU ALWUEVOU PeTAAAOU
™N¢ Alpvng emnpealovtag £T0L TN POI TOU KOl CUVETTWG T Hopdr cuykOAANnong.

Otav n TMEPLEKTIKOTNTA 0 0EUYOVo eival uPnA OTO A£PLO TPOOTACLOC , N UYPN POI UETAAAOU ToU
obnyeital anod tnv emniudpavelokn Taon , HeTadEPETAL aAMO TG AKPEG TNG AlUvVNG OTO KEVTPO Kal Ta
XaunAotepa pEpn , Snuioupywvtag pio otevy Kat Babd cuykoAhnon. Otav n TMEPLEKTIKOTNTA OE
o€uyovo eival xapnAotepn , n Alwpévn por) Tou PUETAAAOU PETAPEPETAL OO TO KEVIPO TNG AlUVNG OTIG
AKPEC , SNULOUPYWVTAG HLat TIAATELAL KOL pnXf GUYKOAANGN. 2tn ouykoAAnon MAG , smumAéov , ta 800
gVEPYA aépla MPowBoUV Tov KABapLopo TwV METOAAKWY OTOYOVISIWY Kal LELWVOUV 0T CUVEXELA TO
€\AXLOTO PEVO WOTE VA ETUTEUXTEL HETADOPA HE PEKACUO.

2.5.5 Y&poyadvo kat alwto

Y&poyovo kat alwto elval GAAa agpla TTou XpnoLULOTIOLOUVTAL OTIAVLA 0T oUYKOAANnon laser- to6¢ou. To
udpoydvo eival éva GXpwHO , AOOHO Kal Ayesuoto agplo. Elval pn toflkd kot eUdpAekto (onueio
avadAeéng os 560 °C). Eilval oAU shadputepo amd tov aépa (BA. mivaka 2.1) Kol EKPNKTIKO O€ €va
plypa pe aépa kat ofuyovo , o peydAn moootnta. Amo oAa ta agpla , £xeL TNV uPnAdtepn Bepuikn
oywylpotnta , udnAn evBaAmia Kat eivol agplo , to omolo cuvdualdpevo pe To ofuyovo , epmodilel to
OXNUOTIONO OEelSlwy. Zav aéplo TpooTaciag , To USPOYOVO XPNOLUOTIOLELTOL WG TPoaBnKn o GANa
agpla , Kuplwg o apyo , aAA@ Kal AALO O HIKPOTEPEG MOCOTNTEC. TO USPOYOVO XpnOLUOTIoLETAL TIG
TeEPLooOTEPEG POPEC WG AEPLO TTAGOUATOC HE TO ApYO , | WG CUCTOTIKO OTo Wiypa apyoU-udpoyovou
otav cuykoAhouvtal uPnAd Kpapatwpévol avoleidwtol XAAuBec pe ouykoAAnon tofou. Mevika , n
npocBnkn Tou udpoydvou yivetal oe Mooooto 4-8%. O KUPLOG OKOTIOC TNE POooBrkng Tou udpoyovou
glvatl n avénon g Bepuokpaociag Tou TOEou Kal TNG BePUOTNTAC TTOU ELOAYETAL YLO. TO UTOCTPWHA KoL
CUVETIWG , MLt aUENon otnv TaxuTnTa f ThV armodoTikoTNTa CUYKOAANONG.

To alwto eival emiong éva AYpwHo , AOCHO KAl AYEUOTO A€PLo Kal elval un Tofko. Eival to kuplo
oUOTATLKO Tou aépa. Onwc daivetat otov mivaka 2.1, 0 LOVIOUOE TOU 0{WToU , OIMALTEL OXETIKA UPNAN
EVEPYELD , EMELON KATAVOAWVEL KATIOLOL €VEPYeELla Otav Slaomdtal To atopo N,. Autd to ¢alvopevo
OlEUKOAUVEL TNV KATOOTOAN TAAQOUATOC Yl TN OUYKOMNnon pe laser. Evavil Ttou apyou Ta
TIAEOVEKTAOTA TOU alWwTou VAL TO XOUNAOTEPO KOOTOG Kal N KAAUTEPN KATAOTOAN TOU TTAAGUOTOG OTN
OUYKOAANON laser , evw Ta PELOVEKTAUATA TOU £ival n epdavion mOpwv Kal n Lelwaon tng avtoxng tng
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OUYKOAANONG w¢ anotéAeopa tng Snuoupylag evwoewv alwtou. To alwTto ,EMOUEVWG, XPNOLLOTOLELTAL
OTAvia. OTn OUYKOAANon laser yla amattioelg uPnAng molotntag evwoewv. Otav cuykoAAsital
WOTEVLTIKOG avoEeldwtog XAAuBag , n mpoodrkn alwTou OTo AEPLO TPOCTATEUTIKO Hiypa apyou , Umopel
va BeAtiwoel tnv akapia Tou TO&oU KoL TN Hopdr TS cUYKOAANnGNG.

2.6 MNAeovektipata tng pedodouv HLAW [26][27][29]

H uBpLdikn ouykoAAnon laser-to€ou cuvdualel tao KAAUTEPA OTOLXELD TWV SUO ETILUEPOUC HEBOSWV Kal
, OTIWG £lvoil AOyLKO , TTAPOUGLALEL CNUAVTLIKA TTAEOVEKTALATA 0V CUYKPLOEL e QUTEC.
Y& oX€on UE Tn ouykoAAnon laser :
e Lo YapnAOTEPN LOXU TNG aktivag laser , kaAUtepn oUvVEeon TwV MPOG CUYKOAANGCN TEHaXiwy.
o MIKPOTEPEC ATOLTHOELG TIPOETOLUACLOC Kl cUOPLENC TWV TIPOG CUYKOAANGN TEUA)LWV.
Y€ OX€0N HUE TIC OUYKOAANOELC TOEOU :
e YUnAOtepeg TaxUTNTEG CUYKOANGCNG.
e Auvatotnta ouykOAAnong pe undevikd Sldkevo HeTOEU TWV Tepayiwv kal Suvatotnta
OUYKOAM\NoNG | seam og clVdeon Twv Tepayiwv pe emkaun (lap joint).
®  JUYKOAANnon peydAng Sieicbuong povol TEPAOUATOC , OKOUA KOL ylo €AAOUOTA HEYAAOU
TLAXOUG.
o XaunAotepa smineda Oepuikng loxvog (Q) , dpa kat peyaAutepol pubuot anmoPuéng.
e TloAU Ayotepeg mopopopPpwoslg.
levika , n péBodog¢ HLAW moapouctalel meploodtepous Pabuoug eheuBepiag dcov adopd Tt
Stadikaoia cuykOAAnonG. MNa mopAadelypa , n €L0PON €VEPYELAG KOl N METADOPA TNYMEVOU HUETAAAOU
uropoLV va eheyxBouv apKeTd eUKOAQL.

Weld bead

ndercut .

Mixed/Unmixed' i
weld material |\

Porosity % |:
rm ot I

b)

Jxnua 2.9 : a) SYnUotikn avamopaotacn ykapolag tounc uBptdikng ouykoAinaonc laser-toéou , b) Turmika
opaAuata kot atéAeleg tne uBpLdiknc ouykoAAnanc laser-tééou.
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2.7 Turukd opaApata uBpLdLkwv ocuykoAARcewv [26][27][29]

Ta opaApata Kal ol ateAeleg mou epdavilovral cuvnBéotepa otig UBPLOIKEG oUYKOAANOELG laser-tdéou
, KaBwce Kal oTLG autoyeveic laser cuykoAANOELG , elval TOpoL Kal obaApata otepeomnoinong (N pwWYKHEC).
Mnopel , emiong , va mapatnpnBolv odpaiuota atelolg téng , umepPolikng OSieioduong pe
QMOTEAEOUA UTIEPUETPN evioyuon NG pilag kabwg kal opdApata umokonmwyv (oxnua 2.9). Ano ta
npoavadepBEVTA , OL pWYUEG ElVOL CNUAVTLIKA TILO KPIOLUEG KAl KUPLWE TO oTAdL0 €vapéng Toug Kal N
eMakoAouBOn actoyia. OL atéAeleg aUTEG elval odpaApaTa oTeEPEOTONONG , OAAA avTiBETA PE TIG KOLVEG
pwyueég otepeomnoinong (hot cracks) , €ival yevikad mMOAU ULKPEG , TNC TALEWC HEPLKWY TETPAYWVLIKWY
XALOOTWV KOl ELVAL OTIOUOVWHEVEG PWYHEC TIOU OXNUATI{OVTOL PE LA CUYKEKPLUEVN KAVOVLKOTNTA KOTA
UAKOG TNG ouykOAANnong. Ta opaApata autd TPOKUMTOUV TLo €UKOAA 000 QUEAVETAL TO TIAXOG TOU
g\dopartog Kot cuvnBwg evromilovtal UOVO OTOV KEVIPLKO dfova tng ouykoAAnong. OL attieg mou ta
mpokaAoUV elval TIOAAQTAEG , pe TOAUTIAOKEG OAANAETOPAOCEL TIOU WMOpel vo TtOWKIAoUV KaTd
neplntwon.
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Kedalatio 3 : AudBpwon cuykoAAnnocswv xalvBa

3.1 XaAuPBeg [6]

3.1.1 Ewcaywyn

OL xahuBeg ouviotouv kpapata Fe-C , pe meplektikotnta og avBpoka < 1.5 % katd Bapog. Avaloya e
Tn Xpron yla tTnv omoia nmpoopilovral, oL XAAUBEG TTEPLEXOUV KATA TIEPLTTTWON KOl KOOl GAAQL oToLXELD
KPOLATWONG , T OTIOLOL TPOTIOTOLOUV TIG GUCLIKOXNULKEG 1} KOLL TG LNXOAVIKEG TOUG LOLOTNTEG.

TUpdwva Pe TN XNKULIKA Toug ouotaon , oL XAAUBECG KATNYOPLOMOLOUVTAL OF :
e Kowouc i avBpakoUxoug xaAuBeg Kat
e Kpapatwpévouc i eldkoug XaAupeg.
Q¢ TIPOC TOV TTPOOPLOUO TOUG KATHYOPLOTIOLOUVTAL OF :
e XaAuPeg Stapopdpwong kal
e  XutoxaAuPeg.
Q¢ TPOG TIG XPAOELG TOUG KATNHYOPLOTIOLOUVTAL OF :
o XAAUPBEG KATOOKEUWVY
o EpyaleloydAuPeg
o Avoteibwrtouc | mupipayoug xaAuBeg Kot
o XAAUBEC NAeKTPOUAYVNTIKWY EHAPLOYWV.

3.1.2 Kowoli 1} avBpakouyxotl xaAuBeg

Kowol 1 avBpakouyol xadAuBeg ovoudlovtal ta kpduoata Fe-C , Ta omoia , €KTOC aAmo T cUVNBELG
akaBapoieg (Ewg 0.04% P kat 0.05% S) , 6ev mepléxouv A OTOLKELD KPAUATWONG EKTOG QMO ULIKPA
nocootd og Mn (0.25-1.00 %).

Avaloyad e TNV TIEPLEKTLKOTNTA TOUG 0 dvBpaka , oL kool avBpakouyol xaAuBeg Stakpivovtal oe :

e  YMOEeUTNKTOELSE(G , e TOOOOTO AvBpaka UKpoTepo amo 0.80% k.B. Oowv N MEPLEKTIKOTNTA OF
avBpaka kupaivetal ano 0.10% £wg 0.25% k.B. , kahouvtal pohakol xaAuPeg , amd 0.20% £wg
0.50% xAaAuBeg petpilou AvBpaka Kal yla TEPLEKTIKOTNTA HeyaAUutepn amd 0.50% koahouvtal
XGAuBec uPnAov avbpaka.

e Eutnktoelbeic, mou mepLéxouv avBpaka o mocooto 0.80% K.J.

®  YMepeuTNKTOELOE(G , TTIOU N MEPLEKTIKOTNTA TOUG 0 avBpaka kupalvetal anod 0.80% £wg 2.00%
K.B.

000 aufAvetal n MEPLEKTIKOTNTA O AvBpaKa QUEAVETAL KOL I KNXOVIKH avToxn Twv XaAUBwv , evw n
OAKLUOTNTA TouG eAattwvetal. H uPnAn TEePLEKTIKOTNTA O AvBpaka TPOoKaAel , emiong , avénon tng
Beppokpaciag petafacng amd TNV OAKWn otnv Yabupn ouunepidopd kal Suoxepaivel Tn
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OUYKOAANTOTATA TOU XAAUBa. AUTO aVTIPETWTT(ETAL e TN Xprion XOAUBwWVY e XOUNAR TIEPLEKTIKOTNTA OF
avBpaka , mou odpeilouv TNV AvVIoXA TOUC OTNV KPAUATWON.

3.1.3 Kpapatwpévol XaAuBeg

To mMooootd AvOpaKo OTOUG KPauaTwHEVOUC XGAUBec Sev umepPaivel , TPAKTIKA , TOo 1% evw Ta
ouvnon otolxeia mpooBnkng gival : Ni, Mn, Cr, Si, Mo (kUpleg mpoaBnkec) katV, W, Cu, Ti, Al, B, Pb
, Nb (6eutepelouoeg mpooBrkeg). AvaAoya LE TO TOCOOTO TWV OTOLXELWV TTPOCBNKNG , OL KPAUXTWHEVOL
XaAuBeg Slakpivovral ot :

o EAadpd KpOUATWUEVOUC I UIKPOKPOUATWUEVOUC , OTIOU TO TTOCOOTO TWV OTOLXElWY TIPOoBAKNG
gival plkpotepo tou 2%.
e  MeTplwC KPAUATWHEVOUC , UE TO TTIOCOOTO TWV OTOLXELWV TTPOOBNKNG VA KUMALVETAL HETALY 2%
Ko 10%.
e |loYupd KPOHOTWHEVOUG , OTIOU TO TOCOOTO oTolXelwv MpoaBnkng uniepBaivel to 10%.
H mpooBrkn Twv otolyeiwv Kpapatwong BEATIWVEL TN LNXAVLIKH AVTOXH Tou XAAuBa , TV avtoxn Tou o€
Sappwon kat tn SuoBpavototntd Tou. Emdpd otnv tpomomnoinon Tou Slaypappatog toopporiog Fe-C
KOlL OTN HETATOTLON TwV KOUMUAwY Beppikwy katepyaotwyv (CCT kal TTT). Etol , UmopoUE va TIAPOUUE
XaAuBeg StadOpwv PIKPOSOUWYV (LAPTEVOLTIKOUG , WOTEVLTIKOUC , GEPPLTLKOUG).

Mivakag 3.1 : ENiépacn KpauaTiKwy oTolYelwV OTL¢ LELOTNTEC TwV YaAUBwv.

Avgnon Avtoxi oe Bshtiwo'n Avtoxr oe , Napepunddion Avroxh oF
epBantotnrag | enavadopd HIXLKWY Suappwon Zidnpotna yhpavong HNXQVLKN
WSlotNTwv $Bopd
Ni X X « «
Mn (x) (x)
Cr (x) (x) X
Si (x) X X X
Mo X X X X X X X
W X X x «
\' X X x «
Al (x)
Ti X (x) X
Co x

() : mkpry avgnon.
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3.2 AwaBpwon cUYKOAARCEWV avOpaKOUXWV KOl KPOLLOTWHEVWV
XaAUBwv [9][10][14][37]

3.2.1 Ewcaywyn

H SlaBpwon otnv meploxr TG ouyKOAANnong efaptatal amd £vav aplOud mapayoviwv. Mmopel va
odeiletal oe mopdayovieg HUETAANOUPYIKNG GUCEWG , OMWCG N EeMAEKTIK SlaBpwon tng Bepuikad
ennpeaocpévne Lwvng (OEZ) i ¢ lwvng TAENG , N UMopel va oxeTileTal He YEWUETPLKEC TTOPAUETPOUG
OTIWC N CUYKEVTPWON TACEWV 0TN BACH LA AUXEVLKNG GUYKOAANGONG f N SnuLloupyla pwyUwV AOyw TG
oxeblaong tng olvdeong. EmumAéov , upmopel va mpokAnBesl tomik Sldfpwon w¢ amotéAeoua
TEPLBAANOVTIKWY ouvONnKwy , 0w n Bepuokpacia 1 n aywywotnta Tou StaBpwtikol uypou . TEAog ,
Of OPLOUEVEG TIEPUTTWOELS , OMWG OTNV TEPIMTWON TWV PWYHATWOEWY AOYW HNXOVIKWY TACEWV KoL
StaBpwrtikov meptBariovtoc (Stress Corossion Cracking-SCC) , tn cupumnepidpopd tou UALKOU emnpedlouv
TO00 PUETOAAOUPYLKOL OGO KAl YEWUETPLKOL TTAPAYOVTEC.

3.2.2 H enidpaon tn¢ LIKPOSOUNG TNG CUYKOAANGNG

To pétalo Baong , katd tn dtadikaoia Tng cuykOAANonG , udioctatal Bepuokpacisg mou kupaivovtal
and tn Bepuokpacia mepBAAAovtog HEXPL T Beppokpacia TAENG , avaioya tnv andotacn and To
onpeio 6mou yilvetal n cuykOAAnon. Emopévwg , Aappavouv xwpa LeETAAAOUPYLKOL LETAOXNUATIOUOL 0T
{wvn NG KaL otn Oepuikd emnpeacpévn Twvn Kol n TEAKN UIKpoSoun umopel va PeTaBAMAel
ONUOVTIKA ToV €yyevy pubuo SuaPfpwong tou xaAuPa. Mmopel va mapaxBel éva peydho €Upog
ULKpOSOUWY Ot pla ouykOAAnon avdloya pe Toug puBuol¢ amoPpuéng Kol QUTEG Ol HLKPOSOMEG
€€QPTWVTOL ATO TNV TOPOXH EVEPYELAG , TNV POBEPUAVON , TO TIAXOC TOU UETAAOU , To pEyeBOC NG
padng kal pavopeva enavobEpUAvong 0 CUYKOANNCELG TTOAAWV TTEPACUATWV.

H HikpoSopEC TOU PETAANOU CUYKOAANGNCG , TNG BepKA emnpeacpévng {wvng Kot Tou PeTdAAou Baong
Sladépouv onUAVTIKA PETAED TOUG AOYw Twv SLadOPETIKWY BEPUOKPACLWY , XNULKAC oloTaoNnG Kot
Sladopwv eykAelopdtwy (o€eidla , couddidia). Avtiotolxa , Umopel va TOLKIAAEL KaL | CUUTEPLDOPA TNG
KaOe meploxng oe SLaBpwon. QoTOCO , O TEPUTTWOELS TIOU £XOUV £PAPUOOCTEL CWOTA TO LETPA YLO TO
METPLAOMO TG SldPpwong (m.x. diadopeg emotpwoelg, kabBodikr mpootaocia KAT.) , Kavovikd Ba
EMAPKOUV WOTE va amodpeuxBel n emhekTikn SLABpwon TNG KABE MEPLOXNG.

3.2.3 H enidpaon tng xnHkng cvotaong Tou HETAAAOV OUYKOAANGNG KOl TOU
HETAAAOU Baong

H obotaon tou mpooTBEuevou pHetdAAou ouvnBwe dladEpel ehadpd amo autiv tou HetdAlou Baonc.
H (8la n ouykOAAnon €xel SladopeTiky UKPOSOUR amd To UTOAOLTO UALKO KOl KOTA CUVETELA E£XEL
SL0POPETIKEG-CUVNOWE KATWTEPEG-UNXOAVIKEG LOLOTNTEG. H oUYKOAANON evioyUETAL oUVNBWG e ETILTTAEOV
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otpwpa (N otpwpata) mou e¢acdaAilel OTL N €yKAPOLO TOUN KOTA HUNAKOC TNG OUYKOAANONG £XEL
peyoaAUtepo TAXO¢ amo to METAAAO PBdong. To yeyovog oautd pmopesl wotdoo va Snploupynoel
npoBAfuata oe 0,TL adopa tn cupnepldbopd TnG oe SlaBpwaon. Mia emidAavelo TIOU SLOOETEL ACUVEXELEC
umopel va odnynoetl o Statapayn TG Pong yupw amd tn ouykoAAnon , n omoia dev eilval mavrta
gmbupntrn , 6tav n cuykoAAnon amotelel PEpog Tou TPodiA opoldpopdng eMdPAVELOC. I€ OPLOUEVEG
TMePUMTWOELS gival Suvato va aldel n ouvBeon Tou PETAAOU GUYKOAANONG , WOTE aUTO va Slabétel
Vv i6la avtoxn UETA TN GUYKOANCN HE TO HETAANO BAONG. ITNV MEPIMTWON TWV ULKPOKPAUATWHUEVWY
XaAUBWV UPNANG avTtoxnG aUTO Hmopel va emteuxBel Pe TNV MPOCONKN ULKPWV TTOCOTNTWVY VIKEALOU |,
Bavadiou , poAuBdeviou A Xpwpiou oto MPOCTIOEUEVO HETAANDO. H Kpapdtwon , woTtdoo , £XEL oav
QTOTEAECHA TO METAAAO TANPWONG va givol KABoS0¢ we mPog To HETAANO BAoNG , UE ATTOTEAECHA TOV
Kivbuvo yaABavikng StaPfpwong petafl Twyv SUo meploxwv. QoTtO00 , 0 CUVOALKOG BaBUOC YaABAVIKAG
SLaBpwong lvat yevika xapunAog , S10tL n avodog tou yoABavikoU otolxeiov (LETalho BAong) €xeL TTOAU
peyaAutepn enipavelo amno tnv kabodo (cuykOdAAnan). MOvVo O€ TTEPUTTWOELG TTOU N LEYAAN avtiotoon
TOU NAeKTPOAUTN TePLOPIlEL TNV TIEPLOXA TNG 0vOSoU o€ pLa otevh {wvn , YELTOVIKA TNG TEPLOXNC TAENG
KoL TO Baoko pETaAo Slabétel pikpodoun poptevoitn f pnawvitn otn Bepuikd emnpeacpévn {wvn , o
puBUOC SLAPBPwWaONG UTTOPEL va Elvoill GNUOVTLKOC.

3.2.4 NMapANEVOUOEG TAOELG

Kata tn Stadikacio tng cuykOAAnong , to pétaAlo Bdong , n OEZ kol oL UTIOKEIEVEG OTPWOELG OTN
{wvn tENG UTOKEWTOL O TAOEL AOyw OLOOTOAWV KOL CUOCTOAWV TIOU TIPOKAAOUVIAL ATO TIG
Bepuokpactakés petaBoléc. Katd tn otepeomnoinon , uPnAd emineda MOPAUEVOUOWY TACEWY , GUXVA
LE TIHEG KOVTA 0TO OpLo SLapponc Tou UALKOU , eival amoTéAsopa TG cuppikvwong tg cuykOAAnong. H
OUYKEVTPWON TACEWV , WG ATIOTEAECMO YEWMETPLKWY OOUVEXELWV , OTwG N unepPolAwkn Sieioduon
(xprion mAeovalovtog petdAAou cuykOAANong) Kal n ateAng dieiobuon (MBavoTNTA PWYHOTWOEWY KoL
ootoyiag Aoyw komwong ), eivat e€loou oAU onpovtikr kabwc propel va odnynoet os StaPfpwon and
punxavikn koatanévnon (Stress Corrosion Cracking - SCC).

3.2.5 ErmuAektikn StaBpwon tng Oepuika Emnpeacpévng Zwvng (OEZ)

Mropei va mapaxBel éva peydlo gUpog pikpoSopwv tne OEZ kabwg , Kovtd oto opto tENg , n
wotevitonoinon tng OEZ katd tn B£puavon akolouBeital amnod ved petaoxnuatiopd katd tnv Youtn , o
omolog Sivel pepplTikn , TEPALTIKN) , WITOLWLITIKY , HAPTEVOLTIKN N HUIKT HLKPOSOWN , avdloya HeE TN
cuotaon tou UAkoU , tn Beppokpoacia kal to pubuo Puéng. Makpltepa amd Tt cUyKOAANGN TO UAKO
dtavel oe YaunAotepn Beppokpaacia , omote n waotevitonoinon dev elval TARPNG , EVW OL TIEPLOXES OTLG
omoisg n Beppokpaocio Sev Eemepvd tn Bepuokpacia wotevitikol petaoxnuatiopol (AC, = 723 °C) dsv
EMNPEAGIOVTAL ONUOVTIKA , EKTOG lowg amod avénon tTng okAnpdTnToC.

H Soun Kat to e0pog Thg OEZ ekatépwBev TG cUYKOAANONG e€aptwvtal anod tn popdn Kat tn B£on Tng
OUYKOAANONG , TNV PoadLéopevn Bepuotnta péow TG dladikaoiag TnG cuykOAAnong Kal tn clotaon
TOU UAWKOU. Napad Tig SLopopeTIKEG ULKPOSOUEG , otnv AsloPndia Twv epapuoywy , n cupneplpopd os
SlaPpwon dev emnpedletal tTOoo Kol N eMAeKTIKR SLaPpwon tng OEZ eival oxetikd omavia. Eva
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napadetypa dtappwong tng OEZ divetal otnv swova 3.1. To dawopevo €xel mapatnpnbel os moAd
vdatikd meptBailovta cuvnBwG Pe T pH , OxL xwpic e€atpéoselg, petafd 7 kai 8.

Ewova 3.1 : EmiAektikn StaBpwon otn OEZ cuykoAAnong avipakoUyou xaAuBa , UeTd amo Asttoupyia e vdativo
nieptBaAdov.

e BaAdowo meplBdAlov , n SuaBpwon tng OEZ mapatnpsitol UMG TNV MOPOUCIO TPOIOVTWY
UETOOXNUATIOUOU OMWE MOPTEVOITNG , KOTWTIEPOG UIMOLVITNG | wotevitne. Emopévwg , xaAuPeg mou
£UVOOUV TNV avATTuén UIKPoSoUWV aUENUEVNG oKANPOTNTAC (TT.X. XAAUBEG UPNANG TIEPLEKTIKOTNTAC OF
Mn) pmopet va gudavicouv auvénuévn tomikr daPpwaon otn OEZ. AvtiBeta , UIKPOKPAUATWHEVOL
XGAuBeg Sev elval evailoBntol , kaBwg katda tnv anouén tng OEZ n mbavotnta epdaAviong LopTeVOitn
glvat oAU pikpn.

H oxéon avdapeoa otnv MPokUTITouoa ULKPOSOLN TNG BepIKA eMnpeacpévng {wvng KoL TNV Taon yla
SlaBpwon ™G meploxng sivol dedopévn kat n mpodidbson autn ywa SlaBpwon avédavetal 6co oL
TIAPAUETPOL CUYKOAANGNG KoLl TO 810 TO HETOAAO EUVOOUV TO OXNUATIOUO OKANPAC dpdaong. EEallou , o
OKANPOg XaAuBag SlaBpwvetal ypnyopotepa , AOyw TwWV TOTIKWY UIKpOoKaBOSwy otnv emipaveld tou ,
ol omoleg euvooUlv tnv avtidpaon Tou udpoyovou. MNpog anokataoTacn TN eMBUUNTAC UKPOSOUNG Kot
peiwon tng taong ywa SaPpwon eival duvatd va yivel Bepuikr KaTepyaoia HETA TO TEPAG TNG
OUYKOAANonG. Elval mpotipdtepo maviwe va emAeyel kKat va epappootel n kataAAnAotepn Stadikaocia
OUYKOA\NONG mpog peiwon tng okAnpotntag , 60Tt n Bepuikn Katepyooia amaltel uPnALg
Bepuokpaciec yla pelwon TG okANPOTNTAG , YEYOVOC TTOU TNV KABLOTA TIOAAKLG LN TIPAKTLK.

Eva aM\o eibog daBpwong tng OEZ elval autd mou TPooPAAAAEL T Oplal HE TV TEPLOXN TNHENC.
KaAsital SuaBpwon owdnpotpoxtdg (tramline corrosion) kat mapatnpeital os ofwa uddtwa
nieptBarlovta. Katd tn Stadikacio tng ouykoAnong , to tnypévo pETtallo mou Snuloupyeital |,
TIPOEPXETAL QMO TO TNYUEVO TPOOTIOEUEVO UETOAAO KOl TO PETAAO BACNG TOU THKETAL TO TNYHUEVO
pETaAAO avaplyvOeTal amd to oo Kal sival opoyevég. Metd to mépacpa Tou TOfou , TO THYMHA
TIAPOAPEVEL TNYUEVO KOl OKI(VNTO ylO CUYKEKPLUEVO XPOVIKO Sitdotnua. H Stayxuon , tote , ThYHEVOU
UALKOU TTOU TTPOEPXETAL aTd To METAAAO BACNC OTO OpLO TNG CUYKOAANONG (dimAa otn OEZ) , obnyel oto
oXnNUoTwopo otevic Lwvng StaBabuilopévng cuotaonc. Yo oplopEveg CUVONKEC N TtepLoyr aUTr Umopsl
va elval Loxupad avodik we mpog to HETAANO BAoNC KoL TN cUYKOAANGN , LE amOTEAECUA TNV TTPOKANGN
yaABavikng dappwonc.
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3.2.6 EmAektikn Stafpwon tou LeETAAAOU cUYKOAAnONG

To pétalo ouykOAAnong evog xahuBo pmopei va umooBel emidektikn StaBpwaon , oAAG av UTTAPYXEL
avtlSLaBpwTikh Mpootacia ylo TNV KUPLO KATAOKEUH , OMw¢ eMKAAUPELS 1 KaBodikn poataaoia , To
dawopevo ocuvnbwg umopel va amodeuvxbel. Ymapyouv , wotdoO , MEPUTTWOEL TOU oL HéBodol
TIPOOTAOLOC UMOPEL VO ACTOXOOUV , UE ATMOTEAECUA TNV EUPAVLON TOTIKNG SLaBpwong.

H emilektikn StaBpwon Tou HETAANOU GUYKOAANONG 0€ GUYKOAANOELG XaAuBa pmnopet va epdavicbel o
Sladopeg ocuvOnkeg Kat yla Sladopeg Sladikaoieg cuykOANnonc. InUavtiko poio mailouv Tto £i60¢ Tou
xaAuBa , n mpoobidouevn Bepuotnta , n MPoBEPUOVON TOU UAIKOU , OL TIAPOUEVOUCEG TOOELS , N
OKANPOTNTA , TO MEYEOOC TWV KOKKWV Kol TO TPOOTIOEUEVO HETOAAO OuyKOAANGoNnG. loxUouv ooa
npoavadépbnkav otnv mapaypado 3.2.5 doov adopd Tnv emibpoon TG HKPOSOUNAG OTnV TAoN
SLaBpwong Tou PETAAAOU. 3TN CUYKEKPLUEVN TEPITTTWON , OUWE , N KOTAOTAON £lvol TILO TEPLTTAOKN
g€altiog tng mapouaoiag amoeldotikwy PoiOVTWY , 0 TUTIOG KoL To TTANB0¢ Twv onolwv eéaptatal and
TO €160¢ TN XPNOLUOTIOLOUEVNG TipooTaciag. 2uvhBwe , o uPnAotepog Padbuog Slappwong epdaviletal
O€ OUYKOAANOELC OTLG OTtoleg Xxpnotlpomoonkav Baowad emevdedupéva nAektpodia. e Oalacowvo vepd
, yla mapadeypa , o Babuog StaBpwong Hog cUYKOAANGNG TPAYLOTOTIOLNUEVNG LE XPNON EVOC BaatkoU
enevdedupévou (flux) nAektpodiou , umopel va eilval TpUTAAolo¢ omd Ul CUYKOAANON Tou
npaypatonolndnke pe enevdedUpUEVO NAekTpOSlo poutihiou. e OtL adopd mo 16IkEC neBOSoug
OUYKOAANONG , O0Twg N ouykOoAAnon Bubilopévou td€ou (Submerged Arc Welding) , n ouumnepidpopd twv
ouykoAnoswv dalvetal va BplokeTal kAmou avapeoa otig Suo npoavadepOeiosg.

Weld Metal Corrosion

Ewova 3.2 : AiaBpwaon atnv tepLoyn ™ cuykoAAnong.

Mevika yla tn SLafpwaon Tou HeTdAAoU BAaong Kal Tou HETAAAOU CUYKOAANGNG EXEL TtapatnpnBel OTL :
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e Y& xaAuBeg pe uPnAn mepLeKTIKOTNTA 0 Mn , n SLAPpwaon eMIKEVIpWVETOL oTn OEZ , av Kal To
dalvopevo auto €ival AVILUETWIIOWO HE TG KATAAANAEG Bepuikég Katepyaoieg. H au&nuévn
noootnta Mn aufdvel Tn oKANPOTNTA UE QIOTEAECUA N ULKPOSOWN TIOU TPOKUTITEL KATA TNV
anoPuén otn OEZ va eival avénuévng okAnpotnTag , dpa eMIOEKTIKOTEPN o€ SlaBpwon.

e O Pabuog OwGPpwong Ttou HETAAAOU GCUYKOAANONG €fapTdATOl TEPLOOOTEPO OMO TNG
TIEPLEKTLKOTNTA TOU TNKOUEVOU nAektpodiou oe Ni kat Cu kot Alyotepo amod tn olOoTAcn TOU
16Lou tou YaAuBa. Emiong éxel mapatnpnBei uPnAdc pubudc SlaBpwonc oe XAAUPEG e oTolyeia
kpapdtwong Cu, Ni, Cr .

e e XGAUPBEC HE MIKPN TEPLEKTIKOTNTA ot Si mapatnpndnke svawobnoia oto pEtallo
OUYKOAANGNG , YEYOVOG TIOU €VIOXUEL TNV Ao OTL MEPLEKTIKOTNTA OE Si MIkpOTEPN Tou 0.2%
elvat o,

Ewkova 3.3 : AtaBpwaon eEAXCUATWVY KoL EVICYUTIKWY avw MAEUPLKIC Seéauevnc epuatoc.[48]

3.2.7 Tunol 81afpwong cuykoAAoEwv XaAuBa

OL OUYKOAANOELG UMOPOUV VA UTOOTOUV OAEG TIC KAAOWKEG Mopdég SlaBpwong , wotooo , eival
Wolaitepa gvaiobnteg otig popdég SlaBpwaong mou ennpedlovral and oAAAYEC 0T UKPOSOUNR Kal Tn
cuotaon. TEtoleg popdég dlaBpwong onwe n yaABavikn diaBpwon , n SaBpwon pe Pehoviopolg
(pitting) , SLABpwonN Ao UNXaAVIKA Katamovnon , meplkpuotaAAikn dtaBpwon (intergranular corrosion)
npooBoln anod udpoyovo , mpénel va AndBolv cofapd oYLy Otav yivetal o oxeSLAOUOC KATAOKEU WV
ME GUYKOAANOELG.
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FaABavikny dtafpwon : Autd 1o €ibog StdBpwong otnpiletat otnv apxr Tou yoABavikol otolxeiou ,
dnAadn otn Stadopd duvapkou Tou dnuoupyeital petafy Vo avouolwv oe enadn HETAAAWY , TTOU
Bplokovtal oto (610 SlaPpwtiko N aywyllo Stahupa Kal n onoia dtadopd duvaplkol mpokalel pon
NAEKTpOViwY 0TO CUOTNUA TouG. AuEAveTal , £ToL, N TaxUTNTA SLABPWONG Tou AlyOTEPO AVOEKTIKOU OTN
SlaBpwon petdAhou (avodog) kot eAaTTWVETOL N TaxUTNTA SLABPWONG TOU TIEPLOCOTEPO QAVOEKTLKOU
(kaBoboc). H xprion mpootiBépevou pet@AAou SladopeTikng oclotaong amd To HETaAAo Baong umopel
va TipokaA€oel TBavh nAektpoxnukn dtadopd , Tou KaBLOTA KATOLEG TIEPLOXESG TNG CUYKOAANGNG TILO
EVEPYEC UE amoTEAEOUA TNV TPOKANON yaABavikhg StaBpwong. O Tumog autdg StaBpwang ntav Eva amno
TO MPWTA TPOPANUATA , OXETKA HE TN SlABpwaon cuykoAANCEwWV , TIOU apatnpnBnkav os mhoia Ta
omola AeltoupyoUoav Of OPKTIKA VEPA. ITIC TIEPUTTWOEL OUTEC , O TAYOC KOTECTPEDE TIG
TPOOTATEVTIKEG eTIKAAUELG (ekBEToVTaG Yyupvo to XaAuBa) kabBwg Kal T avodoug , Kablotwvtag
OVATIOTEAECUOTIKO TOo cUoTha KaBodkng mpootaociag. Moapatnpndnke , £€tol , peyalutepog Pabuog
SLaBpwong oto HETAANO TwV CUYKOAANCEWY , AMOTEAECHA TIOAVWY NAEKTPOXNHULKWY Sladopwy HETALY
TWV UETAAWY OUYKOAANONG Kal BAonG , TETOLWV WOTE To PETAAAO CUYKOAANONG va Asttoupyel wg
avodog oto yaABaviko otolyeio.

Pwypdtwon ano Stappwon pe pnxavikn katanovnon (Stress Corrosion Cracking-SCC) : Ot
OUYKOAAAOELG UmopoUuv va urootolV SLaBpwon amd PNXOVIKH KATATOVNON UTIO OPLOPEVEG CUVONKEG.
Auth n Hopdn SaBpwaong avadépeTal o pwypaTtwaon n omola yla va tpokAnBel mpolmobétel cwoto
ocuvbuaopd SlaPfpwtikol TepPaAloviog , eumaBol¢ MIKPOSOUAC Kal €DEAKUOTIKWY TACEWV
(mapap£vouoec TAOELC 0TNG MEPITTTWON TWV CUYKOAANCEWV).

OL TIPOKUTITOUOEG PWYMESG , N €vapén Twv omolwv yivetal amd €00xEC Mou Snuoupyouvtal amd
SaBpwon (m.x. BeAoviopol) , €xouv Tn popdn Pabupng unxavikng Bpavong kat n Stadoon toug pmopet
va Yivel pe 800 TpOMoUC : TtEPLKPUOTAAALKA /Kot StakpuoTallikd. Katd tnv mepikpuotaAAikn Stadoon ,
N PWYHUN TIPOXWPAEL KATA KOG TWV OPLWV TWV KOKKWV , EVW KOTA TN SLoKpUOTAAAKA n Stadoon
yivetal dlapéoou twv KOKKwY Katd pa dtevBuvon i kat dtakAadiopéva , xwplc va mnyaivel ota opla.
Juxva , pmopel va cupPBolv kat ol SVo tpomol Sladoong Tautdoxpova , dAAG O ETLKPOTECTEPOG
KaBopiletal amno to €idog Kat T oUvBeon Tou KPAUATOC , KABWG KoL TO SLABPWTLKO EPLBAANOV.

OL TapAUETPOL TNG OUYKOAANGONG emnpedlouv Tto HEYEOOC KAl TNV KATAVOWN TWV TAPAUEVOUCWY
Taoswv , KABWG N EKTaon TNG UTIO TAON TIEPLOXNG Kol TO HEyeBog Twv mopopopdwoewv gival eVBEwG
avaloya Pe To LEyebog TNG evamoBeong Tou MPooTIBEeVoU UETAAAOU , TO Oomolo cuvdEeTal AUeoa e
v mapoxn Oepuotntag katd tn Sadikaoia tng ouykoAnonc. H oaotoxia sivat mBavotepn os
OUYKOMAOELG PE PLKpn Tipoodidopevn Bepudtnta (6mwg yo mapadsiypa n GTAW kat Aydtepo ot
GMAW , SMAW) , Aoyw TG au&nuévng suatobnolag twv okAnpOTEpWY SOUWV TIoU SnuLoupyolvTol
ovamnodeuKTa.

Mo TNV QVTIHETWTILON Tou TPOoBARUATOS , HeTd T Stadkaoia tng cuykOAANoNG , Umopolv va yivouv
BEPULKEC KATEPYOOIEG. IKOTOC TWV KIEPYAOLWY £lval va yVEL OVOKATAVOUN TWV EMKEVIPWUEVWY OF
Sladopa onpueia popticewv Kol peiwon Tou peyEBoOUC TWV TAPAUEVOUCWY EPEAKUCTIKWY TACEWV TIOU
OUUBAAAOUV OTNV €vapén TWV pWYHLATWOEWV.
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MpooBoAn; and udpoyodvo : Opiletal wg n Snuoupyia pwyuwv oe éva UAKO Adyw podnong
uSpoyovou , xwplig va urtapyel StaBpwoaon otnv emidavela. Mpoketral yia Poabupn pnxavikr Bpavaon tou
UALKOU n omolia mpokaAeital amno tn dieioduon Kat Tn SLaxuon atouLlkol udpoyovou OTNV KPUOTOAALKN
Soun Tou KpApaToG.

e Pwypatwoslg Aoyw napouciog udpoyovou (Hydrogen Induced Cold Cracking) : Mpokettal yio
PWYHATWOELC TIoU gpdavilovial adol To HETAAAO OUYKOAANGNG £€XeL otepeomolndnel Kot
PuxBel kat prmopouv va gudavicBolyv eite otn OEZ eite otn {wvn TAENG UKPOKPAUATWHEVWV
Kot GAAWV okAnpwv xaAUBwv. Ol pWYHATWOELG UTTOPoUV va epdavicBoUV wWPeC , NUEPEG N Kal
eBSouadec adotou n cuykOAAnon £xet PuxBel kat mapatnpouvtal otn pila TG cUYKOAANoNG,
OTIC AKPEC TNG padng N KATw amd TNV emdavela tng padng. Ma tnv epuddavion toug sival
amapaitnTtol TPELS TAPAYOVIEC : N Tapoucia atoutkol udpoydvou , svawoBnoia NG
pLkpodoung tng OEZ 1 pépoug tne Lwvng thénc oe Yabupormoinon amd vdpoyovo (hydrogen
embrittlement) kal napoucia vPnAwv edpeAkuoTIKWY TACEWV. O EAeyX0C EVOG N TIEPLOCOTEPWY
€K TV TipoavapepBEVTWY MapayovVIwy , UNopel va cUBAANEL aTnV TPOANY N Tou patvopuévou.
H epdavion twv pwypatwoswv oto HEToMo Pdong ouxvd amodibetar os uPnAn
TEPLEKTIKOTNTO o0t AvBpaka , Beio 1 GAAa Kpapatikd otolyeia. EAeyyog tou dawvouévou
npoUToBETEL Xprion NAEKTPOSIWV YAUNAAG TEPLEKTIKOTNTAG O USpPOYovo , TOAU KOAN
npoBéppavaon , emapkr Beppokpacia otn {wvn THENG TTPLY amod KAOe aco Kal KaAr dieloduon.
H gvaioBnoia tng pikpodoung otnv eLdAvIion pWYLOTWOEWY OXETI(ETAL e TN SLOAUTOTNTA TOU
udpoydvou oe auTr Kal TV TBavotnTa umepkopeopol. O waotevitng, otov onoio To udpoyovo
elvat e€atpetikd SLAAUTO , elval Alyotepo svaiobntog otnVv gudAvion PWYHATWOEWY , EVW O
paptevoltng , otov onoio n SltaAutdtnta Tou udpoyovou eival xapnAdtepn , elval mepLocoOTEPO
evaiodntog. Auto cuppaivel ylati o mMOAU uPnAdg amaltoupevog pubuog anoPuéng ya to
LETAOXNUATIONO TOU WOTEVITN Ot UOPTEVOLTN , ayldeVel To USPOYOVO O HLA KATAOTAON
UTLEPKOPECHOU PECO OTO paptevoitn. ETol To udpoyodvo Katd tnv €KAUCH TOU OTO ECWTEPLKO
TOu poaptevoitn , Spa KATA KATOLO TPOTMO EKPNKTIKA OOKWVTIAG TEPAOTIEG TIECELS , HE
amotéAeopa TNV EGUAVION PWYHLATWOEWV. Mo To Adyo auto , unloi puBuol amdPpuéng mpémet
va anodevyovTaL.

e Pwypatwoelg AOyw Komwong oe mepparlov udpobeiov (Sulfide Stress Cracking-SSC) :
Mpokettal yla aotoyia tou xdAuBa mou odeildetal otnv TAUTOXpovn SpAch TACEWV Kal ThV
amoppodnon udpoyovou Adyw SlaBpwaong amo udpobeto (H,S) os vypn popdn. H evatebnoia
oTn OUYKekpLuévn popdn StaBpwong eivat cuvdptnon evog aplBuou petafAntwy , U0 €K TwWV
TIO ONUAVTLKWVY Elval N avtoxn Kal n okAnpotnta tou XaAuBa kot To eninedo Twv epeAKUCTIKWY
taoswv. H popodn avtn dtaBpwaong (SSC) , ouvnBwg oxetiletal pe uPnAng avtoxng XAAuBeg Kat
Kpapota , pe Oplo avtoxnc peyaAltepo twv 550 MPa (80 ksi) , koL cuykoAAnoslg pe OEZ
uPnAnNg okAnpotntag (> 22 HRC). ZuykoAAnoeLg ou Sev £xouv umootel BepUiki Katepyaoia
LETA TO Tépag tng Sladkooiag sival dlaitepa mpoPAnUatikés , kKabwg ouxva sudavilouv
VNAEG TIHEG OoKAnpOTNTOG otn OEZ omw¢ kot uPnAd emineda mMAPAUEVOUCWY EHEAKUCTIKWY
TACEWV , MOPAYOVTEC oL omoiol BonBolv otnv évapén kat dLadoon Twv eV AOYw pWYHOTWOEWV.
H avtiotaon oe autn tn popdn ddfpwaong ocuvnBwg BeATiwvetal pHe KATAAANAEG BePULKEG
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KOTEPYAOLEG UETA TO TEPaC TNG Sdtadlkaoiag tTng ouykOAANong , KaBwg Kol LECW TNG XPNONG
XOAUBWVY PE YOUNAN TIEPLEKTIKOTNTA O avBpaka Kal XoAUBwv Tou €xXouv UTOOTEL

wotevitonoinon Kat faodn).

pr amperage, Dirty, greasy, or Hydrogen
high speed contaminated surface electrodes
High TSN, Low heat No
high plate thickness input preheat
Fast cooling of Hydrogen
weld metal contamination
Poor joint Hydrogen diffusion
design and fit-up to weld metal
Susceptible High Hydrogen trapped
microstructure stress in weld metal
Causes
Cold cracking of weld metal
® Microfissures
® Microcracks
® Weld-metal cracks
TN
Nonsusceptible Postheat Hydrogen-
microstructure stress relief free welding
Slow Clean, wire Use low-
cooling brush, and/or hydrogen
grind surface electrodes
High heat Interpass
Preheat input temperature
control

High amperage,
low speed

Zxnua 3.1 : Awtieg kat UETPpa TPOoANYNG TN EUPAVIONG PWYUATWOEWY AOyw armoppopnans udpoyovou (Hydrogen
Induced Cold Cracking) oto uétaAio ouykoAAnong.[14]
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Low ampérage, Dirty, greasy, or Hydrogen
high speed contaminated surface electrodes
High TSN, Low weld MNa
high plate thickness heat preheat
Fast cooling of Hydrogen
base metal contaminatien
High carbon Poor joint Hydrogen diffusion
equivalent design and fit-up to base metal
Hard, brittle High Hydrogen trapped
martensitic structure Etress in martensite lattice
Caursars
Cold cracking of bass metal
* Underbead cracking
#* Heat-affected zone cracking
* Hydrogen cracking
# Delayed cracking
Cures
Ductile, non- Postheat Hydrogen-
martensitic structure stress relief free welding
Low carbon Slow Clean, wire Use low-
equivalent cooling brush, and/or hydrogen
\‘\\ grind surface electrodes
Preheat m:‘ weld Interpass
temperature
cantrol
High amperage,
low speed

Jxnua 3.1 : Attieg kat UETPpa TPOANYNG TG EUPAVIONG PWYUATWOEWY AOyw artoppopnaonc udpoyovou (Hydrogen
Induced Cold Cracking) oto uétaido Baong.[14]
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3.2.8 Mpootaocia Twv cuUyKoAACEWV amno dtaBpwon

Yrniapyouv Stadopeg pEBoSOL oL OMOLEG XpNOLUOTIOOUVTAL YA VA EAAXLOTOTIOL|GoUV Th Slafpwon Twy
OUYKOAACEWV. OL TILO CNUAVTIKEG ATTO QUTEC lvoil OL 0KOAOUBOEG :

ErmttAoyn tou KatdAAnAou UAWKOU : H IPOGCEKTLKNA KOl CWOTH €AOYH TWV UALKWY KAl TWV AVOAWCLHWY
(nAektpdbia) yia tn Stadikaoia Tng cUYKOAANGNG UTIOPEL VO TTIEPLOPICEL LAKPOCKOTILKA KOl [LLKPOOKOTILKAL
TS SladopéGg oTn ouoTacn Kal Vo HELWOEL TNV gUdavion YOABAVIKWY OTOLXElWV KOl KATA GUVETELA
vaABavikng dtafpwong. Katd kavova yla To AOyo auTo , emiAéyovtal NAEKTPOSLIA TWV OMOLWV N XNULKA
ouotaon elval TapopoLa PE TOU UALKOU TWwV TIPOG CUYKOAANGN TEUAXLWV.

Npoctolpaocia tng emdaveiag : Twotn emnthoyn Sadikaciag kabBoplopol UMOopel va HELWOEL TV
EUPAVION EAATTWHATWY , TIOU OUXVA elval onueia ekkivnong SlaBpwong oe oxupd SLafpwtkd
nieptBarlovia. Mrmopel , wotdéco , n Swadikacia kabaplopol va sival kal mnyn kKwdlvou. lMa
napadelypa o pa emidavela n omola £xet kaBaploBel pnyavikd (Le appofolrn n Asiaveon) , pmopel va
Tapapeivouv akkaBapoleg , ylo auto Kal PEMeL va UTtapxeL Lolaitepn mpoooxn. Mmopel , emilong, va
xpnotpomnotnBet kat petaAAiky Bouptoa , ocuvnBwg amd avofeibwrto xaAluPa kabwg 6e oxnuatilovral
npoiovta SLABpwaong LKOVA Vo KATOKPATHoOOUV uypoaoia.

ZwoTtoG oXeSLaopnog TG Stadikaciag : O cwotog oXeSLOOUOC TNG CUYKOAANONC Ba MPEMEL va €XEL WG
OMOTEAECHA , HETA TNV EVOMOOECN TOU TPOCTIOEUEVOU PETAANOU , LKAV TAXOG padnG HE XaUnAo
npodiA kot eAdyloTomnoinon Twv eyKAELOPATWY. Evag AdBo¢ oxedlaopog Ymopel va MPpoKOAECEL PWYHEG
mou Taylwdelouv otdolpa StaAvpata , mpokalwvrag SwaPfpwon pe PeloviopoUl¢ HA/kal Yopayng.
Akavoviotn evanoBeon TPooTIOEPEVOU UETAMOU O OUYKOAANOEL OCWANVWOswvV , Hmopel va
ipokaA£oeL TupPBWSON pon He CUVEMEL TNV avTiotolyn popdr Slafpwaong (erosion corrosion) Kat TEALKO
anotéAeopa Slappon).

Iwotr ektéleon ¢ Stadikaciag : Eival moAl onpaviiko va mpaypatonoleital emopknc dieloduon ,
wote va amodelyovtal ta Kevd Katwbev tng padng. H embdvela tng ouykOANong TPETEL val
KoBapileTal MPOOEKTIKA HETA amo KABe MACO , yla TNV QMOUAKPUVON TNG OKOUpLag. Av n pébodog
OUYKOAANONG XPNOLUOTIOLEL OKOVN , N YEWUETPLA TNG oUVEEONG TWV TEHAXLWV TIPEMEL va gival Tétola
WOTE VO ETILTPETEL TNV TTANPN AMOMAKPUVEN TNG , KABWE TTOAAA uTtoAsippata okovng sivat udpddiha kot
SLoBpwTIKA.

‘EAeyxo¢ tNG TEAKNG eMPAVELAG TNG OUYKOAANONG : ALEoWC UETA To TEpOC NG dadikaoiag , n
OUYKOAM\NoN e€etdletal omTika. o TN PHéyLotn avtiotoon o SLaBpwaon , cuvnBWE armalTeltal pa opaAn
, opolopopda ofelbwpévn emidavela , eAetBepn amd Eéva cwpatidla Kot avwpoAieg. MeviKa , oL TEAKEG
ETUPAVELEG TWV OUYKOAANOEWV TOKIAOUY o€ TpaxUTNTA Kol €KTOEEUOELC UETAAAOU , KATL TO Omoio
umopet va eAaxlotonolnBel péow Astavong.
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MNpootateutikég emIKAAUYPELS : XpnolpomoloUvtol KAatd mepimtwon yia thv amoduyn eudaviong
tomikng SlaBpwonc. H ermukdAudn mpénel va KOAUTTEL EMOPKWE KAl TN CUYKOAANGN Kol To PETAAAO
Bdong kat ouvnBwe amattel €161k mpoetolpacia tng entdavelag. Avaloya to £i60¢ tng emkaAudng
xpnotpornotouvtal SLadopeC OTPWOELS , KADE pLa Ao TIC OTIOIEG EXEL KATIOLO BOIOLKA XOPOAKTNPLOTIKA Kl
gfunnpetel éva OCUYKeKPLUEVO OKOTO. A TMapASElyUd , TA CUOTHUOTA OPYOQVIKWY ETILKOAUPEWY
amoteAouvtal anod ta NG HEPN : TO aotapl (primer) , To evlldpeco otpwia (undercoat) Kal To TEAKO
eniotpwpa (finish coat ) topcoat).

Ewova 3.4 : TeAwkn 0Yn Se€auevnc épuatog Ewova 3.5 : Aladikaoia TpooTATEVTIKI G EMIKAAUYNG
UE TIPOOTATEUTIKN ETUKAAUYN .[47] Xwpou @optiou (cargo hold).[49]

OEPULKEG KATEPYOOIEG META TO TEPAC TG Sadikaoiog cuykOAAnong : Mia kataAnAn Oepuikn
KOTEPYAOLO TNG OUYKOAANONG HETA TO MEPAG TG dladikaoiag , umopel va cupBAAAeL otn pelwon g
gvawodnoiag oe SlaPpwon. AuTO EMTUYXAVETOL HE TN MELWON TWV EMMESWVY TWV TAPAUEVOUCWV
TAoEWV , TOU elval évog mapdyovtag mou BonBdst TRV avantuén pwyHATWoswWV amod SlaBpwon He
punxavikni katamévnon (SCC). Mwa Bepuikr katepyooia pmopet , eniong , va cUUPAAAeL otn petadopd
ToU Udpoyovou amd TN OUYKOAANON KOL Vo HEWWOEL TNV gualodnoia OTIC PWYHATWOELS TOU
npokadolvtal Adyw tou dalvopévou autol. TENoC , pmopel va pelwaoel amokAioslc otn clotaon Kat
KOTA OUVETELD TNV ERPAVION UKPO-YOABAVLKWV OTOLXELWV.

Oepuokpacia nmpoBéppavong kat Oeppokpacio petall twv macwv : H emdoyn kol xprion tng
KatdAANAnG Bepuokpaciag mpoBépuavong (preheat temperature) kal tng avtiotowng (interpass
temperature) petal Twv macwv koatd tn Sladlkacia TG cUyKOAANONG , UMOPEL Vo ATOTPEWPEL TV
EUPAVION PWYHATWOEWV AOYw TPOoBoANg amd udpoydovo OTouGg avBpaKoUXOUG Kal TOUG
MLKPOKPOUOTWEVOUC XAAUBEG.
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Anoduyn epdavionG PWYHATWOEWV : ZKOUPLA TIOU TUXOV TIAPOAUEVEL OTO TPOOTIOEUEVO HETOAAO
KaBwg kal dadopeg atéleleg , Omwe ateAng Sleloduon Kol UIKPOOXLOUES , Umopel va Snuloupyrnoouv
TOTILKA OnUela ekkivnong Kot Katd cuvémela SlaBpwon xapayng. KatdAnAn emhoyr] avaAlwoipwy yla
TN oUYKOAANon , KAtd@AANAN dladikaoia cuyKOAANONG , KOl TIPOCEKTIKN KOl TIARPNG QIOUAKPUVON TNG
oKOUPLAC pmopel va e€aleidel autr Tn popdn dtaBpwong.

EAayiotonoinon mnywv udpoyovou : KatdAAnAn emiloyn nAektpodiou (emevdebSupévo nAektpddia
XOUNANG TIEPLEKTIKOTNTOG O LSPOYOVO) , av N HEBoSOC XpnoLUoToLeEl oKOVN TIPENEL va amodeuyBel n
anoppodnon vypaciog anod avtn (BA. mapaypado 1.3.2.4) , KatdAAnAn npostollocia Kat KabapLlopog
TWV EMLPAVELWV TWV TIPOC CUYKOAANGON Tepaxiwv. OL mpoavadepBeloeg EVEPYELEG UTOPOUV VO LELWOOUV
SpacTtikd tnv anoppodnaon udpoydvou amo To UALKO.

Mevika , mMAvIwg , Sev MpEneL va cuvayetal Ot pa pébodoc mpootaciag mou XpnoLlornoleital o éva
SlaBpwtikd meplBarlov evdeikvutal kat yio SLapopeTiko SLaBpwtiko mepBaiiov. Ma to Adyo auto ,
glval amopaltntog o gpyaoctnELOKOG EAEYXOC EVOC UALKOU O £va OUYKEKPLUEVO TEPLBAAAOV yla TV
afloAoynon tng ocuumepldopdg oTnV EKACTOTE KATAotaon Asttoupyiag.
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Kebalkaiwo 4 : Nepopoatiky Aradikaocio

4.1 Ewoaywyn

Baolkdg oKomog TNG mapolong SIMAWMATLKAG Epyaoiag elval N HEAETN TNG ouumepLdopag o SLaBpwan
Tou vaumnywoU xaAuBa uPnAng avtoxng AH36 kol OUYKOAANCEWvV TOUu Kal n Slepelvnon Ttou
pnxaviopou tng StaBpwong péow tng anwlelog palag.

Apxka €ylve SlaotacloAoynon Twv Sdoklpiwv (HETpnon HAKouc, TAATOUG , Ttaxouc ) He tn PonBela
TIAXUMETPOU, KABWE Kal TwV CUYKOANOEWY . 3TN CUVEXELA , h cuuTiepldopd Tou XaAuBa oe S1aPpwon
napatnpnOnke katd tnv £€kBeon Twv SOKIUIWYV O CUVONKEC ETLTOXUVOMEVNG yrnpavong os Balapo
aAlatovépwong yia Stdotnua 30 nuepwv ( 90 kUKAoL ynpavong , cupdwva Pe To mpotumo ISO
14993:2001(E)). 2to Balapo tomoBetnOnkav 3 opddeg Sokipiwy. H mpwtn opdda amoteholtav anod 37
Sokipla ouvoAka ( 13 pe ocuykOAAnon Kal 24 petdAou Baong ) kol €Uelve oto BAaAapo to Siaoctnuo 6
Maptiou-10 Anpiiiou 2014. H Seltepn opada amotedovtav amd ocuvoAlkd 35 Sokipwa ( 12 pe
OUYKOAANoN Kot 23 pet@AAou Baong) kat n tpitn opada and cuvoAka 36 Sokipta ( 12 pe cuykOAAnon
Kot 24 petaAlou BAaong). ZUVOAKA , Aowmov , e€staotnkav 108 Sokiuta. H dg0tepn kat n tpitn opada
TIOPEUELVAY TOUTOXPOVA 0To BdAapo to didotnua 29 Auyoluotou-13 OktwPpiou 2014.

211G akoAouBeg mapaypadoug Tou mapovrog kebahaiou yivetal meplypodn tou UALKOU Twv SOoKLUiwy
KOOWE KaL TWV TELPAUATIKWY SLadLKaoLwy tou akoAouBnonkav.

4.2 YAO — XaAuvBag uvPynAng avrtoxnc AH36 [6][10][11][12]

To UAKO mou peletnBnke eival , onwg mpoavadpeépBnke , o xadAuBag uPnAng avtoxng AH36 , o omoiog
OVAKEL oTnV Katnyopla HTS (High Tensile Steel). To UALkO SlatéBnke wg €RC : SUO MAAKEG SLOTACEWV
400 x 300 x 18 mm?® , tpeig MAGKeg Stactdoewv 300 x 400 x 13 mm® ko Téhog , 37 Sokipa
Slactacewv 50 x 70 x 18 mm>. Q¢ “m\dka”’ meplypddovtat SUo eAdopATa CUYKOANNUEVA PETAEY TOUG (
gwkova 4.1.a). Emiong, amnod ta 37 dokiplo mou Statednkav ta 13 £éixav cuykoAAnon (etkova 4.1.8).

H ovopaoia kat katataér Tou we vaumnyLkou xaAuBa tumou AH36 , akolouBei to mpotumo A131M tng
ASTM kot mpoépyetal ano tov Lloyd’s Register of Shipping Steels. Me autriv tnv ovouaocia eivat
TAYKOOULA YWWOTOG , WOTO00 CUVAVTATOL Kol pe AAAn ovopaocio , cUpdwva Pe TtV Kwdkomoinon
Kamowwv Ywpwv (r.x K11852 H.M.A, A36 Pwoia, 1.0565 Mepuavia kAm). H xnuKr cuotacn Tou &V Aoyw
XG&AuBa Slvetal otov mivaka 4.1.
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Mivakacg 4.1: Xnuikn ovotaon (% k.8.) o otowyeia kpaudtwong tou YaAuBa AH36.

Chemical Composition

% max. unless specified in range

C 0.18
Mn 0.90-1.60
Si 0.10-0.50
P 0.035
S 0.035
Al ( acid Soluble ) min 0.015
Nb 0.02-0.05
Vv 0.05-0.10
Ti 0.02
Cu 0.35
Cr 0.20
Ni 0.40
Mo 0.08

To 6plo Slapponc tou xdAuBa eival 36 Kp/mm? 1} 353.2 MPa. sVpdwva pe tov IACS (International

Association of Classification Societies) ol pnxavikég LSLOTNTEG TWV VOUTINYWKWYV XaAUBwv daivovtal otov

napakatw nivaka (Miv. 4.2).

(a)
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(6)
Ewova 4.1 : (o) mAaka ue ouykoAAnon FCAW, (8) Sokiuto pe uBptdikn) auykoAAnaon Laser-GMA
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Mivakag 4.2: Mnxavikeg tOLOTNTEC vaUTNYIKWVY YaAUBwv

Yield Strength Tensile Strength
ReH Rm
Grade (N/mm?) (N/mm?)
min

A

B

b 235 400 -520

E
AH32
DH32
EH32 315 440 -570
FH32
AH36
DH36
EH36 355 490 - 630
FH36
AH40
DH40
EH40 390 510 - 660
FH40

Ma maxn €wg 12.5 mm (0.50 in) o xaAuBag eivol ocuvnBwe nui-kaBnouyxacuévog, SnAadn HePLKWE
omofeldwpévog, evw yla peyaAltepa maxn o XoAuPag esivat kabnouxaouévog, dnAadn TARPWG
anoéeldwuévog. Emiong, yla maxog eAdopatog €wg 12.5 mm n eAAXLoTN EPLEKTIKOTNTA 0 Mn pmopet
va ¢taocel to 0.70% K.B., evw yla TETOLA TAXN KAl Yl NUL-KABnouxoaouévo xaAuPa, n Katwtepn
TIEPLEKTIKOTNTA O Si umopel va eivat xapunAotepn tou 0.10% k.J.

Otav xpnowonoteital éva ek twv Al, Nb kat V mpémnel va kavomoleital n eAAXLOTN TEPLEKTIKOTNTA TIOU
£XEL OpLOTEL YL TO KOOEva, evw Otav yivetal cuvSuaopudg, TO GUVOALKO ABpoLopa TNG TIEPLEKTLKOTNTAG
o€ Al, Nb ko V 6ev mpémel va emepvaet to 0.12% K.J.

H okAnpotnta tou xdAuBa AH36 sival tng taéng Twv 180 Vickers.

H moootnta tou tooduvapou dvBpaka (equivalent carbon content-ECC) tou xdAuBa vPnAAg avtoxng
AH36 Sivetal ano tn oxéon:

Mn Cr+Mo+V Ni+Cu
+ +

Ceq=C+ %
| 6 5 5 P

H T tou wodvvapou dvBpaka Ceq yia Tov AH36 mowkidel amd 0.38 — 0.57, adol umdpyetl TMOAD

HeYAANn SlakUpavon otV MEPLEKTIKOTNTA Tou Mn. ZuvABwg n Tt tou Ceq Yo Tov AH36 tou eumopiou
Sev Eenepvael To 0.40.

210 oxnua 4.1 mapouaotdaletal to Staypappa CCT tou xaAuBoa AH36.

83



KEDANAIO 4 : TIEIPAMATIKH AIAAIKAXYIA

Temperature “C
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Jxynua 4.1: Ataypaupo CCT yia tov xaAuBa AH36

4.2.1 Xpnon xaAvBa AH36

H yaotpa tou mAolou kat ol defapevég kataokevalovial cuvnBwe amd Kowo Vaumnylko xaAuBa.

Qotooo ta tedeutaia xpovia Sieuplvetal n xpnon XaAUBwv uPnAAc avtoxng, HUE QTMOTEAECUO

ULKPOTEPOU TTAXOUG EAdopaTA Kal XapnAotepo Bapog, o oxéon He Toug avBpakouxoug XAAUBeG. Itnv
napovoa SutAwpaTiky epyocia peAetiOnke o xdAuPBag AH36, mou avhkel otoug XAAuPeg uPnANg
OVTOXNAG.

Y€ ox€on UE Tov Koo palako xahuBa (mild steel) o xaAuBag unAng avtoxng AH36 :

EXEL XAUNAOTEPN TIEPLEKTIKOTNTA O€ AvOpaKa ,

£xeL peyohUtepn okAnpotnta

vPnAotepn avroxn,

eudavilel tnv 6La avtoxn os kGMwon,

g€loou KaAr) GUYKOAANOLUOTNTA, EVW

n avtoxn tou ot dLafpwon eival mapopoLa

Ytov mivaka 4.3 mapouotaovtal Ta oTtolxeio Kpapdtwong ocuvnon xaAuBa kat xaAuBa vPnAic avtoxng.
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Mivakag 4.3: Ztolyelo Koo ATWOoNG KoLvouU vaumnyikou xaAuBa kat xaAuBa uynAnc avtoxnc

% max. unless specified in range
Chemical Composition Kowag xaAupog XaAvBag vPnAng avtoxng
C 0.18-0.21 0.18
Mn min 0.60 0.90-1.60
Si 0.35-0.50 0.10-0.50
P 0.035 0.035
S 0.035 0.035
Al ( acid Soluble ) min - 0.015
Nb - 0.02-0.05
\ - 0.05-0.10
Ti - 0.02
Cu - 0.35
Cr - 0.20
Ni - 0.40
Mo - 0.08

Qotoo0o, o0 xdAuBag uPnAng avtoxng udiotatal peyoAUTEPEG TAOELG (AOYW TOU HELWHMEVOU TIAXOUG),
CUVETIWG N OTOLECN TWV TPOOTOTEUTIKWY ETIKAAUPEWY YIVETAL TILO ypriyopa, dpa aufdvetal n
mBavotnta évapéng pwypng Kol CUVETWCE 0 kivouvog SLABpwaong e LNXaVIKN Katamovnan. TEAog, Aoyw
TOU HELWMEVOU TTAXOUG KATA TN Xprion XAaAuBa uPnAng avtoxng, LELWVETAL Kal To TteplBwplo StaBpwaong
(MeplBwplo SLaPpwong, corrosion margin : elvat To AX0G Tou XGAuPa mou pmnopel va Buclaotel xwpig
™ Snuoupyia MPoBANUATWY AVTOXAC OTNV KATOOKEUH ). ZUVETIWE KATOOKEUEG artd xaAuBa HS pmopei va
elval eunaBéotepec otn SLaBpwon and avriotoLyeg armd Kowo XaAupa.
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4.3 ZuyKoAANOELG

Ao o oUVOAo Twv 37 Sokiiwv Stactdoewv 50x70x18mm? , ta 13 eixav ouykoMnon . Ot
OUYKOANOELG aUTEG NTav Turou Hybrid Laser—MAG+tandem. 161ou TUMOU ATav Kal oL GUYKOAARCELG TTOU
édepav oL 800 MAdKkee Slaotdoewv 400x300x18 mm?. Ot Tpelg TAGKeS Stootdewy 300x400x13mm?
£pepav amAég ouykoAAnoelg tofou ,ouykekplpéva tumou FCAW ( Flux—Core Arc Welding ) . O
Sladkaoile¢ NTav TMANPWC QUTOUOTOTIOLNUEVEG KOl Eylvav OTO TEXVOAOYIKO Kevtpo AIMEN (ot
ouykoA\noelg FCAW) kat ota vaurnnyeia tng FINCANTIERI (oL uBplSikéc ouykoAANGCeLg). Ta UAIKA autd
dépouv moTonoLnTLko eAéyxou amo tov Lloyd’s Register .

FCAW

H oxeblaon tng ovvdeong Twv eAdoPATWY KABWE Kol T TACA TwV CUYKOAANCEwv ¢aivovtal oTo
okoAhouBo oxnua 4.2.

GAP=3-9mm

Zxnua 4.2 : Mop@r the oUvSeans Twv eAQoUdTwy Kat aptSuds Twv naowy katd ) dtadikacio cuykoAAnong.

YTIG OUYKOAANCELG TToU Ttpaypatonotfnkayv pe tn pébodo FCAW xpnotpomolBnke 1o NAsKTpOSLo pe
gunoplkn ovopacia FLUXOFIL 14HD, T 46 2 P C 1 H5 katd to mpotumo EN 758, to onoio €xel SLApETPO
1.2 mm Kat n XNKIKA Tou obotaon $aivetal otov mivaka 4.5 . Ztov nivaka 4.6 paivovral oL mapdpeTpol
TwV oUyKoAAnoswv. To a€pLo TpooTaciag Tmou xpnolpomnowdnke ntav CO, olotaong 100% kai n
napoxr tou Atav 15 ltr / min .

Mivakoag 4.5: Xnuikn ouotaon (% k.6.) tou nAektpobiou

Analysis of all-weld metal (Typical values in %)

C Mn Si P S Cr Ni Mo Nb Vv N Cu

0.05 1.20 0.55 - - - - - - - - -

Mivakac 4.6 : MopduUeTpoL TwV oUYKoAAgewv tumou FCAW

Pass Current Travel Speed Heat Input
Amps Volts Type & ( cm /min) (kl/cm)
Polarity
st
1 Rlél:I“SII?OOT 175-270 18.5-29 DC(+) 19.4-28 8-13.4
2"/ 3™ RUN 215 - 337 23.5-36 DC(+) 26-37.5 9.3-155
REST OF RUN 215-330 25.2-36 DC(+) 30-38 8.7-14.6
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Hybrid Laser-MAG+Tandem

210 oxnua 4.3 mou akoAouBel paivetal n oxedlaon tng ocuvdeong Twv EAACUATWY Kal 0To oxNua 4.4 o

TPOTOG e ToV omolo mpaypatonolndnke n uBptdikn Stadikacio cuykoAAnonc.

5°%1°
-

¥

bevel angle

i

20 mm

sfngle pass

Jxnuoe 4.3 : Sxeblaoudog tne cUvEEoNG TwV MPOG CUYKOAANGN EAQOUATWV.

e ——

|
R
| - gruppe oftice (oobics)
|
!

P cross-jat

vatrino di protezione {oriective glass)

verso el
saldatura
{welding : _ .
N | ———— fasclo lasr (laser beam)
fito pleno (saiid wie) / Distance to laser $10mm | |
....... ¥ \
[rrvreve = = -
fn’
stick-out: 1&‘.‘ o » e d=sSom

Jxnua 4.4 : Syebiaouoc tng uBpldikrc auykoAAntikng dtadikaoiog.

TG OUYKOAANOELS TIOU

Tipaypotomonkav  pe Tt

HéEBobo

Hybrid

Laser-MAG+tandem

XpnotpomnotnOnke to NAEKTPOSLIO e eumopikr) ovopacia FLICORD C, G 42 4 M G3Sil kotd To MPOTUTIO
EN 14341-A, Stapétpou 1.2 mm Kot n XNULKA Tou cuotaon ¢aivetal otov mivaka 4.6. Itouc nivakeg 4.7
, 4.8, 4.9 dpaivovtal ol mapdpetpol twv MAG, laser kat tandem MAG avtiotolya.
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Mivakag 4.6 : Xnuikn cvotaon ( % k.B.) tou nAektpodiou

Chemical composition % mass

symbol C Si Mn P S Ni Cr Mo Vv Cu Al Ti+Zr
0.06 | 0.70 | 1.30

G3sil to to to |0.025 | 0.025 | 0.15 | 0.15 | 0.15 | 0.03 | 0.035 | 0.02 | 0.15
0.14 | 1.00 | 1.60

Mivakac 4.7 : Napauetpot tnG MAG ouykoAAnong.

Current : DC

Mode / Polarity : Pulse / EP

Ampere [range] : 260-265

Volts[range] : 25

Pulse period [range]: 1.65 ms

Pulse frequency [range]: 240 Hz

Wire feed speed [range] : 7.15 m/min

Travel speed [range] : 80 cm/min

Heat input [range]: Quac = 4.96 kJ/cm

Mivakag 4.8 : loxuc laser kot OMTIKA XAPAKTNPLOTIKA.

Laser power [range] : 9.3 kW

Optic group type : BIMO-HP (HIGHYAG)

Wavelength [range] : A =1025 <+ 1080 hm

Focal length : 250 mm

Focusing type : 2.0

Collimation factor : 0.70

Focus position : -2 mm

Heat input [range] : Q. = 6.98 kJ/cm

Mivakoag 4.9 : Mapauetpot tandem MAG cuyk6AAnong.

Parameters Master Slave

Current : DC DC

Mode / Polarity : Pulse / EP Pulse / EP
Ampere [range] : 270-280 225-230
Volts[range] : 26-26.5 28

Pulse period [range]: 1.9ms 1.9ms

Pulse frequency [range]: 220Hz 220 Hz

Wire feed speed [range] : 10.6 m/min 7.5 m,min

Travel speed [range] : 80 cm/min 80 cm/min

Heat input [range]: Quiag = 5.56 kJ/cm Quiag = 4.96 kl/cm

H aépla mpootaocia mou xpnotpornotldnke Atav piypa 90% Ar + 10% CO, pe mapoxr] 20 + 25 Itr / min.

Ta WPQR (Welding Procedure Qualification Record) kaBwg kal 6Aa ta amapaitnta MLoTOMOLNTLKA TToU

ouvodsuav Ta UAIKA otnv mapalafr] Toug mopatiBevtal avaluTika oto mapdptnpa I
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4.4 Xnukn npooBoAn ka Otk pkpookortia [6]

H Omtikn Mikpookoria amotelel, eSw kot SekaeTieg, pia mMOAU onpavtiki pEBodog mapatipnong Kot
gpunVvelag TNG UIKPOSOUNG TWV UALKWY, TIOU amoTeAEL To Baolkd avTiKeipevo tng petarloypadiag. MNa
va elval Tto ekdotote SOKIULO KATAAANAO TIPOC TIAPATPNOCN OTO OMTIKO WLKPOOKOTILO TPEMEL va
0KOAOUBHOEL KATOLX TIPOETOLHACLA, TNG omolag Ta otadla eival ta €€NG :

e KomA twv SoKLpiwv oto S1oKkoTOpo Tou epyactnpiou (sikova 4.3) kot otn cuvEXELD epPartion
Toug ot enofeldikn pntivn dVo cuotatikwy ( pntivn Kol oKANPUVTAG ) , Onwe ALVETAL OTNV
glkova 4.2

Ewova 4.2 : Aokiuta epuBamntiouéva o€ emoéetdiki) pntivn.

e Aflavon TNG MPoG mopatnpnon emipavelag . MNPayuoTomoLleiTal ite PE HNXAVIKEG €iTE ME
NAEKTPOXNULKEG HeBOSoUG Kal amookomel otnv efdAeln TWV YEWUETPLKWY OVWHAALWY TNG
emupavelag. ITnv mapouoa SUTAWUATLKY Xpnoluonow|nke pnxavikn Astavon (ewkoéva 4.4). Ma
TOV TPOTO AUTO Aslavong , XPNOLLOTIOLOUVTAL AELAVTLIKA XOPTLA LE OKANPOUG KOKKOUG amo SiC n
Al,O3; , Twv omoiwv n amofeotiky Spaon efaleidel TIG embAVELAKESG OVWHAALEG TTIOU £XOUV
MEYEOOC LEYAAUTEPO TOU HECOU HEYEDOUG TWV AELAVTIKWY KOKKWVY . XPNOLUOTIOLWVTAG XOPTLA e
OAO KOl UKPOTEPOUG KOKKOUG , N Aelavon ylvetal o AemtopepnG. ITNV Mopolco SUTAWUATLKN
xpnotpomownOnkav ta €€n¢ xaptia : grit 80, 120, 220, 500, 800, 1200, 2000, 4000. To teAkd
otadlo tn¢ Sladikaoiag autng ovopaletal otiABwon Kat mepllapfdavel Asiavon oe €l8IKA
Belouba pe tn Ponbela kKoAAoeLSoUG alwpnuatog 1 aAdowdng Al,Osz ( KOKKOUG aAoUHLVAG WG
kat 0.1 um) , spray pe AemtoUg KOKKOUG SLopavTou KATL. ITnv enefepyacia Twv Sokiuiwv mou
gfetaotnkay , xpnotponow0nke aloidpn Al,0; pe kOkkoug oAoUpvag 1 kot 0.1 um .

e Xnukn mpooPoAn . H xnuikn mpooBoAn pag HetalAikig emidavelag yivetal Pe okomo va
anokaAudBoUv AEMTOUEPELEG TNG HIKPOSOUAG TOU UALKOU, ULaG Kol N anpooBAntn enwdavela
umopel va dwoel Alyeg oxetikd mAnpodopiec. Eivar n mAEov XpnOLULOTIOLOUUEVN TEXVIKN
QIMOKAAUYPNG TWV XOPAKTNPLOTIKWY TNG Soung kal Baoiletal otnv “ekAektikny”’ SlaBpwon Twv
oplwv Twv KOKKWV . Emiong , ta atopa mou avnkouv o SLadopeTikA KPUOTOAAKA TIAEypaTa (
6nA. oe dladopetikég paoelg ) , Stahvovtal , pe Stadopetikolg pubpolG , e ATOTEAECUA TN
Snulovpyia avtiBeong otnv emidpdvela kot TNV €UdAVION KAl ATIEIKOVION TWV HKPOSOULKWY
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XQPOKTNPLOTIKWY KOTA TNV TIOPOTAPNON OTO OMTIKO UIKPOOoKOmio. H mpooPoAn yivetal pe
geupantion tng Aetag PeTaAAKNG ETLPAVELAG OTO KATAAANAO XNHLKO avTidépaoThpLlo .

Ewkova 4.3 : Atlokotouocg unyoavoupyeiouv ENT. Ewkova 4.4 : Mnxavn Agiavong / otilBwaonc Struers
LaboPol-5 tou ENT.

TNV MEPLMTWON TOU VauTiNylkoU xdAuBa AH36 emAéxBnke to avtidpaotriplo Nital (StdAupa kabapng
alBavoAng pe 2% k.0. HNO;) mou Sivel oAU kaAd anoteAéopata pe epPfantion twv Sokiuiwv os Soxeio
ME To avtidpaothplo mepinou yla 15 sec.

Katomv tng enefepyaciag mou avadépOnke mapamdvw , ta Sokipla NTav £Tolpa mPog mapatnpnon
OTO OTTIKO WULKPOOKOTLO Tou Epyactnpiou Naumnyikrng Texvoloyiag , To omoio eival Ttumou Leica
DMILM
To KUpLO LEPN TOU UIKpOOKOTTiou eival (oxAua 4.5):

e Hmnyn dpwrog

o  OLdakol mou kateuBUvouv TN Pwtewvn S€oun

e To dladpaypa

e O peyeBuvtikoi dpakot

e  To NULAVOKAQOTIKO KATOMTPO

o O QVTIKELUEVLKOG HAKOG

e H tpanela mavw otnv omoia TomoBeteital To MPo¢ mapatnpnon SOKIMLO Kol EMITPEMEL TN
METAKIVNOT TOU HEOoW KATAAANANG SLatagng

o O mnpocodBAaAuLog Pakog
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\JK Eyepiece
Light
Plain glass | — | “~__source
reflector ————:——J ———————————— rEe-e--
E Condensing system
Ohective
\/ _
[ Specimen

JXNpo 4.5.: Zynuatikn avarmapaotaon AELToupyiag Tou ontikoU (UeTaAAoypapLkoU) uikpookomiou. [51]

EKTOG amd ta mapanmdavw, To OTTIKO ULKPOOKOTIO £ival epoSlacpévo e KataAAnAn dwataén mou va
ETUTPENEL TN Otepéwon Kapepac. Emiong , StaBétel SUo TUMOUC HeyeBUVTIKWV GOKWY : TOUG
OVTLKELUEVIKOUG Kal Toug TpooodBAaApLoUG. OL pwToL (vl OL TILO CNUAVTLKOL, YLOTL CUYKEVIPWVOUV TO
avakAWPeEVO amd To UETAMKO Sokiplo dwg Kal ouvBEtouv tTnv €lkova. Eival ouvnBwg Bldwtol kat
tomoBetouvtal oe pia meplotpedouevn Pacn, n omoia SExeTal TEooeplg dakoUg Ue SLopOPETIKN
pey€Buvon o kabévag. OLmpooodBaApLol dakol €xouv otabepn peyEBuvaon. Bpiokovtal oto onpeio and
To omolo mopatnpel 0 XPNOTNG TOU HIKPOOKOTIOU Kal HeyeBUvVouv TNV Tapayopsvn amod Ttov
OVTIKELPEVIKO akO elkova, Oivovtag To Tehlkd amotéAeopa. H  ouvolkny pey£Buvon g
MAPATNPOUEVNG ELKOVAS €lval TO YIVOUEVO TNG HeyEBuvVoNG Twv dU0 aUTWV Gakwv.

4.5 MwpookAnpotnta [4][5][6]

Q¢ okAnpotnta opiletal “n KAvOTNTA €vVOC UAIKOU VA QVILOTEKETOL OF HOVIUN Tapapopdwon n
aAAolwon, otav £€pBel oe emadr pe Eva SLeloduTh UTO Kamolo ¢optio”. Itn Puoikr petalhoupyia, wg
okAnpotnTa evog UAKOU opiletal n avtiotoon mou poBAMAEL TO UALKG auTo, otnv KaBetn Sieicbuon
£VOCG GAAOU CWHATOG LEYAAUTEPNG OKANPOTNTAG ATTO AUTHV Tou £E€TA{OMEVOU UALKOU.

Fevikd, n SOKLU OKANPOTNTAG TpayUATOTOLE(TOL UE Tiieon evog SLleloduTr YWWOTAG YEWUETPLOG Kat
UNXOVIKWV LOLOTATWY oto UTIO peAétn Sokipto.O Sietodutng pmopet va eival odatpikde (Brinell kot
Rockwell B), kwvikog (Rockwell C) i va €xel popdn nmupapidag (Vickers kat Knoop). Otav ot LETPROELg
oKkAnpotntag yivovtal pe edappoyrp TMOAU HIKpwv opTiwv NG TAENC TWV HEPKWYV OSeKAdWY
VPOUUapiwy, TOTE AUTEG KaAoUVTAL HIKPOOKANPOUETpRoselG.Kata tn HikpookAnpouétpnon Vickers
Xpnolpomnoleital we SLEloSUTAG upauida Stapavtiol TETpaywvikrg Bdong pe ywvia kopudpng a=136°
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KoL yvwotr Suvaun mou Kupaivetal amnd 5-1000gr (oxnua 4.6). H duvapn sebpappoletal otadlaka Kal n
enadn Siapkel 10-20 deutepoienta. H dUvaun mpénel va eival yvwotn enakplpws (avadopd oto
npotuno ASTM E 384 oe 0,TL adopd TIG avoyxeg). Meta tnv adaipson tng dUvaung Hetpolvtal oL duo
Slaywviol Kol XPNOLLOTIOLEITAL 0 HECOG OPOG YL TOV UTIOAOYLOUO TNG OkAnpotntag katd Vickers
cUudwva Pe TN oxéon:

_2000-P-sin(a/2) _1854.4-P

HV E e

omou:

d: péoog 6poc Slaywviwv os pm
a: ywvia kopudrg =136°

P: SUvaun ot gr.

square based ——

pyramidal indenter
- U1 =

—_— dz
o impression
sample —
(a) Vickers indentation {b) measurement of impression

diagonals

Zxnua 4.6: Zxnuatikn avanapaotac UkpookAnpouetpnonc Vickers.[50]

H Sadikaoia mou akohouBeital £xel we €ng: Tomobeteital To delypa otnv tpdmnelo TOU OPyAVoU Kal
MECW TOU HIKPOOKOTIOU Tou SLaBETel yivetal eotiacn péEXpL va SlakplBel kabBapd n Hikpodoun tou
Selyparog. Metd mpoypoppatiletal he OAEG TG TTAPAUETPOUC TIOU XPELATETOL KOL ETUAEYETAL O XPOVOG
mou Ba Stapkeoel n Sieicdbuon , kabwce Kat to poptio mouv Ba acknosL N Mupapida otnv emipAveLa Tou
Sokiuiov. Tilvetal eotioon otnv Teploxni Tou eival emBupnt n HETPNON TNG OKANPOTNTOC KOl
avtikabiotatal o Gpakog Tou UIKPOOKOTIOU e Tov SLeloduTh. Matwvtag To Kouuni start n mupauida
Slelodlel otnv emidavela Tou UALKOU Snuloupywvtog éva amotunwua (elkova 4.5) .
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Ewkova 4.5: Arotunwua pikpookAnpouétpnong kata Vickers.[52]

lupilovtag maAL oto pikpookomio urtoAoyilovtal (pe Tn BonBeta ypappwy) oL Staywviol TG mupapidag
TIOU €XeL oxnUaTlotel. TEAOG, TO MNXAVNMO OO TIC TIMEG TwV Slaywviwv UToAoyilel TIG TLUEG
okAnpotntag oe HVN (Hardness Vickers Number). Kpilvetal avaykalo oOTI TIPWTEC HETPNOEL va
Sokipalovral SLadopeg TIUES TOOO yLa To GOopPTio GCO KAl yLa TO XPOVO WOTE VA KPIVETOL TILO OIMOTUTIW LA
gfunnpetel kaAutepa.

310 Epyaotripto Naumnyikng Texvoloyiog xpnowuomnolndnke to pUkpookAnpopetpo Shimadzu HMV-2E,
(ewkéva 4.6) pe 2.942 N (r) 300 gf) uvapn oto SleloduTKO pnxavnuo yia 20 sec.

Ewkova 4.6: MikpookAnpouetpo ENT
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4.6 HAektpovikl MIKpookomiaa odpwon¢ (Scanning Electron
Microscopy-SEM) [6]

To HAektpovikd Mikpookdémio Zdpwong (SEM) eilval éva €MOTNUOVIKO OPyavo HE HOVOSIKEC
Suvatotnteg yla tn peA€tn empavewwv. To SEM xpnoitomnolel pio sotiaopévn déopn nAektpoviwy
vPNANG evépyelag yla tnv mapaywyn dtadpopwv onuatwy ano tv endavela evog otepeol Sokipiou.Ta
ONUOTO QUTA TIOU TIPOKUMTOUV amo TNV aMnAemnidpacn nAektpoviwv—emipavelag Sokiuiou
amokaAUTITouv TAnpodopieg yia €va Sokiplo omwg n popdoloyia tou, n XNUWKAR Tou clvotaon, n
KPUOTOAALKN SOUN KAl O TPOCAVATOALOUOC TwV CUCTATIKWY Tou Sokipiou. Ta Sedopéva culhéyovtal
OO L0 CUYKEKPLUEVN ETILPAVELX TOU SOKLUIOU Kol TTPOKUTTEL pia S1LAoTaTn EIKOVA N OTtola TIEPLEXEL
TIC Tapamavw TAnpodopiec. H Slakpltikn tkavotnta tou SEM Bewpntikd pmopel va ptdoel €wg
x800.000, wotoco SLddopeg MOPAUETPOL TOU OPYAVOU, TIEPLOPLOMOL ot UeyEBuvon Kal Th SLAKPLTLKN
kavotnta neplopilouv tn pey£buvon evog cupBatikol SEM o x200.000. To SEM mapéxeL emiong tn
SuvatdtnTa TOLOTIKAG KOL NULUTOCOTIKAG OVAAUGNG OUYKEKPLUEVWY OhNUElWV KAl TIEPLOPLOUEVWY
emudpavelwv tnG erudpavelog tou Soklpiou pe TN xpnon ouvotnuato¢ EDS (Energy-Dispersive X-Ray
Spectroscopy).

‘Eva oxnuatiko Staypappa tou SEM ¢aivetal oto oxiua 4.7 . H othAn mapaywyng Kal €0Tioong g
8¢ounc nAektpoviwv Aettoupyei o€ kevo (<107 Pa). H mnyr nAeKTpOViwv O AELTOUPYEL OF HLOL TLEPLOXA
tacewv ano 0 éwg 30 kV , dnuoupyel S6éoun nAektpoviwv (mpwtoyevr) nAektpovia) , n omoia
SLEPXOUEVN LECW ULOG OELPAC LOVYNTIKWY GOKWY , ETUTOYUVETAL , CUYKEVIPWVETAL KOL £0TLALETAL TIAVW
otv emipavela tou Soklpiou. To umo e€étacn OOKIULO COPWVETAL amd TNV TpooTinmtovca SEoun
NAEKTPOVIWV KAl TA EKTEUMOUEVA Omd TNV emipaveld Tou SoKLpiou nAektpdvia cUAAEyovtal Kol
EVIOXUOVTAL £TOL WOTE VA SNELOUPYNOOUV £Va OMTIKO ONpa. To €l80G TNG EKTEUMOMEVNG QMO TNV
emudpavela tou Sokipiou aktvoPolriag  efaptdtal amd tnv aAAnAenidpacn Twv TPWTOYEVWY
NAEKTPOVIWY KAl TwV ATOMWY TOU UALKOU. ZTO Tapayopeva onuata mepllappavovtol deutepoyevn
nAsktpovia (secondary), to omoio mapdyouv tnv elkdéva tou SEM, omioBookeSaldopeva NAEKTPOVLOL
(backscattered), mneplOAwpeva omoBookedalopeva nAektpovia (diffracted backscattered), mou
UTIOSELKVUOUV TNV KPUOTAAALKH SON KoL TOV TPOCAVOTOALOUO, OKTIVEG X TIOU XPNOLUOTOLOUVTAL YLo
oTOlXElaK avaAuon, opatd ¢we kot Oeppotnta. Ta Ssutepoyevr Kol ta omobookedaldpeva
NAEKTPOVLIA TTAPEXOUV TNV €LKOVA TOu Sokipiou : ta dsutepoyevr nAektpovia Seiyvouv tn popdoloyia
Kol TNV tomoypadia tou Sokipiou katl Ta omicBookedalopeva nAekTpovia deixvouv tnv avtiBeon otn
cuotaon. Ot aktivec X mapdyovtol and 1o enidpavelokd oTpwa Tou dokipiou péxpt Baboucg €wg 1um
kot e€optwvtal amd to €ido¢ Twv ETOUWV TNC emidavelag. H avaAuon Twv eKMEUTOUEVWY aKTIVWY X
oényel oe xnuikn availuon tng emdpavelag (Uikpoavaluon aktivwv X) , n omola yivetal cuvnBwg
napaA\nAa pe tTnv mapatipnon oto SEM.

AOyw tou peydhou BaBoug pediou , n mpostolpacia Twv Sokipiwv mpog mapatipnon oto SEM sival n
ghaylotn duvatn. Aokipa , Emetta ano Bpalvon , Komn ) Aelavon Kol XNULKA mpooBoAn sival duvatov va
napatnpnBouv oto SEM. H Aelavon akoAouBeital cuxva amo €viovn XNUKN TPooBoAn yla tnv avénon
TOoU avayAudou TG eMGAVELAG KOL KOTA CUVETTELO KOL TNG EVTAGCNC TOU O UATOC TTOU TIPOEPXETAL OO T
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Seutepoyevr) NAektpovia. Mn aywylua UALKA (TT.X. TTOAUMEPH) EMLKAAUTITOVTIAL PUE AEMTA EMLOTPWHOTA
Au, Cu N ypaditn yla tnv enitevén aywyylotntag otnv enipavela.

elactron gun high voltage cable

anode vacuum manifold

alignment coils

condenser lenses _<: -
scan coils EE— T
objective lenses _\

secondary electron ——_ |
detector ~

objective lens
aperture selector

column isolating
valve

stage control

backscattered electron speciman
detector i L4 exchange rod
specimen halder — N spécimen exchange

chamber

stage —/ 5_ -

specimen chamber

wvacuum manifeld

Jxnuoec 4.7 : Sxnuatiko Staypouua tov SEM.[JEOL U.S.A. , Inc.]

JTnv mopouco SUTAWMOTIKN e£pyocia , xpnotpomow)Bnke to SEM tou Epyaotnpiou Namnywkng
Texvoloylag . To pikpookomo ivat tng etatpeiag JEOL , tumou 6390 , unAol kevol , avaAuong €wg 3
nm (30 kV) , SuvaputkoU emutdyuvong 0.5 éwg 30 kV(accelerating voltage) , pe vijua BoAdpapiov (W). Ta
Sokipla mou mopatnPABNKAV 0TO UIKPOOKOTILO NTAV YKLBWTLOUEVA O MOEELSIKA pNTLVN , yla AUTO Kl
XPNOolLoTolOnNKe €MiOTPWON MO QAOUULVOXOPTO Yyl TNV €MTEVEN AYWYLLOTNTAC. ZKOTOG TWV
ULKPOOKOTILKWV TIOPOTNPACEWY NTAV N LEAETN TNG ULKPOSOUNAGTNG EMLPAVELAC TWV SOKLULWVY.

-

Ewkova 4.7 : HAekpovikd Mikpookorio Zapwons (SEM) tou ENT.
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4.7 KAtpotikog OdAapog — OaAlapog alatovépwong [1][2][3][10][36]

4.7.1 AoKWEG ETULTAXUVOREVNG SLaBpwong o OaAapo alatovedwong

H xpnon tng pebddou tng alatovépwong edapuoletal yio neplocodtepa and 100 ypovia yla Tov

£€AEYXO TNG EMLOEKTIKOTNTAG OTN SLABpwon UETOAAKWY KAl PN HETAAAKWY UALKWY, KOBwG Kal yla Tov
£\eyxo tou Babuou npootaciag mou npoodEpouy oL eEMKOAUYELG.
JTIC MIEPLOCOTEPEC TIEPUTTWOELG OL SOKIUEG edapuolovTal yLa TN GUYKPLON TNG CUUTTEPLOPAG LETAAAWY
KoL ETUKOAUPEWVY KATA TNV EPOPUOYI CUYKEKPLUEVOU TIPOTUTIOU. ITNV EMLOTNOVLKN KOLVOTNTO YivovTtal
EKTETOUEVEC OUINTNOELG OXETLKA HE TNV afla Twv SOKILWY auTwV. 2 KABe mepinmtwon sival anapaitnto
N TIPOETOLUACIO TWV SOKLUIWY, TOU TELPAUATOG, OAAA KOL N QMOTIUNON TWV AMOTEAECUATWY va
epapudlovral pe akpifeta. Tote eival Suvatdv va AndBouv LETPHOELS OL OTIOLEG OVTLTPOCWIEVOUV UE
okpipfela tnv edapuoyr TPOTUTOMOLNUEVOU «TIOCOU SLAPfpwong» yla tn oUYKPLoN TNG OXETLKNAG
OUUTEPLPOPAC TWV UALKWY I KOL TWV EMLOTPWHUATWV.

MNa ™ Ste€aywyn dokuwv laBpwaong os emikaAlPelg TpooTaciog Tou XAAuBa, TPoTABNKE yLa MPWTN
dopd Sokiun pe oudetepo Stahupa alatovédwong oto mAaiclo tou mpotumou ASTM B117. MoAAEg
BeAtiwoelg kot avaBewpnoslg £xouv yivel Ta TeAsutaia xpovia 1000 we MPog TG SOKWEC alaTtovédwang
000 Kal 0TouG BOAGOUC TTOU XPNOLUOTIOLOUVTAL KOl TIG SLATALELC.

OL mo Kowvad amodektég uéBodol epappoyng dokiuwy alatovébwaong neplypddovral pe akpifela ota
mpoTUAL:
e ASTM B117 “Standard method of salt spray (FOG) testing”
e BS368 “Standard test method for copper-accelereted acetic- salt spray (FOG) testing”
e ASTM G 85 “Standard practice for modified salt spray (FOG) testing”

INUELWVETAL OTL UTtAPXOUV SOKLUEG SLaBpwong oTig omoieg edbapudlovral ouvOnkeg uPnAng vypaaiag,
OTIOU OTILOVIOHEVO VEPO XPNOLUOTIOLEITOL WG OCUCTATIKO TNG dLABpwong kal ot omoleg &ev
nephapBavertol ahag wg otolyeio Stapfpwaong (ASTM D1735, ASTM D2247, ASTM G 60).

Ot dokipég alatovédwong Stakpivovtal og SUo Katnyopleg :
e AOKLUEG OE «OTATIKEG» OUVONKEG
e AOKIUEG OF «KUKALKEG» CUVONKEG

JTIG OTATIKEG SOKLECG oL oUVONKEG Kal N atpoocdhatpa mapapévouv otabepeg oe OAN T SLApKELa TNG
SokLUAG: Oeppokpaoia, mukvotnta védouc, pH tou nAektpoAutikol StoAUpatoc. Ot SOKLUES UmopEl va
Slopkouv 24 wpeCg TNV NUEPQ, 7 NUEPEC TNV efSopdda yla 6Ao To dldotnua €kBeonG. ITn CUVEXELD T
SokipLla amopokpuvovtal ano to BaAapo yla LeAETN Kal avaAuon. H olyxpovn €peuva EMIKEVIPWVETAL
o010 oXeblaopd SOKIUWVY TIOU TIPOCOMOLAIOUV TIEPLOCOTEPA PEAALOTIKA TNV TPAYUATIKN €kBeon oTo
nepBAANoV Kal TG ouvBnkeg Asttoupyiag. Me yvwpova auto oxedlalovral VEEG KUKALKEG SOKLUEC. Katd
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TIC KUKALKEG SOKLUEG, Ta Sokipla utoBaAAovTal o emavalapBavouevn OElpd BNUATWY GUYKEKPLUEVOU
Xpovou, SladpopeTikng atpoodalpag, €wg 0Tou oAokAnpwBel o mpokaBoplopévog xpovog €kBeong n
opLlBuoc KUKAWV. Eva AN peg 6UVOAO BNUATWY CUVLOTA €vav KUKAO.
Ta fApota autd eplAapBavouyv:

o  ALadOpPETIKEC OEPUOKPATIES

e MetaBalopeva enineda oXeTIKAG uypaociag RH (20-100%)

e Awddopa SLaBPpWTLKA CUCTATIKA (PUTTAVTEG, NAEKTPOAUTEG)

4.7.1.1 AOKLMEG OE KOTATIKEGY CUVONKEG

To mpotuno ASTM B117 meplypddel otatikéG ouvOnkeg dokiung alatovépwong. H Stadkaoio tou
nipotUnou autol kabopilel Stapkr ékBeon oe ahatovépwon 5% oe Beppokpacia 35°C. Ita televtaia
70 xpovia £xouv mpaypatonolnBel TTOAAEG TPOTOMOLNOELS Kol BeATIwaoelg oto mpotuno ASTM B 117.
Qotooo mapd T BEATIWOELS amoTeAEL KOO TOTO OTL Ta amoTteAéopata SoKIHwY alatoveépwaong os
OTOTIKEC ouvlnkeg Oev avrtamokpivovtal ota dawoueva SlaBpwong Tou TAPATNPOUVTOL OTO
nieptBaAlov Asttoupyiag.

4.7.1.2 DAOKLHEG OE KKUKALKEG» OUVORKEC

Ot SoKIpEG KUKALKAG SLaBpwong Bswpolvtal amo oAAoUG MEPLOCOTEPO PEAALOTIKEG. KOTA TIC KUKALKEG
OOKLUEC TIpOKOAE(TAL OLABPWON TWV UAWKWY KOTA TPOMO TOU OVTOTOKPIVETAL KAAUTEpA OtV
TPAYHOATIKOTNTA 0mtd TOUG CUMPATIKOUC TpOToug €kBeong. Asdopévou OtL oto meplBAaiAov Aettoupyiag
€VOG UAKOU mepllapfBdavovtal ouviBwg uypég Kol ENpEC ouVONKEG, OTOXOG Elval OL EPYAOTNPLAKEG
SOKLUEC va TIPOCOHOLATOUV TIC GUOCLKEC KUKALKEG oUVONKEG. Ta amoTeAEoHATA TNG oUYXPOVNG EPEUVAG
omoSelkvUoUV OTL OTIC KUKALKEG SOKLUEG SLaBpwong o OXETIKOC puBudg StaPpwong, n Soun Kal n
popdoloyia mou mpokUMTEL Mpooopoldlouv To mepBaAlov Asttoupylag. Katd Tig KUKAIKEG SOKLUEG
SLappwong, ta dokipta ektiBevral oe Sladopetikod neplParlov os emavalapfavopevo kUkAo. OL amdol
KUkAoL amotedolvtal oamd emavolappovopeveg ouvBnkeg ohatovédwong kat €npavong. OL o
ouyxpoveg autopateg HEBodol meplapfavouv KUKAOuC TOAWV PBnudtwv , OMw¢ , uvypacio n
cUMMUKvVwon padl pe ahatovédwon kal Enpavon.

Mo TG KUKAIKEG SokLpég SlaBpwaong os Balapo alatovédwong £xouv avamtuyBei Stadopa mpotuma
mou kaBopilouv pe akpifela TIg CUVONKEG TOU MELPAUATOG :

e ASTM G85 “Standard practice for modified salt spray (FOG) testing”
e [SO 14993 (2001) “ Corrosion of metals and alloys — Accelerated testing involving cyclic exposure
to salt mist, “dry” and “wet” conditions”
TNV mopouoa SUTAWUATLKY epyacia yla tn HeAETN TG SLaBpwong tou xaAuBa uPnAng avtoxng AH36,
uloBetnBnke to mpotTuTo ISO 14993 (2001).
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OL ouvbnkeg ahatovédwong — Enpavong — uypaoiag oTig omoieg ektiBevral Ta dokipla meplypadovral
OVOAUTLKA OTN CUVEXELA :

Ahatovédwon (Fog) , (oxnua 4.8): Kata tn Sidpkela Asttoupyiag tng alatovépwong, o BAAapog
Aettoupyel we oupPatikn Statagn ahatovépwonc:
e O OUUTILECUEVOG OEPOC UYPOTIOLEITAL TTEPVWVTAG Ao T othAN ducaiidwv (bubble tower) kata
™ Sladpopn Tou mpog To akpodualo PekaouoU.
o  AoBpwtikd StdAupo avtieital amd thv eowrteplky Sefapevn (reservoir) oto akpoduoLo
EKOOUOU, OTIOU AVOULYVUETOL LLE TO CUUTILECUEVO OEPQL.
e To akpodpuolo Pekaopol otuomolel To SldAupa Kol Tov oépa, Snuloupywvtag vEdog
SaBpwong.
e (OL Oeppootareg tou Baldpou (chamber heaters) &latnpolv TNV TPOYPAUUATIOUEVN
Bepuokpacia tou BaAduou.

Znpavon (Dry), (oxAua 4.9): Katd tn Stdpkela TnG ENPavong, 0 CUMTLEDSTNC aépa 08nyel Tov agpa Tou
Swpartiou ot éva Beppootdtn agpog oto Balapo. Auto dnpLoupyel cuvBnKkeg xaunAng vypaciag oto
£0WTEPLKO TOU Baldpou. H Beppokpaocia tou Baldpou ehéyxetal and toug Beppootdreg tou Balduou
KoL To Bgppootatn aépPog.

Yypaocia (Humid), (oxiua 4.10): Katd tn dtdpkela tng Aettoupyiog autic, o Bdlapog dtatnpeital oto
100% TG OXETIKNAG UypaCLag TAPEXOVTOG OTUOUG VEpOU oTo BdAaypo.
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AkolouBel oxnuatikn avamopdotacn evog MARPouC KUkAou oto Balapo alatovépwong.

Specimens

Vapor
Generator

Zxnua 4.10: ZuvBnkeg Yypaoiag otov kAiuatiko Sadauo.

/

— D.l.
Water In
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4.7.2 TeXVIKA XOPOAKTNPLOTIKA OAGpoU

O Bahapog ahatovédwaong mou xpnoldomolBnke os autr tn Suthwpatikn €ivat o Q FOG CCT1100
(ewkova 4.8), tnc etatpeiag Q Panel kat StaB£tel Ta akoAouBa XOPAKTNPLOTIKA :
e OvopoaoTiko péyebog 1100 |
e Xwpntikotnta pe uypo 1103 |
e Xwpntikotnta XWwpig uypo 857 |

Ewova 4.8: Oalauog adatovépwong (Q FOG CCT 1100)

O BaAapog ahatovépwaong elval apkeTA LEYAANG XwpnTLKOTNTAS wote va Sltacdpalilovtal opoloyeveig
OUVONKeC Katavoung ouvonkwy Bepuokpaciog, vypaciag kal katavoung Pekoaopou. To avwtepa HEPN
tou BaAdpou oxedlalovrol £T0L WOTE OL OTAYOVEG TOU oxnuartifovtal amd thv alatovédwon oTig
ETUPAVELEG TOU Va NV TEPTOUV oTa Selypata.

Toa KupLOTEPO LEPN TOU BaAdpou eivol Ta €€AG :

EAgyx0G: OL cUVONKEG SOKLUWVY EAEYXOVTOL CUVEXWG KATA TN SLapkela OANnG tng Stadikaoiag.

Aoxeio StaAupatog dAatog: Ta 120 | e€aodpalilouv apketo SLGALUA YL va pmopel va paypatomnotnBet
oAaTovePwaon yLa 5 cuvexOUEVEG NUEPEG.

2tiAn duocadidwv (Bubble tower): O okomdg autic tng didtafng sival o Kopeopdg Tou a€pa He
vypaocia mpv va ptaocel to akpodploLo ekvédwonc. MNa to Adyo auTd EMITUYXAVETAL KOPECUOC TOU aépal
oe Bepuokpaocieg uPnidtepeg and autég tou Bahdpou. H Beppokpaoia Kal 0 KOpeoPOg eAéyxovtol
outopoTa.

FevvAtpla atpoU (Vapor generator): Kata tn Sidpkela tng Asttoupylag tng uypaociag, o Baiapog
Slatnpeitat oto 100% TG CXETLKNAG LYPACLAG OO ATUOUG TTOU TOPAYOVTaAL KATA T BEpuavon vepou oTto
Vapor generator.

Tuprueotic aépa (Purge Blower) kat EvaAlaktng Oepuotnrag (Air Heater): O cuumieotng aépa
gvepyomnoleital kata tn Slapkela tng Asttoupyiag g Enpavong ywo va dépvel aépa Swuatiou oto
Bahapo. Otav amatteital uPnAotepn Oeppokpacia AmMo AUTH TOU €pPYAOTNPiou, O €eVAAAAKTNG
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BepuodTNTOC EVEPYOTOLEITAL KAl N poN AEPOC QMO TOV CUUTILECTH TIEPVAEL OTTO TOV EVEPYOTIOLNUEVO
evaAAaktn Beppodtntog otn Stadpopn Tou mpog to BAAapo.

Oeppavrikeé¢ TAAKeg: OL SU0 mAdkeg eilval tomoBetnuéveg otov mubuéva tou OBaAdpou.
Xpnotgormnolouvtal Katd tn Sldpkela ¢ alatovépwonc. Emiong evepyomolouvtal, Omote Xpelaletal,
Kotd Tt Oldpkela NG Aswtoupylag tng Enpavong ywa T Slatnpnon TNG TPOYPOUUOTIOUEVNG
Bepuokpaciag Baldpou.

4.7.3 MNpotunn dokiun kata 1SO 14993:2001

Jtnv nmapoloa SUTAWUATIKY €pyaocia, n MELPOUATIKN Stadkaoia ekTeEAEOTNKE UE BAan TNV TPOTUTIN
Stadkaoia ISO 14993 (2001).Mwo cuykekpuéva, to ipotumo ISO 14993 avadépetal os «AldBpwaon
METAAWV Kal Kpopdtwv — Emitayxuvopevn Sokiun mou mepl\apBdvel KUKALKG €kBeon oe oUVONKEG
aAlatovépwong, Epavang Kot uypaaciagy. ITo mPOTUTIo aUTo TteplypadeTal n SLAtagn Kal n MEPAPOTLKA
Sladkaoia SOKIHWY EMITAXUVOUEVNG SLABPWONG yla TN CUYKPLTIKN EKTILNCON UAIKWV HE | XWwPIig
T(POOTATEVUTIKEG ETUKAAUELS ot e€wTepko TeptBarlov pe vPNAG TOcOoTA AAdTWY. TO TPOTUTIO AUTO
epapuodletal yla PETAAAO KOl KPAUOTA, METOAALKA ETMLOTPWHATO (0vodikad Kol KaBodilkd), opyavikd
EMLOTPWHATA O HETAAAIKA UALKA K.A.TT.

O efomAlopog mou amatlteital ival o KALLATIKOG BAAOMOG TTou Tieplypddnke mio mavw. Emiong, mpv
amno tnv TonoBbEtnon oto BaAapo ta Sokiula :

e AppoBololvtal oTo pnxavnuo oppoBoAng tou ENT , mpokelwévou va amopokpuvBel n
MPOOTATEVTIKN eTukAAudn (shop primer) tou xdAuBa amod tnv mAeupd tou SoKipiou Tou Ba
ekteBel otIg cuvOnkeg SLaBpwong

o KabBapilovtal pe amoviopéVo VePO, OTN CUVEXELD HE alBavoAn kol 0KOAOUBEL OTEyVwUA UE
napoxn Beppol agpa.

e  Zuyilovtal os {uyd akplPeiag (3 dekadika)

To SddAupa rou xpnotomnoteital eivat dtaAuvpa NaCl 5% , cupdwva pe to 1SO 14993 . Zvudwva e To
MPOTUTO aUTO, KGBe KUKAOC mepapBavel tpila PBAuata : alatovédwon, &npavon, uypaocia. O
OUVOALKOC XpOvoG KABe KUKAOU ival 8 wpeg kol amoteleitol and tpia BRuata : 2 wpeg ahatovédpwon, 4
WPEG oLVONKEC ENpavong, 2 WPeS oUVONKEG uypaciag.

Mot PeAETN TG oupmepldpopdg Tou XaAuBa otnv napoloa SUTAWHATIKA gpyacia, toroBstnOnkav 109
Sokipla og KALpaTiko BdAapo.

101



KEDANAIO 4 : TIEIPAMATIKH AIAAIKAXYIA

AvVOAUTIKOTEPQ, OL CUVONKEC eplypddovtal otov Ttivaka 4.10 mou akoAouBel :

Mivakag 4.10: ZuvOnkeg Ekdeang Sokiuiwv otov KALUaTiko aiauo.

1 ZuvOnkeg ahatovépwong (Fog) 2 WpEG
(1) ©eppokpacia 35°%c+2 °c
(2) AdAvpo dAatog 50g/1£5 g/l Aldhupa Nacl
2 ZuvOnkeg =Rpaveong (Dry) 4 wpeg
(mapoyn agpa og ouvbnKkeg Enpavong) 60 °c+2 °C
(1) ©epuokpaocia <30%RH
(2) ZxeTikn vypaoia
3 ZuvOnkeg Yypaoiag (Humid) 2 wWpseg
(1) ©eppokpacia 50 °c+2 °c
(2) ZxeTikn vypaoia >90%RH

ZNUELWVETAL OTL OTOUG XPOVOUC aUTOUG MEpAAUBAVETAL KOL O XPOVOC TIOU QTALTE(TAL YLO VO OTTOKTAOEL
TO cuotnua tnv Kaboplopévn Bepuokpaocio oe kaBe petafoAr. Ta Sokipla TormobeTouvTal o ELOIKES
UTtOSOXEC amod adpavég, N UETAAAKO UALKO, umd ywvia 15° — 25° . Ma thv mpwtn opdda Sokipiwv
xpnolgomowntnkav , ya t otiplen touc , Sltapopdwpévol TTAACTIKOL CWANVEG amO TIOAUTIPOTIUAEVLO
random (PPR), evw yla tig dAAeg U0 opadeg Sokipiwv dtapopdwpéva racks amno fiberglass.

ErumAéov, cUpdwva pe to mPATumo, ota Sokipa auTtd entkaAldOnKe n Micw MASUPA TOUC KOL OL AKUEC
pe €8Ik LOVWTLKA Tawvia, wote otig ouvinkeg SlaBpwonc va extiBetal pévo n pio mAsupad, Omwg £xel
noén npoavadepOet.

4.7.4 Npostolpaocia Kat ofpaven SoKiwv

Mot peAétn tng StaBpwong Twv cuykoAnoswv xaAluPa AH36 oe GUVONRKEG EMITAXUVOUEVNC YRPOVONC
xpnowonotidnkav 8o MAAKeS xaAuPa AH36 Slaotdoswv 400x300x18mm? , Tpetg MAdKeS xdAuBo AH36
Slaotdoewv 300x400x13mm? , kaBuwg kot 37 Sokipta Siotdoswy 50x70x 18mm? . H kdBe pia and Tig
mAdkee Slapopdwdnke oe Sokipla Stootdoswv 100x70mm (swkova 4.9). O XOpPOKTNPLOUOG TWV
Soklpiwy éyve we e€N¢ : ijk
i:ooaplBuogTngmAakag: I, Il, ..., X
j : n ospd otnv omoia avrnkel to dokipo (A, B, C, émou 1o B avrtiotolyel mavra oe Sokipwo pe
ouykOAAnon kat ta A,C ota ekdotote Sokipa petdAAou Baong ekatépwOev autou)

k : n otAn otnv omola avrkel to Sokipto (1 - 4 yia Tic mMAAKes ayxoug 13 mm , 1 — 6 yla TIG TAAKEG
mayoug 18 mm )

Katd tov tpomo autd mpoékuav cuvoAlkd 18 Sokipia amd kdabe pia amnod tig 6Uo MAGKEG TAXOUG
18mm kat 12 Sokipa amno kAbe pio amod Tig TPELG MAAKES Taxoucg 13 mm.

o o ta Sokipa dtaoctdoewy 50x70 mm, i:1-V & k:1-3
e Tua tig dVo mAdkeg mayoug 18mm , i: VI, VIl & k:1-4
e [0 TIG TpELg MAAKeg maxoug 13mm ,i: VILIX,X & k:1-6
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e j:AB,C 0g OAEG TIG MEPUTTWOELG

Mo tnv £€kBson oto Balapo ohatovépwaong , Ta SokipLo apxikd oppoBoAndnkov oto pnxovoupysio
Tou ENT (ewkdva 4.10) . Itn cuvéxela kabaplotnkav Pe amIOVIOUEVO VEPO , alBavoAn Kal oTeyvwonkav
AQueoa pe Bepuod agpa . TéEhog, oUpdwva pe to Tpoturo I1SO 14993 oto BdAapo ta Sokipta sktibBevrat
oto StaBpwtikd meptBEANov povo amod tn pia mAsupd. Ma to Adyo auto oL UTIOAOLTIEC TAEUPEC TOU KAOE
Sokipiou emikaAldONKav pe pooTateuTikn Tawvia (3M 471 Vinyl Tape) .

A0#405 - 2¢

@

Ewova 4.9: Znuadeuevn mAaka €touun Ewova 4.10 : Mnxavi aupoB8oAr¢ oto unyavoupyeio
TTPOC KOTTI) KAl Tapaywyn SOKLUiwV. ToU ENT.

4.7.5 Awadkaoio tomoBétnong — amopdkpuvong dokipiwv amd to OaAapo
aAatovépwong (Planned Interval Test)

To Sokipta tomoBetiBnkav oto BdAopo clpdwva pe to mpotumo ASTM G31-72 (1999) , tPoOMog
YVWOTOC Kal we Planned Interval Test.
‘Eva mapadelypa OXETIKA e TNV potelvopevn Sladikaoia tou Planned Interval Test eival n g€ng:
e Aokipo A;: ArtopakpUVETaL amo to BAdAapo og xpdvo TIOU OVTLOTOLXEL O pLa XpOovIKA povada
(unit time).
e Aokipwo A;: Amtopakpuvetal arnod to 8alapo os xpévo t .
o AoKipo A.,;: AtopakpUveTaL amo To Bahapo og xpovo t+1 (6mou 1= unit time) .
e  Aokipo B: AvtikaBlotd to Sokipo A, 6tav autd anopakpuvOel amod to Balapo og xpovo t kal
Byaivel pall pe 1o dokiplo Ay, SnAadn Mapapevel CUVOALKA oto BAAOMO XpOvo (00 peE unit
time.
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Tirme

xnua 4.11 : Synuatikn avanapdaotaon tou Planned Interval Test.

Kata autov tov Tpomo He tn olyKplon tou puBuou StaBpwong Twv A kat B mou mapapévouv tov 6l
XPOVo aAAA og SLaPOPETIKEG TTEPLOSOUC UMOPOUUE VA EEAYOUUE CUUTIEPACHATA YL TIG CUVONKEG TToU
gTKpatolV oto BaAapo Kot av auTtég petaBalhovral (StaBpwtikod meptBaiiov).

Juykpivovtag 8e To pubuo StaBpwong tou B pe tn dtadopd tou pubuol SlaBpwong LETAEL Twv A, Kal
Auq, BAEMOUPE WG cupmepLpEpeTal TOo PETAAAO 600 Slafpwvetal. Paivetal dnAadn av o pubuog
SLaBpwong sival otabepdc, av avfavetal pe TNV MPoodo tng SLaPpwong A av HELWVETAL. 2TV apouca
SumAwpatikn , BswpnBnke unit time = 5 nuépeg Kal n tomoBETnon Twv Sokuiwv oto BAAQO KaTA Th
SLAPKELA TOU TELPAUATOC EYLVE HE TETOLO TPOTIO WOTE VAL UTIAPXOUV ToUAdxLotov U0 Sokiuta mou Ba
mapapeivouy Tov (810 xpovo péoa oto BAAapo , aAAd o SLPOPETIKEG XPOVLKEC OTLYEG.

4.7.6 YmoAoylopog anwAelag palag, pubpou dtappwong

Mo TNV amopdkpuvon Twv mpoiovtwy tne SLdBpwong Kal Tov UTIOAOYLoHO Ttou puBuol SlaBpwaong

eneléyn n Stadikaoia mou meplypddetal oto npoturo I1SO 8407 (1991).
Metd tnVv amopdkpuvon amno to BaAapo ta dokipla kabapilovial Pe OMIOVIOUEVO VEPO KAl KATOTILY
geupanrifovral os StdAupo 1000 ml, yio 660 XpOvo XpELOOTEL, TTou amoteAeital amno :

e 500ml HCI (37%)

e 3.5 gtetp-apwvo-etapeburévio ( hexamethyletetramine)

®  QIILOVIOHEVO VEPO £WC TN CUUIARPpwon 1000ml
Metd tnv £€kBeon oto SldAupa ta Sokipla kaboapilovtal pe AMIOVIOHEVO VePO Kol alBavoAn Kal
Enpaivovtal pe mapoxn Bepuol agpa. Xtn ocuvéxela ta dokipwa Juyilovral fava Kal amd TNV amwAsLd
padag umoAoyiletal o puBuOS S1aPpwong e Bdon tov TUTO :

x W

Corrosion_rate=———
AxTxD
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Omou :

K : otaBepd (avaloya pe Tn povada HeEtpnong tou pubuol StaBpwong (mivakag 4.11)
W : n anwAeta padog (g) pe akpipela xtA\lootou Tou g

A : n emupdveta €kBeonc (cm?) (pe akpifeta 0.01cm?)

T : xpovog €kBeong o wpeg (Ue mpoaogyyion 0.01h)

D : uKvOTNTA TOU XdAUPBa (g/cm’)

Mivakog 4.11: Tiuég otatepdc K Lo SLapopeTIKEG Lovadeg UETPNONG Tou puduoU StaBpwong

Movadeg pubuov StaBpwong ZtaBepa (K)
mils per year (mpy) 3,45x10°
inches per year (ipy) 3,45x10°
inches per month (ipm) 2,87x10?
millimeters per year (mm/y) 8,76x10*
micrometres per year (um/y) 8,76x10’
picometres per second (pm/s) 2,78x10°
grams per square metre per hour (g/m’h) 1,00x10"xD*
milligrams per square 105ecimetre per day (mdd) 2,40x10°xD"
micrograms per square metre per second (ug/m?s) 2,78x10°D"

4.7.7 Opydvwaon npoypappatog EK0eong SoKLUIWY 0ToV KALHATIKG OdAapo

o TNV TPOYLATOTOINGCN TOU TELPAUATOC TO TPOYPAUA TTOU OXeSLAOTNKE PACIOTNKE TTAVW OTN AOYLKNA

tou Planned Interval Test, 6nwg meplypadnke mapandavw. H dtadikaoia ekivnoe otig 6 Maptiou 2014
KoL oAokAnpwOnke otic 10 Anpthiou 2014, yia ta tpwta 37 Sokipta , EVw yLo Ta UTTOAOLTA EEKIVNOE OTIG
29 Auyouotou 2014 kot oAokAnpwBnke otig 13 OktwPpiov 2014. omwg daivetal Kol AVOAUTIKA OTLS
enoueves oelibec. H xpovikn Stapkela Aettoupylag Tou BaAdpou Ue TG NUEPES Evapéng Kal ARENG Tou
npoypapparoc StadpEpouv efattiag Stokomng tng Asttoupyiog tou BaAdpou amd texvikn BAARN.

H tomoBétnon twv OSokwiwv péoa oto BaAapo €ylve €10l WOTe va Hmopel va eleyxBel n
SlofpwtikdTnTa TOou BoAdpou KaBwg emiong KAl va UTIAPXEL emavaAnPLUOTNTA OTA OMOTEAECHATA
(mivakeg 4.12 , 4.13 , 4.14). AnAadn, Sokiula mou Ba mopépevav oto Balapo yia thv (Sla xpovikn
Slapkela, tomoBetnOnkav oe SladopeTikég BEoelg mAvw oTLG payeg (mivakeg 4.15 , 4.16).Metd tnv
amopdkpuveon kaBe dokiuiou amnd to Balapo, akoAouBolos o KaBapLopog Kat n enefepyaoia toug. OAa
outa kataypddovtav oe pia Gpopua yla TNV KaAUTEPN 0pyAvWon Kal apXelo0£Ttnon Twv EpyocLlwy Kol
TWV AMoTeAECUATWY TIoU e€dyovtav. Mia tétola popua paivetal otnv emopevn oeiida.
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Xpovog €kBeong oto BaAapo ( NUEPES)
t=
ONOMAZIA AOKIMIOY:
HM/NIA EIZOAOY:

HM/NIA EZ0AOY:

EKTEAEZH EPTAZIQON:

a. Quwtoypadlon tou SoKiuiou

b. Amopdkpuvon MPOoTATEUTIKOU tape ard To SoKipLo

c. Amopdkpuvon Twv MPOoioVTIWV TN SLaPpwaong e To avtidpaaotnplo (cUpudwva pe to I1SO
8407)

d. KabBaplopodc pe amoviopévo vepod Kal atbavoln

e. ZTEYyVWUO OToV a€pa

f. Ekvéou dpwtoypddion Tou dokiuiou

g. Zuylon

h. TomoBétnon otov Enpavtipa

i. Avaluon dwtoypadiog

j- Nopatrnpnon oTo oTeEPE0CKOTILO

Apxko Bdapog (g) m;=

TeAkd Bapog (g) me=
MetaBoAn Bapoug Am =m;-m;=
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Mivakag 4.12: Mpoypauua torno¥étnong dokiuiwv oto Sadauo , Hybrid Laser — MAG+Tandem.

Xpovog t Aokipa
TP OLOVAG OTO
Sdhapo (days) Weld. Parent metal
regular interval regular interval

5 IVB2 B3 A3, VC1 IC1,IVC2
10 IB1 11B2 I1IC3, IA3 l1C2, IVA2
15 11B1 VB2 IC3, IVA1 ez, VA2
20 1 11B3 IC2, 11A2 C1, IA1
25 IVB3 11B4 VC2, IIC1 IA2, IVC3
30 IB2, 1lIB2, VB1 IA1,1IA3,IVC1, VAL

Mivakag 4.13 : Mpoypauua tortodetnong dokiuiwv oto Jadauo , Hybrid Laser — MAG+Tandem.

Xpovog t Aokipa
TP OLOVAG OTO
0aA d
oo (days) Weld. Parent metal
regular interval regular interval

5 VIB1 VIIB4 VIC4 , VIIAS VIA2, VIIC6
10 VIB6 11B2 VIAS , VIIA4 VIC3, VIIC5
15 VIIB1 VB2 VIC1, VIIC2 VIAG, VIIAL1
20 VIIB5 11B3 VICS , VIIA6 VIA4 , VIIC3
25 VIB3 11B4 VIC6, VIIC4 VIAL, VIIA2
30 VIB4 , VIIB6 VIA3, VIC2, VIIC1
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Mivakacg 4.14 : Mpoypauua tortodetnong dokiuiwyv oto Yaiauo , FCAW.

Xpovog t Aokipa
TP OLOVAG OTO
Sdhapo (days) Weld. Parent metal
regular interval regular interval

5 VilB3 XB3 VIIIA2 , IXC4 IXA1, XC1
10 IXB4 IXB2 IXA1, XA2 VIIIAL, VIIIC2
15 IXB1 VIliB4 VIIIC3, XC4 IXC3, XC2
20 XB2 VIIIB2 VIIIC1, IXC2 VIIIC4 , IXC1
25 VIIIB1 XB1 VIIIA4 , XA3 IXA4 , XA4
30 IXB3, XB4 VIIIA3, IXA2, XAl , XC3

Mivakog 4.15 : Oéoeig Sokiuiwv(dlaotacewv 50x70 mm) otig payeg.

Racks

Position A B C D
1 IVC1 A1 IIC1/1vC2 IMA3 / IVC3
2 [11B2 B2 I1A2 / IVA2 IA2 / 1IA1
3 IVB3/ IB3 VB2 lnc3 /c1 IVA1/1IC2
4 11B1/1B2 IB1/11B3 VC1/I1A3 IC2/1C2
5 VB1 11B1/VB2 vc2/Ic1 [1A3
6 VAl [IB4 IC3 / VA2
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Mivakog 4.16 : Ocoeig Sokipuiwy (Staotaoewv 100x70 mm) mavw OTLG PAYEG.

Position
E F

1 VIB3 / VIIC6 XB4
2 IXC4 / XA4 XC3
3 VIB4 VIIB1 / VIIAL
4 XA2 /IXC1 IXB1 / XC2
5 VIIAS / VIA1 VIIB5 / VIC3
6 VIIIA3 XA3 / IXA3
7 VIC5 / VIIB2 VIC4 / VIIA2
8 IXA1/ VIIIB2 IXB3
9 VIIA4 [ VIA4 VIIIA4 / XB3
10 IXC2 / IXB2 XB2 / VIIC2
11 VIA3 VIB1 / VIIB3
12 VIIIA2 / IXA4 IXA2
13 VIIB2 / VIB2 VIAS / VIIC3
14 XAl VIC2
15 VIIA6 / VIIC5 VIC1/ VIB5
16 VIIIC3 / VIIIB4 VIIIB1 / XC1
17 VIIC1 VIIC4 / VIA2
18 XC4 / IXC3 VIIIC1 / VIIIAL
19 VIIB6 -
20 VIIIB3 / XB1 IXB4 / VIIIC4
21 VIIC2 / VIA6 VIC6 / VIIB4

2TOUG TIEVTE TTAPATIAVW TIVOKEG HE KOKKLVO ¢aivovtal ta interval dokipa (autd mou mapepBaiiovral

KOTA TN OLAPKELD TOU TELPAMATOC) , UE MOUpo Ta regular mou mapapévouv oto OdAauo yla

5,10,15,20,25 nuépEC Kol He tpdoLvo ta regular mou mapapévouv oto BGAapo 6Ao to Xxpovikd Stdotnua

(30 nuépec.)
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4.8 TpLodLaotatn oAPWOn OVILKELLEVOU UE Xprion Aeukou
dopnuévou pwtag (structured white light 3D scanning) [54][55]

OL pébodol tplodlactatng aviyveuong pmopouv va SlakplBouv ce U0 opddeg , MAONTIKEG Kal
EVEPYNTIKEG. Ta AONTIKA CUCTANATA , OTIWG N KAAOOLKI) GWTOYPAUUETPLA , XPNOLLLOTIOLOUV EVTACELS TNG
£IKOVAG TIPOKELUEVOU VO QITOKTAOOUV [l TIAnpodopila yla TG SLAOTACEL TOU HETPOUHEVOU
OVTIKELPEVOU. Tal EVEPYNTIKA CUCTAHOTO , AmO TNV GAAN TIAEUPA , XPNOLUOTOLOUV akTiveg laser n
Sounuévo ¢pwg TPOKELUEVOU vo amoktrioouv TAnpodopia yla to HEyeBOC KoL TO OXNUA TOU
OVTLKELUEVOU.

H apxn Asttoupylag kot amoktnong tng mAnpodopiag evog capwth dopnuévou pwtog Baciletal otov
EVTOTILOUO TNG Mapauopdwaong evog potifou ¢pwtog , To onolo mPoBAAAETAL TAVW OTNV ETILHAVELD TOU
OVTLKELUEVOU IO YVWOTH OMTIKA Ywvia. To potifo pumopel va sival povodidotato (Ypappn N ypaupecg) n
Si8laotato (mAgypata akopo kot eAAeiPelg). Mia Kapepa tomoBeteital eAaPPWG UETOTOTILOUEVN WG
TPOG TOV TPOoBOoAEa Kal KaTaypAdeL TO OXNUA TNG YPOUUNG UTO ywvia , EVW n amootacn and Kabe
onueio eni TG ypoppng umoAoyileTal HECW HLAG TEXVLKAC TIapdpoLag TS Tplywvomnoinong. OucLaoTIKA
0 TPOPOAEQC , N KAUEPO KOL TO UTIO HEAETN QVTIKEIPEVO BplokovTal OTIG KOPUPEC EVOG TPLYWVOU (oAU
4.12).

light
shaped stripe object
object /‘/ pixel
stripe matrix
number camera

\

camera
pixel

stripe /
projector

R

| PN

triangulation base

Jxnua 4.12 : SYnuotikn avamopaotacn apxc Aettoupyiag tne uedodou aapwang Ue xprion dSounuevou wTtoc. [55]

Otav xpnolgomnoleital povoSlaotato HoTiBo tnv emipAveELX TOU QVTIKELLEVOU COPWVEL ULO YPAUUA
KaBe dpopa. Qotdoo, n tautdxpovn mPoBoAn TTOAAWY YPAUUWY Eival ypnyopdTePN Kat TiLo TIOAUTTAELPN ,
ETULTPEMOVTAG TNG Tautoxpovn ANPn moAamAwy Setypdtwy. H kdpepa Kataypddel Ty napapopdwon
Tou potifou kat €vag moAUTAokog alyoplBuog umoAoyilel tnv amdotacn and Kabe onuelo emi tng
EKAOTOTE YPAUUNG. TO EKTOMIOUA TWV YPAUUWY ETUTPETEL MLOL AKPLBN AVAKINON TWV KAPTECLOVWY
OUVTETOYUEVWVY OTO XWPO KABe AemTOpEpElag TNG EMULPAVELNG TOU OVTLKELWMEVOU. Eva onpavtikd
TIAEOVEKTN A TNG CUYKEKPLUEVNG HeBOSou eival n Taxutnta kabwg eivat Sduvatn n Tautoxpovn capwon
moAAamAwv onpeiwv f apéows 6Aou Tou ontikoU nediou. MePLKA CUCTHOTO ETUTPEMOUV AKOUA KOL TN
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OAPWON OVIIKELLEVWVY EV KIVAOEL , OE TIPOYHOTLKO XPOvo. OMwG Kol e OAEG TIG OTTIKEG HeBOdoug , oL
aVaKAQOTIKEG N SLadavelg emibaveleg mapouaotdlouv Suckoliec. To pwg avakAATal eite HOKPLA Ao TN
KAUepa eite kateuBelav MAVW OTO OMTIKO TNG oUOTNUA , KABWE KAUMUAEG emdAVELEG €XOUV TIAVTA
TLEPLOXEC TIEPAAANAEC LE TO eminedo €lkOvVAC TNG KAUEPAC. OL TPOKUTMTOUCEG OVAKAQOTIKEG KOLAOTNTEG ,
Aounov , eival 8UokoAeg oto xelplopd. Aladavelg (i nuwdladaveic) emuddveleg mpénel va emkalupBolv
pe éva Aemto otpwua adladavoug uAKoU (spray).

Téhog , eneldn n mnyn GwTtog eival PN GUVEKTIKN , N Kataypodr amo tnv KApepa dev emnpealetal ano
dawopeva speckling , aAAd n évtaon PELWVETAL SPAOTLKA PE TNV alnon TnG amdotaong amno Tnv mnyn.
Katd ouvénmelwa , n odpwon pe xpnon Sounuévou wtog Teplopiletal oe €PaPUOYEC KOVILVWV
OTOOTAOEWV.

TNV nmopoloa SUMAWUOTLKA £pyOoia £€YLVE L0 TIPWTN TPOOTABOELD amoTUNWonG , UE XPnNon tng &v
AOoyw peBodou , tng SlaBpwpévng empavelag evog Sokiuiou pe ouykoAAnon FCAW (Sokipto IXB3 ,
regular , 30 NUEPWV) HETA TNV QMOUAKPUVON TWV Tipoloviwy SlaBpwong . Emiong , xpnolpomnolnonke
aMo éva Sokiuo (Stwv Slactacewv , adol eixe appoPoAnBel , wote va ylvel po TPoomaBeLa
oUYKpPLONG Twv emdaAVELWY TPV Kol HeTd T StaBpwon (Wdavikd Ba €mpeme va peAetnBel to 1810
okplpwg Sokiplo mpwv Kal PeTd tn SaPpwon). To scanner cdpwoe KkaBe Sokiplo Eexwplotd
Snuoupywvtag éva MAEypo KaBe dopd. Itn cuvexela ta SU0 MAEypaTa ouykpiBnkav pe xprion duvo
Sladopetikwv Aoylopukwv , tou CloudCompare kat tou Rapidform XOR3. To scanner Tmou
xpnotpomnotnOnke sivat to I1Scan M300 (swkova 4.11) tng etatpeiog Imetric. Itnv ewkéva 4.12 daivetal
éva mopadelypa tou potifou mou TPoBAAAEL TO scanner Tou gpyaoctnplou. Ta amoteAéopata
napatibevral otnv napaypoado 5.4.3 .

H Swdikacio mpaypatomnotibnke oto Epyaoctiplo Katepyoowwv twv YAkwv (Mnxavoupywko &
MnxavoAoyikd Epyootdoto) tng ZxoAng MnxavoAdywv Mnyavikwv tou EMMM.

Ewova 4.11 : 3D scanner IScan 300 tn¢ etaipeiac Ewkova 4.12 : MortiBo ypauuwv rou npoBaAiet eva
Imetric.[Imetric.Swiss 3D scanning scanner AeukoU Sounpévou PwTtog.[56]
systems]
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KE®AAAIO 5 : AIIOTEAEXMATA - XYZHTHXH

Keddalao 5 : AtoteAeopata — Zultnon

5.1 Elcaywyn

Mo tn HEAETN TNG CUMTEPLPOPAG TOUG ot SLAPpwaon , Ta cuyYKoAANUEvVa Kot pn Sokipta xaAuPBa AH36
tonoBetOnkav og KAATIKO BGAANO , 0 CUVONKEC ETLTAXUVOUEVNG YApavong (KUkALkr alatovédwon),
onwg £xel nén avadepbel oto Keddhawo 4. H emefepyacia kal ta AMOTEAEOUOTA TWV UETPHOEWY

apoucLAlovtal OTLG EMOUEVEC Tapaypadouc.

MapdAAnAa Le Ta QVWTEPW, Yo TRV OAOKANPWHEVN UEAETN TOU BEpatog , Ta Sokipia eeTdoTnKkav wg
TMPOC TN UIKPOSOUN KOl TN MLIKPOOKANPOTNTA TOuC. Tol amMOTEAECUATA TWV UETPACEWV QUTWV

napoucLalovtal otnv apxn Tou kedpaiaiou.

5.2 MetaAloypadiki HEAETN SOKLUiwY

MétaAlo Baong

Oocov adopd to péToAAo Bdaong, mapatnpndnke ¢epLto-mepAtiKg UKpodoun Omwe GAWVETAL OTNY
£lKOvVeC 5.1, 5.2 . H deppltikr) Soun €xel peyoAUTePN £KTAON , TIPAYUA OVOUEVOUEVO AOYW TNG XNILKNAG
clotaong Tou xaAuBa (0.18% C). Emiong, oL KOKKoL deppltn KaL TEPALTN €XOUV EVTOVO MPOCAVATOALOUO,

Mpaypa mou odeidetal otnv mapaywylkn Siadwkacia (éAaon) tTwv gAlaopdtwv tou YGAuBa. O

TMPOCAVATOAOUOC TWV KOKKWV givat kaBetog otn SievBuvon emtBolng tou doptiou.

W Py
ety
.

e s SR,

P G Pty

SO S

(6)

Ewova 5.1: MétaAlo Baonc xaAuBa AH36.
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Ewkova 5.2 : MétaAdo Baong yaAuBa AH36.

5.2.1 ZuykoAAnon tumov FCAW

Ewkova 5.3 : Zwvn ténc kot OEZ ouykoAAnonc FCAW.
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Zwvn t™é§ng

Nepoxéc2,4,6

MEeAETWVTOC TN MLKPOSOUN TWV OUYKEKPLUEVWY TIEPLOXWV OVOLXTOU XpwuoToG (elkova 5.3)
napatnpeital ot moapouctdlouv ePPLTO-UIAVITIKA HUKPoSoun. Ol KOKKOL €XOUV XOPOKTNPLOTIKN
popdn Sevbpltwv, katL to omoio odeiletal otn ypryopn amdPuén koatd tn cuykoAnon. Emiong ,
napatnpeital tomka n umapén Belovoeldoug dpeppitn Widmastatten (eikova 5.4).

(6)
Ewkova 5.4 : Mikpoypaia {wvng tnéng ouykoAAnang FCAW yaAuBa AH36 (meploxéc 2, 4,6).

NMeployégl,3,5

MEeAETWVTAG TNG UIKPOSOUN TWV TTEPLOXWV QUTWV Babutepou xpwuatog (etkova 5.3) , mapatnpeitat ott
TaPouoLAlouv EPPLTO-UITOULVLTIKN UKPOSOUN e HeyaAUTEPa TocooTa deppitn (elkova 5.5) amo otL ot
TEPLOXEC 2 , 4, 6 . H Sladopd otn péyeBog Twv KOKKWVY 0peiAeTAL OTO YEYOVOG OTL OL TIEPLOXEG OLUTEG
udlotavral avontnon katd tn Stadikaoia TnG cuykOAANoNG .

Ewkova 5.5 : Mikpoypapia {wvng théng ouykoAAnanc FCAW yaAuBa AH36 (reptoxéc 1, 3, 5).
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Oepuikad Emnpeacpévn Zwvn (OEZ)

Mevikd n pikpodoun tng OEZ mapouotdlel LeYAAEG OUOLOTNTES UE TN HIKpoSOoUn Twyv meploxwv 1, 3,5,
™¢ Lwvng TENG. Mapatnpeital Kol 6w PePPLTO-UMALVLTIKY HIKpoSoun Kal gival epdavng n petaBaon
ard T {wvn TN otn OEZ kaBwg kat amo th OEZ oto pétallo Baong (lkovas.6).

Zwvn T8N

Ewova 5.6 : () MikpoSour Oepuikd Ennpeacuévng Zwvng ouykoAAnonc FCAW yaAuBa AH36, (8) MetaBaon and
™ {wvn téng otn BOEZ, (v) MetaBaon armo tn OEZ oto uétailo Baong.
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5.2.2 YBpdikn cuykOAAnon Laser - MAG+Tandem

Jtnv ewova 5.7 mou akoAouBei , Stakpivovtal evkoha n Twvn TAENG Kalt n OEZ tng uPpldikig
OUYKOAMNoNG. 2tn {wvn théng daivovral Eekabapa n mepLoxr mou gpyaletal to laser (Katwtepo PEPOG,
TILO OTEVO, TEPLIOU 12mm) Ka n meplox mou gpyaletol to to€o (avwtepo pépog , papditepo, mepimou
6mm) KaTd TNV eKTéAeon tnNg UPPLELKAG CUYKOAANONG.

Laser zone

Ewova 5.7 : Zwvn théng kat OEZ uBptbikri¢ auykoAAnong Laser — GMA+Tandem.
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Zavn théng

Avwrtepn neploxn tng ouykoAAnong (Arc Zone)

MeAETWVTOC TN ULKPOSOUN TOU AVWTEPOU HEPOUC TNG UBPLOLKAC CUYKOAANGNC , TG meploxng dnAadn
mou epyaletal to tandem Tto€o (elkdva 5.7) , mapatnpeital peppLro-pUnratvitikr pikpodopn. Ol KOKKoL
Bplokovtal umod tn popdn Sevdpltwv HE XaAPAKTNPLOTIKY popdoloyia taxelag otepeomnoinong (ekova
5.8).

Ewova 5.8 : Mikpodoun avwtepng meptoxnc {wvng théews , uBptdikn¢ ouykoAAnong Laser-MAG+Tandem.
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Katwtepn meploxn thg ouykOAAnong (Laser zone)

H meploxn mou gpyaletal to laser (ewkdva 5.7) , epdavilel eniong ¢pePPLTO-UMOVITIKA UKPOSOUN HE
XOPOKTNPLOTIKA SevEPLTIKA Hopdr TwV KOKKWV (elkova 5.9) . Mapatnpeital , eniong , XapaKTnELOTIKY
popdoloyia Tayeiag otepeomnoinong.

(v)

Ewova 5.9 : Mikpoboun katwtepns meptoxns {wvng tnéewc , uBptdikrc ouykoAinaong Laser-MAG+Tandem.
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Zwvn petdBaonc and laser zone o€ arc zone

Ewkova 5.10 : Mikpoboun reptoxn¢ uetaBaonc laser zone — arc zone otn {wvn thénc uBpLdiLkn¢ ocuykoAAnang
Laser-MAG+Tandem.
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Oepuikad Emnpeacpévn Zwvn (OEZ)

3TN Bepuikd ennpeacpévn {wvn, T000 otnv MepLloxn Tou togou (Ewk. 5.11), 600 Kal oTnVv MEPLOXI| TOU
laser (Ek. 5.12) mapatnpeital pey£Buvon Twv KOKKWV.

Avwrtepn neploxn uBpPLSKNC ouykOoAAnong (Arc zone)

Ewova 5.11 : Mikpodoun OEZ avwtepnc neptoxnc uBptdiknc ouykoAinong Laser-MAG+Tandem.
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Katwtepn reploxr) uBptdikic cuykdAAnong (Laser zone)

(v)
Ewova 5.12 : Mikpobdoun OEZ katwtepnc mepLoxns uBptdikn¢ ouykoAAnong Laser-MAG+Tandem.
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5.3 MKPOOKANPOMNETPOELG

OL METPAOELS WLIKPOOKANPOTNTAG Tpaypatonoldnkay ota

dla  Sokipla TOU €ylve  Kal

n

petaAloypadikr) HeEAETN , WOTE va Slakpivovtal oL TIEPLOXEC TtoU YiveTal n pétpnon kabe dopd (HéTallo

Baong, OEZ, Twvn théNg).

5.3.1 ZuykOoAAnon tumov FCAW

Kat’ apxac £ywav PHeTproslg Kotd To UPog TG cUYKOAANONG otn Lwvn téng , Le onueio avadopdg tn

pila tng cuykoAAnong. Ta anoteAéopato mapouotalovtal otov rmivaka 5.1 kot oto oxAua 5.1.

Mivakacg 5.1 : AmoteAéouara okAnpoUETPNONG Katd to UYocs tne {wvnc tnéng.

ApLOpag SoKLung AT;?;:::::U(VngnA)AzT;::n MuwpookAnpotnta HV;qg
1 0.45 176
2 0.8 175.7
3 1.15 172.8
4 15 175
5 1.85 195.6
6 2.2 192.9
7 3.28 218.7
8 3.63 208.2
9 3.98 202.3
10 4.84 194.7
11 5.19 185.2
12 5.54 187.5
13 6.69 199.2
14 7.04 219.2
15 7.39 215.2
16 7.74 208.7
17 8.09 193.8
18 8.7 190.2
19 9.05 185.2
20 9.4 180.4
21 9.75 189.1
22 11.25 201.7
23 11.95 208.5
24 12.3 216.3
25 12.65 209.8
26 13 201.4
27 13.35 208.8
28 13.7 237.5
29 14.05 229
30 14.4 218.9
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280
260
240 *
220 -
200 = A
180 gy "

160
140
120 . : : : : : :

MikpookAnpotnta HV300

Yyoc (mm)

2xnuoe 5.1 : H uikpookAnpotnta tng {wvng tnéng ouvaptnoeL TNE amooTaon oo T pila tng ouykoAAnong.

Mapatnpeital otL oL meploxég 1, 3, 5 eudavilouv PLIKPOTEPEC TWEG OKANpOTNTAG amd tig 2 , 4, 6
kot avohoyia pe TG Stadopég mou mapouolalouv Ot HLKPOdoWr , yeyovog mou odeiletal otnv
OVOTTNON TIOU €XOUV UTIOOTEL Ol TIPWTEG KATA TN OLAPKELX TNG OUYKOAANONG. TN GOUVEXELD |,
TipayOTOnoONKaV LETPAOELC LE KEVTPO TIC Sokéc 4, 8,11, 15, 20, 25 (mivakag 5.1) kot katd afova
KaBeto otn padn kabe dopad , pe wooamootacn 0.35 mm. Ta anoteAéopata ¢paivovial oTo MaAPAKATW
oxnua 5.2. MNapatnpwvtag to oxnua 5.2 , paivetal mweg oL LeyaAUTEPEG TIUEG OKANPOTNTAG Epdavilovtal
otn Lwvn t™éng (au€nuéveg oe €va MOOOOTO TNG TAENG Tou 20%) Kol LELWVOVTOL 000 Ol UETPIOELG
TPOXWPOUV Ttpo¢ Tt OEZ kat otn ouvéxela oto pEToAAo Baong. H T okAnpotntag yia tn OEZ sival
18417 HV3p, evw yla To pETaAN0 Baong 17617 HVszy . 2t Lwvn tTéNg , yla T meploxég 1,3,5 n tun
okAnpotntag elvat 18916 HVigo Kol yla T eplox£g 2,4,6 avtiotolyo 212413 HVigp . OL EPLOXEG TTOU
£xouv umootel avontnon (1,3,5) 6ev epdavifouv peyahn petofoln otn okAnpotnTa , 0 AVTIOEoN HE TIG
TEPLOXEC 2,4 ,000 OL HETPNOELS ekTelvovtal mpog T OEZ , Adyw TapopoLag HKPodounG. TEAOG , N
OKANPOTNTA OTLG AVOTTTNEVEG TIEPLOXEC TNG LwvNG TAENG epdavilel pelwon tng Taéng tou 11% oe oxéon
ME TG N avortnuévec. OAoL oL THVAKES e TIC OKANPOUETPHOELS TlapatiBevtal oto mapdptnua I

5.3.2 YBpdikn} cuykOAAnon Laser-MAG+Tandem

‘Ooov adopd otnv UBPLOIKH CUYKOAANGT , TTPAYUOTOTOLNBNKAV LETPHOELS OTNV EPLOXN TIOU £pyAleTOlL

To laser , otnv meploxn mou gpydletol To To€o (arc zone) , kKABwWC KoL oTNV TEPLOX HETAPaONG , eKEel
SnAadn mou Eekva va epyaletal to to€o. Ta anoteAéopata dpaivovral oto oxnua 5.3.
Mapatnpwvtag to oxnua 5.3 , daivetal kot apxdg ot n oKANPOTNTA UELWVETAL aloBNnTd 000 yivetal n
petaBacn mpog to HETaAo BAoNC, 0 TIHEG TNG TAENC TwV 180 HV3pp . XapOKTNPLOTLKO iVl , wWOTOOO ,
TIWC Ol HEYLOTEC TIUEG OKANPOTNTAG epdavilovial Katd tn petafacn and t {wvn TRENg otn OEZ. Ooov
adopd otnv meployn tou tofou (MAG oto oxnua) , otn {wvn tENG mopaTNPELTaL pa HEon okAnpoTnTa
™¢ TaéNg Twv 240 HV3qp Kal Katd Tn petafaocn otn OEZ n tun auth avePaivel ota 340 HV;y . Ocov
adopd otnv neploxn tou laser , otn {wvn tNENC Mapatnpeital pla LEon oKANPOTNTA TG TAENG Twv 260
HV300, eV Kata tn petafacn otn OEZ n tiun avtr avePaivel ota 320 HV;q.
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2xnue 5.3 : MetaBoAr tng okAnpotnTaG Kata UNKoG TnG TOUNG TN uBpLdikr¢ ouykoAAnong.
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5.4 Nelpapatikd omoteAéopata SOKLHWY EMLTAXUVOHEVNG YPOAVONG

To Sokiplo , UE TNV TOMOOETNON TOUG OTOV KAWMOTIKO OA&hapo , ektébnkav of OUVOAKEG
ETUTOYUVOLEVNC YNPAVONG LLE OKOTIO TN UEAETN TNG cupmepLlpopdg Toug os SlaBpwon (BA. map. 4.7). Ta
anoteAéopata apouaotdlovtol otic akoAouBeg apaypddouc.

5.4.1 MoKPOOKOTILKEG TTAPATNPNOELS

Mo TN LAKPOOKOTILKN HEAETN , Ta Sokipla dwtoypadnOnkav pe Pnodlakn pwtoypadikr LnxovA :
e TIpLV TNV TOTOOETNON TOUuG oto Balapo ahatovédwong (elkdva 5.13a)
®  IETA TNV QTTOUAKPUVOT) TOUG Qo aUTOV (ekova 5.13B) kait
®  LETA TNV QMOUAKPUVON TWV TPolovIwy dLaBpwong (elkdva 5.13y)

(a) (6)

(v)

Ewova 5.13 : (a) Aokiuto riptv tnv tonodetnaon tou oto Sadauo, (8) Aokiuto UETA TNV ATTOUAKPUVOT) TOU oTTO TO
JaAauo, (v ) Aokiuto peta tov kadapilouo tou amo ta npoiovra ¢ StaBpwong.
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5.4.1.1 MNapatnpnoeLg yla tnv entdpAavela Twv SOKLHiwV HeETAAAOU BAoNG LETA TV
OQUIMOAKPUVGCH TOUG oo to OdAapo

Mapatnpwvtag Ta Sokipa 1ou ektédbnkav oto BdAapo yia mévie (5) nUEPEG , TPOKUTTEL OTL N
ekteBelpévn empavela kKaBe Soklpiou KaAUmrtetol OAOKANPWTIKA amd Tmpoidv SlaBpwong kade
Xpwuotog. NapdAAnAa , epdavilovral KATA TOMOUC ONLELD AVOLXTOTEPOU XPWHATOC Ttou TteptBailovral
amno yplwno nepiypappa (elkoveg 5.14,5.15).

tn ouvéxela (10 nuépeg) Ta eviomiopévo autd onueia , mAnBaivouv , peydAwvouv w¢ TPOG T
SLAUETPO TOUC Kal KatoAappavouv OAo kal peyaAltepn emipdavela tou Sokipiou. MapdAnla oe
oplopéva dokipla (kupiwg interval) mapatnpeital n epdavion PIKpWVY KPATAPWY Kot dtappnyviovtal ot
TpwToL armd autoud.

Meta and mapapovy 15 nuepwv oto BdAapo , ta eviomopéva onpeio €xouv KaAlLPeL oxedov
OMOKANPWTIKA TNV eTidAveld TOU SOoKLWiou , 0 OplBUOC TwV MUIKPWY KPOTAPWY AUEAVETAL OTIWG
au&avetal kol o aplBuocg autwy ou £xouv dlappnxBel.

MeTa to Tépag Twv 20 NUEPWV , OL HIKPOL auTol KpaTAPeg evwvovtal HeTafl TOUC TIPOC TO OXNUOTIOUO
peyaAUtepwy , N mMAeloPnodio Twv omoilwv £xel StappnyOet.

H cuvévwon Twv JUIKPWV KpATHPpwV o€ HEYOAUTEPOUG KaL N SLappnén Toug e€eAlooeTal £WG KoL TO TEAOG
TOU TIELPAUATOC , ATOKAAUTITOVTOC EMAAANAC OTpWHATA TIPOLOVTIWY SLABpwaonc. Ta aVWTEPA OTPWHOTA
TWV PolovIwy SLaPpwong eival eUBpUTTA KAl armopakpUvovtal eUKoAa amo To Sokiplo.

Juykpivovtag ta Sokipla mou tonoBetnOnkav ano tv apxn oto 6dAapo cludbwva LE TO TPOYPOULA
(regular) pe autd mou tomoBetOnkav oto BaAapo petayevéotepa (interval) , yla Toug iSloug xpovoug
mapapovng, mapatnpeital nwg to dpawvouevo eeliooetal pe peyalltepn toxutnta ota devtepa. H
Sladopad sival cadeotepn yla Ta SOKIpLA TTOU TTOPOUEVOUV 0TO BAAAUO YL LKPO XPOVLKO Slaotnua , o€
SL0.POPETIKEC XPOVIKEC OTYUEG , TLY. 5 NUéEPEG (0-5 kat 25-30) kot 10 nuépeg (0-10 kat 20-30).
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Regular Interval

(VIIA5) 5 HMEPES

(VIIA4) 10 HMEPES (VIIIA1) 10 HMEPES

(VIC1) 15 HMEPEX (XC2) 15 HMEPEZ

Ewova 5.14 : Juykpion entpavelwy StaBpwuévwy Sokiuiwy uetaidou Baong reqular — interval , yia Stapopetikous
xpovouc ékdeanc (5,10,15 nuepwv).
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Regular Interval

(XA1) 30 HMEPEZ (XC3) 30 HMEPEZ

Ewova 5.15 : Suykpion entpavelwy StaBpwuévwy Sokiuiwy uetaidou Baong regular — interval , yia Stapopetikous
xpovouc ékdeanc (20,25,30 nuepwv). Ta dokiuta 30 nuepwyv givar oAa regular.
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5.4.1.2 MapatnpnoeLg yla tnv entpAavela Twv SOKLHiWV LETAAAOU BAonG LETA TRV
OMOMAKPUVON TWV MPOoIloVIwY SLafpwong

H amopdkpuvon twv mpoiloviwv tng Slafpwong amo tnv emnidpavela Twv Sokipiwv (BA. map. 4.7.6)
amokaAurttel tn popdoloyia tng StaBpwong. H popdn tng dtaBpwong mou mapatnpeital TpocopoLdlsL
pe ekelvn tng SlaPpwoncg pe Beloviopoug (pitting corrosion). OL Behoviopol e€ehiooovtal KaTd TO
TAQTOC , EVWVOVTAL Pe SuTAava onpela evtomiopévng dLaBpwaong oxnuatilovtag HeyaAUTEPEG MEPLOXES ,
eVW tautoxpova Babaivouv dnuioupywvtog TeAkd Kol\otnteg. To BABOC Twv KoWoTATWY audvetal
000 AUEAVETOL O XPOVOG TIOPOUOVAG TWV SOKLUiwY oTo BaAapo.

Mapatnpnbnke , emiong, OtL Ta Mpoiovta NG SLABPWaCNE ApXLKA OMOUAKPUVOVTAL e EUKOALA amd TV
emudpavela tou Sokiuiou , Opwe n SuokoAia aufavetal 600 aufAveTal o XpOVoC MAPAUOVAG TOU SOKLLLoU
oto BdAopo. Eival mpodavég OTL 600 aUEAVETAL O XPOVOG MAPAUOVAC Ta Tpoidvta TnG Slafpwang
gudavilouv Loxupdtepn CUVADELD E TO UTIOOTPpWHA , £€aLTiOC KL TNG TPOKUMTOU GO LopdoAoyiog tng
emupavelag (LeyaAutepn TPaxUTNTA, KOWOTNTEG). XapakTnplotikd mapddetypa elvat 0Tl ta Sokipia mou
mapépevay oto BAalapo 5 nuépeg xpetdotnkayv 40 — 45 Aentd yla Tov KaBaplopo thg melpaveldg Toug,
EVW yLa To SokipLa TTou mapépetay oto BaAapo yio 30 NUEPEG XPELAOTNKAY £WE KaL 6 - 7 WPEC.

Regular Interval

(VIIA5) 5 HMEPES (XC1) 5 HMEPES

(VIIA4) 10 HMEPEX (VIIA1) 10 HMEPEX
Ewkova 5.16 : Zuykpton enwpavelwv dokiuiwv uetaAdouv Baong regular — interval peta tnv amouakpuvon Twv

npolovtwy StaBpwanc, yla SLapopeTikous xpovoug ekdeone (5,10 nuepwv).
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Regular Interval
(VIC1) 15 HMEPEZ (XC2) 15 HMEPEZ.
(VINnc1) 20 HMEPEZ (IXC1) 20 HMEPEZ

(VIIC4) 25 HMEPEX (IXA4) 25 HMEPEX

Ewova 5.17 : Zuykpton enwpavelwv dokiuiwv uetaAdouv Baong regular — interval ueta TNV amouakpuvon Twv
npoidvtwy SLaBpwanc, yLa SLapopeTikoU¢ xpovouc Ekdeanc (15,20,25nuepwv).
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(XA1) 30 HMEPEX

(XC3) 30 HMEPES

Ewova 5.18 : Juykplon enipavelwv Sokiuiwy uetaAdouv Baong (regular 30 nUEPWV) UETA TNV ATTOUAKPUVON TWV
npoiovrtwy StaBpwanc.
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5.4.1.3 MapatnpnoeLg yla tnv eNtAVELA TWV SOKLUIWV LE GUYKOAANON HETA TNV
OQMOMAKPUVON TOUG amo To OaAapo

MNapatnpeital mwg n €€€AEn tng dlaPpwong ota dokipla pe ocuykoAAnon akohouBel tnv dla mopeia
OMW¢ KoL oto Sokipto petdAAou Bdonc. NapatiBevial otn CUVEXELD OL ELKOVEC TWV SOKLUIWY , OTIWG
auta epdavifovral PHetd tnv €kBeon oto Bdlapo alatovédwong.

Aokipa e cuyk6AAnon FCAW

Regular Interval

Wols, W0

(VIIIB3) 5 HMEPES

(1XB4) 10 HMEPEX (IXB2) 10 HMEPEZ

Ewkova 5.19 : Suykpion enwpavelwv dtaBpwuévwy Sokiuiwy (regular-interval) ue cuykoAAnan FCAW, yia

SLaopeTIkoUS xpovoug Ekdeanc (5,10 nuepwv).
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134

Regular Interval

(IXB1) 15 HMEPEZ (VNiB4) 15 HMEPEZ

L

(VIIIB1) 25 HMEPEZ (XB1) 25 HMEPEZ

Ewova 5.20 : Zuykpion enwpavelwv dtaBpwuévwy Sokiuiwy (regular-interval) ue ouykoAAnon FCAW, yia
Slapopetikoug xpovoug ékBeong (15,20,25 nuepwv).
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(XB4) 30 HMEPES

Ewkova 5.21 : Suykpion enipavelwv StaBpwuevwy dokiuiwv (regular 30 nuepwv) pe ouykoAAnon FCAW.
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YBpLdikn cuykOAAnon Laser-MAG+Tandem

Regular

(VIB1) 5 HMEPEZ

(1B1) 10 HMEPES

(VIIB1) 15 HMEPES (VIB5) 15 HMEPEZ

Ewova 5.22 : Zuykpion enipavelwv dtaBpwuevwy dokwuiwy (regular-interval) ue uBpidikn cuykoAAnon Laser-
MAG+Tandem , yia SLa@opetikous xpovous ékdeong (5,10,15 nuepwv).
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Regular Interval

(VIIB5 20) HMEPEX (VIB2) 20 HMEPEZ

(VIB3 25) HMEPES (VIIB3) 25 HMEPEZ

(VIB4) 30 HMEPES (11B2) 30 HMEPES

Ewova 5.23 : Juykplon enpavelwv StaBpwuévwy Sokiuiwv (regular-interval) ue uBpidikr ouykoAAnon Laser-
MAG+Tandem , yia StapopetikoUg xpovoug ékdeanc (20,25,30 nuepwv). Ta dokiuta 30 nuepwv eivat OAa regular.
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5.4.1.4 MNapatnpnoeLg yla TV eNLPAVELA TWV SOKLUIWV LE CUYKOAANON HETA TV
OQMOMAKPUVON TWV NMPOoIOVIWY SLafpwong.

JTLG ELKOVEC IOV 0KoAouBouv , mapouotalovtal Ta SokipLa e cUYKOANCN HETA TNV £kBeon TOug amo
T0 OGAOMO KOl HETA TNV AMOUAKPUVON TWV TTPoioviwy Stafpwong.

Aokipa pe cuykOAAnon FCAW

Regular Interval

(VIiB3) 5 HMEPEX (XB3) 5 HMEPEZ

(IXB4) 10 HMEPES (IXB2) 10 HMEPES

Ewkdva 5.24 : Zuykpton enipavelwv dokiuiwy (regular — interval) pue ouykoAAnon FCAW yia StaupopeTikoUg xpovoug
é€kFeong (5,10 nuePWVY), UETA TV ATTOUAKPUVGH TWV Ipoiovtwy StaBpwaonc.
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Regular Interval

(IXB1) 15 HMEPEZ (VIliB4) 15 HMEPEZ

(XB2) 20 HMEPEZ (VNiB2) 20 HMEPEZ

(VIIIB1) 25 HMEPES (XB1) 25 HMEPES

Ewova 5.25 : Juykpion enipavelwyv dokipiwy (regular — interval) pe ouykoAAnon FCAW yia StapopetikoU§ xpovous
gkOeonc (15,20,25 nuepwv), UeTA TNV AIOUAKPUVON TWV TTpoloviwy StaBpwang.
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(IXB3) 30 HMEPES

(XB4) 30 HMEPES

Ewkova 5.26 : Zuykpton Sokiuiwv (regular 30 nuepwv) ue cuykoAAnan FCAW LETA TNV aITOUAKPUVAN TWV MPOIOVTWY
StaBpwoang.
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Aokipa e uBpLSIKA ouykOAAnon Laser-MAG+Tandem

Regular Interval

(VIB1) 5 HMEPEX (ViiB4) 5 HMEPEZ

(1B1) 10 HMEPES (VIIB2) 10 MEPES

(VIIB1) 15 HMEPES (VIB5) 15 HMEPES

Ewova 5.27 : Zuykpion dokiuiwv(regular — interval) ue uBptdikn ouykoAAnon Laser-MAG+Tandem yia
SLapopetikoUs xpovoug ékdeanc (5,10,15 nuepwv) , LETA TNV ATTOUAKPUVGH TWV IPoiovTwy StaBpwaong.
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Regular Interva

(VIIB5) 20 HMEPES (VIB2) 20 HMEPES

(VIB3) 25 HMEPEX (VIIB3) 25 HMEPEX

(VIB4) 30 HMEPES (11B2) 30 HMEPES

Ewkova 5.28 : Suykptan Sokiuiwv(regular — interval) ue vBptdikr) ouykoAAnon Laser-MAG+Tandem yio
SLaopeTIkOUG xpovougs ekdeanc (20,25,30 nUEPWV) , UETA TNV AITOUAKPUVON TWV Mpoiovtwy StaBpwong. Ta
Sokiuta 30 nuepwv eivat OAa regular.
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Ao TNV mapatipnon Twv SOKLLIWV TPOKUTTEL , EK TIPWTNG OYPEWS , OTL TO Ppatvopevo eEehicosTal otnv

eMLPAVELA TOU SOKLUIOU KATA TPOTMO avAAOYO HE €KEVO Twv SOoKLUIWY Xwpic ouykOAAnon. Eldikotepa ,

uropoUV va yivouv ot e€N¢ mapatnprnosLg :

Jto Sokipla mou €xouv Tapapeilvel oto BAAapo ylo HEYAAOUC XPOVOUG , TAPATNPELTAL N
eUdavion PEYAAWY KPOTHPWV Kol KOWOTATWY TOG0 0TO UETAANO GUYKOAANONG 000 Kal OTO
pETaAlo Baong Tou Sokuuiou.

Jto Sokipla e gUYKOAANON TOEOU TTaPATNPELTAL LA TILO OUOLOUOPdN KOTAVOLN TWV KPATHPWY
07O PETAANO OUYKOAANGNG o€ oX€on Ue To WETAANO Bdong Tou Sokiuiou.

2ta Sokipla pe cuykoAAnon téfou mou mapéuevav oto Bdlapo yia 15 kat 20 nuépeg , Kabwg
Kal yla To avtiotolyo dokipo interval mou mapépelve oto BaAapo yla 25 nuépes , dpaivetal va
£xeL mpooPAnBel n Oepuikd Emnpeacpévn Zwvn T cuykoAAnong (Stakpivetal elkoAa pe TLo
OKOUPO XPWHO OE OXECN LUE TO UTTOAOLTTO SOKI|LO).

H mponyoUuevn mapatpnon wyvel yio OAa ta Sokipta e uBpLSLIKr) cuykoAAnon. Ita dokipa
TIOU TIOPEUELVAV OTO BANAUO YLO KPOUG XPOVoug Sev £XeL TOOO EVTOVO XPWHA , WOTOCO AUTO
oAAGLeL yia xpovoug 15 €wg 30 nuepwv (glkdva 5.29).

Aev pmopel va yivel kotavont HE aUTOV ToV TPOTO N aAANnAenmidpacn tou HETAAAOU
OUYKOA\NONG KAl Tou PeTAAAoOU BAong otn cupnepldopd tou dokipiouv otn StaBpwan. Mapott,
HE TNV €€EALEN TOU TIELPAUATOC , KPOTNPEC MOPATNPOUVTAL KOL OTO HETOAAO GUYKOAANGNG Kal
oto pETalo Baong dev gival cadEg mou cupPaivel n évapén Tou GalvouEvou , LE IO puBUO
e€eliooetal o kABe pla amod TG mpoovadepBeiosg MeEPLOXEG Kal TEAKA TIOU QVOUEVETOL h
peyaAUtepn SlaBpwon.

Ewkova 5.29 : Toun ouykoAAnonc Sokiuiou Le uBpidikn ouykoAAnan (20 nuépeg, interval) UeTd TV amoudkpuvan

Twv npoiovtwv dtaBpworng.
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5.4.2 Metpnosel anwlslag Bapoug

JTNn OUVEXELO TIAPOUCLAOVTAL TA QTTOTEAEOUOTO TWV TEIPAPATIKWY UETPACEWY anmwAslag Bapoug ,
OTWG aUTEC meplypddnkav otnv mapdypado 4.7. Ta Sokipa mou TtomoBetnBnkav oto OdAapo
oAatoveédwaong tav cuvoAllka 108 :

e 37 Sokipla pe ouykoAnon (12 pe ouykOAAnon tumou FCAW kat 25 pe uBpLdikry cuykoAAnon
laser-MAG+Tandem)
e 71 dokipta petdiAou Baong

MNapatiBovrtal otn cuvéxela ek véou ol mivakeg 4.12 , 4.13, 4.14 ywa tnv apTIOTEPN TTapouaciacn Twy
OMOTEAECUATWV.

Mivakacg 4.12: Mpoypauua tomo¥étnong dokiuiwv oto Sadauo , Hybrid Laser — MAG+Tandem (50x70mm).

Xpovog t Aokipa
TP OLOVAG OTO
Sakapo (days) Weld. Parent metal
regular interval regular interval

5 IVB2 IB3 A3, VC1 IC1, IVC2
10 IB1 11B2 IIC3, IA3 l1C2, IVA2
15 11B1 VB2 IC3, IVA1 ecz2 , VA2
20 Bl 11B3 IC2, 1IA2 Cci1, A1
25 IVB3 11B4 VC2,I1IC1 1A2, IVC3
30 IB2, 1lIB2, VB1 IA1,1IA3,IVC1, VAl
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Mivakacg 4.13 : Mpoypauua tortodetnong dokiuiwv oro BaAauo , Hybrid Laser — MAG+Tandem (100x70mm).

Xpovog t Aokipa
TP OLOVAG OTO
Bdhapo (days) Weld. Parent metal
regular interval regular interval

5 ViB1 VIIB4 VIC4, VIIAS VIA2 , VIIC6
10 VIB6 11B2 VIAS , VIIA4 VIC3, VIIC5
15 VIiB1 VB2 VIC1, VIIC2 VIAG6 , VIIAL
20 VIIBS 11B3 VIC5, VIIA6 VIA4 , VIIC3
25 VIB3 11B4 VIC6, VIIC4 VIAL, VIIA2
30 VIB4, VIIB6 VIA3, VIC2, VIIC1

Mivakacg 4.14 : Mpoypauua tortodetnonc dokiuiwv oto BaAauo , FCAW (100x70mm).

Xpovog t Aokipa
TP OLOVAG OTO
Sdhapo (days) Weld. Parent metal
regular interval regular interval

5 VIIIB3 XB3 VIIIA2 , IXC4 IXAl, XC1
10 IXB4 IXB2 IXA1, XA2 VIIIAL, VIIIC2
15 IXB1 VIIIB4 VIIIC3, XC4 IXC3, XC2
20 XB2 VIIIB2 VIIIC1, IXC2 VIIIC4 , IXC1
25 ViliB1 XB1 VIIIA4 , XA3 IXA4 , XA4
30 IXB3, XB4 VIIIA3, IXA2, XAl , XC3

145




KE®AAAIO 5 : AIIOTEAEXMATA - XYZHTHXH

ZTOUG MOPOTIAVW TIVAKEG , OTIWG EXEL poavadepOel otnv napdypado 4.7 , Ye KOKKIVO daivovtal Ta
interval dokiptla (autd mou mapeuBAaAAovtal Katd T SLAPKELX TOU TIELPAMOTOC) , UE Havpo Ta regular
TIoU Ttapapévouy oto BaAapo ywa 5,10,15,20,25 nuéPEG Kal Pe TTPACLVO Td regular mou MopapéVOUV OTo
BaAapo 6Ao to xpoviko Staotnua (30 Nuépeg.) H tomoBetnon Twv Sokiuiwyv péca oto BAahapo £yve €tal
wote SladopeTikd Sokipa vo Tapapévouy yla tov 8lo xpovo péca oto BAAauo yla SLadopeTIKES
XPOVLKEC OTLYHEG TOU OUVOALKOU melpapatog (BA. map. 4.7.5). Me tov Tpomo autd pmopet va eheyxBel n
SlaBpwtikOTNTA TOU BAAAPOU KOl TOU KPAUATOC, KaBw¢ emiong Kal vo UTIAPXEL emovaAnLuotnta ota
anoteAéopata (mivakeg 4.12 , 4.13 , 4.14). Inueuwvetal OtL ta dokipla mou Ba mapéuevayv oto BaAapo
yla Tnv 8La xpovikn Slapkela, TonobetnBnkav os SladopeTikég BEoelg mavw otic payeg (BA. map. 4.7,
niivakeg 4.15, 4.16).

OL TIELPAUATIKEG HETPAOELS , OMWG Teplypddnkav otnv mapaypado 4.7.6 , €édwoav amoteAéopota
OXETIKA ME TNV amwAsla Bapoug Twv Sokiwv. amd tnv emefepyooia TwV OMOTEASCUATWY QUTWV
umoAoyiotnke o puBbuOG SLABpwonG Twv Sokipiwv Kat To Baboc tng Stappwong.

Eldikotepa , cOpPpwva pe to ASTM G31-72 , 0 puBpog SLaBpwong mpokUTTeL arnd Tov € ¢ TUTO :

KxW

PuBuodg SaPpwong = m

Ormovu :

K : otaBepd (avdloyo pe T povddo pétpnong tou pubuol StdBpwonc ) , ion pe 8.76 x 10° ya
umoAoylopd o mm/year

W : n anwAeta palog (g) ue akpipeta xth\tootol Tou g

A : n emuddvela €kBeong (cm?) (pe akpipela 0.01cm?). H emubdvela €kBeong umoloyiotnke yla K&Oe
Sokiplo, Bewpwvtag to mMapaAANAOYPAUUO LE TIAEUPEG LOEG LE TO LECO OPO TwV SU0 TMAeupwv. Na kAbe
oUYKOANUEVO SOKipo peTpnBOnke , péow emefepyaciag elKOVWY amd TO OTEPEOCKOTILO , TO UIKOG TOU
TOEOU TNG OUYKOAANGONG Kal yla To gpupado abpoiotnkav ta euPfadd tng emdpavelag tng {wvng TAENG
(padn) kattou unmtdAounou Sokiuiou (OEZ kat MB).

T : xpbvog €kBeong og WPEC

D : mukvoTnTa Tou XdAuBa (ion pe 7.86 g/cm’)

YOpdwva pe to ISO 14993 pmopel va umoloyloBei to BABog tng SLdBpwong os cuvaptnon Ue TN

peTaBoAn tng palag. AnAadn :

Bafog 516 w
éBog daPpoong = ——
AxD

W : n anwAela pafog (g) pe akpifela xIAlootou tou g
A: n emdbdvela €kBeonc (cm?) (pe akpiBeta 0.01cm?), OTwC AVWTEPW
D : mukvoTnTa Tou XdAuPBa (g/cm?) ~ 7,86 g/cm’

146



KE®AAAIO 5 : AIIOTEAEXMATA - XYZHTHXH

Ytou mivakeg 5.2, 5.3, 5.4 mapouoldlovtal T AMOTEAECUATA YLa Ta SOKIULa LE GUYKOAANGHN KOl 0TOUG

mivakeg 5.5, 5.6, 5.7 Ta anoteAéopata yia ta Sokipa LeTaAou Baonc. 2 kABe mivaka napouactaleTat

TO apXKO BApog Twv Sokuiwv , To TEAKO BApog Toug, N anwAela Bapoug ot (g) kaL o€ % MOCooTO , 0

XPOVOG £KBeONC 0 WPEC , KUKAOUC KoL NUEPEG , N eKTEOLUEVN emidavela , To BaBog SLafpwaonc Kot TEAOG

0 puBuoc SlaBpwonc kabe Sokipiou.

Mivakacg 5.2 : AmoteAéouata SokUwV EMTAXUVOUEVNC ynpavong yia Sokiuta ue vBptdikn auykoAAnon.

1 VB2 r 504,442 | 501,973 | 2,469 119 15 5 70,092 44,815 3,299 0,489
2 B3 i 503,588 | 502,019 1,569 120 15 5 25,743 77,544 5,661 0,312
3 B1 r 504,466 | 498,396 6,07 233 29 10 70,238 | 109,950 4,134 1,203
4 11B2 i 502,104 | 499,17 2,934 238 30 10 26,034 | 143,383 5,277 0,584
5 [1B1 r 502,898 | 494,985 | 7,913 331 41 14 69,507 | 144,840 3,833 1,573
6 VB2 i 510,352 | 504,69 5,662 359 45 15 34,344 | 209,747 5,118 1,109
7 111B1 r 504,52 | 493,276 | 11,244 452 57 19 70,120 | 204,014 3,954 2,229
8 1IB3 i 501,869 | 490,655 | 11,214 457 57 19 69,117 | 206,420 3,957 2,234
9 IVB3 r 506,709 | 491,347 | 15,362 570 71 24 69,615 | 280,753 4,315 3,032
10 11B4 i 500,985 | 488,445 12,54 572 72 24 68,344 | 233,438 3,575 2,503
11 B2 r 506,24 | 490,381 | 15,859 691 86 29 69,456 | 290,498 3,683 3,133
12 VB1 r 510,925 | 498,055 12,87 691 86 29 69,501 | 235,595 2,987 2,519
13 B2 r 509,073 | 492,008 | 17,065 691 86 29 69,275 | 313,407 3,973 3,352
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Mivakacg 5.3 : AmoteAéouata SoKUWVY EMTAXUVOUEVNC ynpavong yia Sokiuta ue vBptdikn ouykoAAnon.

1 ViB1 962 960 2 116 15 5 48,603 52,353 3,954 0,208
2 VIIB4 962 959 3 104 13 4 52,439 72,785 6,131 0,312
3 VIB6 723 721 2 229 29 10 29,538 86,144 3,295 0,277
4 VIIB2 951 945 6 213 27 9 54,367 | 140,407 5,774 0,631
5 ViiB1 966 959 7 326 41 14 47,975 185,635 4,988 0,725
6 VIB5 982 973 9 365 46 15 51,624 | 221,804 5,323 0,916
7 VIIB5 962 954 8 478 60 20 43,133 | 235,973 4,325 0,832
8 VIB2 973 964 9 462 58 19 49,502 | 231,312 4,386 0,925
9 VIB3 978 966 12 587 73 24 49,325 | 309,520 4,619 1,227
10 VIIB3 969 959 10 575 72 24 46,706 | 272,398 4,150 1,032
11 ViB4 967 954 13 691 86 29 44,577 | 371,028 4,704 1,344
12 VIIB6 677 667 10 691 86 29 33,405 | 380,865 4,828 1,477

Mivakag 5.4 : AmoteAéouata SOKLUWY EMITAXUVOUEVNG ynpavong yLa Sokiuta pue ouykoAAnon FCAW.

1 VIIIB3 704 702 2 116 15 5 50,887 50,004 3,776 0,284
2 XB3 688 685 3 104 13 4 59,450 64,202 5,408 0,436
3 IXB4 688 684 4 229 29 10 56,511 90,054 3,445 0,581
4 IXB2 694 689 5 213 27 9 54,696 | 116,303 4,783 0,720
5 IXB1 683 678 5 326 41 14 49,332 | 128,950 3,465 0,732
6 VIIIB4 689 682 7 365 46 15 52,122 | 170,866 4,101 1,016
7 XB2 679 672 7 478 60 20 46,010 | 193,562 3,547 1,031
8 VIIIB2 684 675 9 462 58 19 51,090 | 224,122 4,250 1,316
9 VIIIB1 705 696 9 587 73 24 45,396 | 252,234 3,764 1,277
10 XB1 675 664 11 575 72 24 50,528 | 276,975 4,220 1,630
11 IXB3 685 674 11 691 86 29 48,457 | 288,811 3,661 1,606
12 XB4 666 656 10 691 86 29 45,541 | 279,364 3,542 1,502
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Mivakag 5.5 :

AmtoteAéouata SOKIUWY ETUTAYUVOUEVNGS yHpavanc yia dokiuta uetaiiou Baong.

1 A3 484,18 | 481,95 2,23 119 15 5 66,769 42,492 3,128 0,461
2 VC1 511,622 | 509,66 1,962 119 15 5 70,041 35,639 2,624 0,383
3 IC1 484,234 | 482,903 1,331 120 15 5 26,076 64,940 4,741 0,275
4 IVC2 484,466 | 482,858 | 1,608 120 15 5 26,660 76,737 5,602 0,332
5 A2 486,804 | 480,942 | 5,862 233 29 10 67,410 | 110,637 4,160 1,204
6 I1C3 481,637 | 475,919 | 5,718 233 29 10 66,163 | 109,952 4,134 1,187
7 [1c2 483,946 | 481,118 | 2,828 238 30 10 25,707 | 139,960 5,151 0,584
8 IVA2 502,209 | 498,655 | 3,554 238 30 10 28,659 | 157,774 5,807 0,708
9 IC3 487,72 | 480,566 | 7,154 331 41 14 66,301 | 137,279 3,633 1,467
10 IVA1 487,596 | 479,416 8,18 331 41 14 65,808 | 158,144 4,185 1,678
11 mc2 502,684 | 497,496 | 5,188 359 45 15 35,527 | 185,790 4,533 1,032
12 VA2 495,753 | 490,525 | 5,228 359 45 15 34,538 | 192,584 4,699 1,055
13 IC2 484,89 | 474,288 | 10,602 452 57 19 67,952 | 198,500 3,847 2,186
14 A2 499,621 | 487,46 12,161 452 57 19 69,885 | 221,391 4,291 2,434
15 A1 486,502 | 475,144 | 11,358 457 57 19 68,225 | 211,805 4,060 2,335
16 nci 485,556 | 473,785 | 11,771 457 57 19 68,124 | 219,831 4,214 2,424
17 lci 482,707 | 467,91 14,797 570 71 24 67,592 | 278,519 4,280 3,065
18 VC2 497,529 | 484,59 12,939 570 71 24 68,992 | 238,606 3,667 2,601
19 IA3 483,538 | 470,855 | 12,683 572 72 24 66,401 | 243,011 3,722 2,623
20 IVC3 493,456 | 479,097 | 14,359 572 72 24 67,789 | 269,488 4,127 2,910
21 A1 485,458 | 469,617 | 15,841 691 86 29 68,435 | 294,496 3,733 3,263
22 A3 483,237 | 469,275 | 13,962 691 86 29 67,981 | 261,298 3,313 2,889
23 IVC1 482,162 | 467,463 | 14,699 691 86 29 67,768 | 275,957 3,498 3,049
24 VAl 489,703 | 477,12 12,583 691 86 29 68,038 | 235,293 2,983 2,570
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Mivakoag 5.6 : AmoteAéouata SOKLUWY ETUTAYUVOUEVNG yripavong yia Sokiuta uetaAdou Baong.

1 ViCca r 932 930 2 116 15 5 47,312 53,782 4,061 0,215
2 VIIAS r 943 941 2 116 15 5 47,259 53,842 4,066 0,212
3 VIA2 i 938 935 3 104 13 4 52,507 72,691 6,123 0,320
4 VIIC6 i 669 667 2 104 13 4 36,935 68,892 5,803 0,299
5 VIAS r 943 939 4 229 29 10 43,221 | 117,744 4,504 0,424
6 VIIA4 r 941 937 4 229 29 10 43,945 | 115,805 4,430 0,425
7 VIC3 i 938 932 6 213 27 9 53,341 | 143,110 5,886 0,640
8 VIIC5 i 924 918 6 213 27 9 50,581 | 150,919 6,207 0,649
9 VIC1 r 949 943 6 326 41 14 46,453 | 164,331 4,416 0,632
10 VIiC2 r 938 933 5 326 41 14 44,289 | 143,632 3,860 0,533
11 VIA6 i 725 719 6 365 46 15 39,130 | 195,083 4,682 0,828
12 VIIAL i 962 954 8 365 46 15 50,740 | 200,594 4,814 0,832
13 VIC5 r 936 929 7 478 60 20 44,686 | 199,300 3,652 0,748
14 VIIA6 r 655 650 5 478 60 20 30,762 | 206,795 3,790 0,763
15 VIA4 i 942 933 9 462 58 19 49,548 | 231,098 4,382 0,955
16 VIIC3 i 938 930 8 462 58 19 48,357 | 210,479 3,991 0,853
17 VIC6 r 715 707 8 587 73 24 36,749 | 276,965 4,133 1,119
18 VIIC4 r 930 922 8 587 73 24 46,750 | 217,714 3,249 0,860
19 VIA1 i 956 946 10 575 72 24 48,720 | 261,138 3,978 1,046
20 VIIA2 i 920 910 10 575 72 24 47,688 | 266,791 4,065 1,087
21 VIA3 r 939 930 9 691 86 29 45,900 | 249,464 3,163 0,958
22 VIC2 r 933 922 11 691 86 29 46,999 | 297,770 3,775 1,179
23 VIIC1 r 950 938 12 691 86 29 46,861 | 325,796 4,130 1,263
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Mivakoag 5.7 : AmoteAéouata SOKLUWY ETUTAYUVOUEVNG yripavong yia Sokiuta uetaAiou Baong.

1 VIIIA2 r 662 660 2 116 15 5 43,876 57,993 4,379 0,302
2 IXC4 r 661 659 2 116 15 5 46,385 54,857 4,143 0,303
3 IXA3 i 656 653 3 104 13 4 54,720 69,751 5,875 0,457
4 XC1 i 659 656 3 104 13 4 54,179 70,448 5,934 0,455
5 IXAl1 r 661 658 3 229 29 10 42,657 89,477 3,423 0,454
6 XA2 r 653 649 4 229 29 10 43,510 | 116,963 4,474 0,613
7 VIIIAL i 677 671 6 213 27 9 55,083 | 138,583 5,699 0,886
8 VIIIC2 i 653 648 5 213 27 9 52,629 | 120,872 4,971 0,766
9 VIIIC3 r 678 672 6 326 41 14 45,815 | 166,618 4,477 0,885
10 XC4 r 652 647 5 326 41 14 43,672 | 145,661 3,914 0,767
11 IXC3 i 666 658 8 365 46 15 54,000 | 188,484 4,524 1,201
12 XC2 i 659 653 6 365 46 15 52,936 | 144,203 3,461 0,910
13 ViliC1 r 673 666 7 478 60 20 44,805 | 198,769 3,643 1,040
14 IXC2 r 666 659 7 478 60 20 45,209 | 196,994 3,610 1,051
15 VIIIC4 i 668 659 9 462 58 19 49,280 | 232,354 4,406 1,347
16 IXC1 i 670 661 9 462 58 19 47,624 | 240,436 4,559 1,343
17 VIIIA4 r 667 658 9 587 73 24 44,194 | 259,093 3,867 1,349
18 XA3 r 658 649 9 587 73 24 43,605 | 262,593 3,919 1,368
19 IXA4 i 660 650 10 575 72 24 50,750 | 250,691 3,819 1,515
20 XA4 i 646 635 11 575 72 24 50,649 | 276,312 4,210 1,703
21 VIIIA3 r 666 656 10 691 86 29 47,153 | 269,819 3,421 1,502
22 IXA2 r 664 656 8 691 86 29 45,837 | 222,050 2,815 1,205
23 XAl r 660 650 10 691 86 29 46,050 | 276,281 3,502 1,515
24 XC3 r 663 653 10 691 86 29 47,233 | 269,357 3,415 1,508
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PuBudog S1aBpwong ya Sokipa e uBpLdik cuykOAAnon Laser-MAG+Tandem
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Jxnua 5.4 : MetaBoAn tou puduou StaBpwong yia dokiuta pe uBptdikn ouykoAAnon Laser-MAG+Tandem.
PuOuag StaBpwong yia Sokipa pe uBpLdikn cuykOAAnon laser-tdé§ou
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Zxnua 5.5 :MetaBoAn tou puBuou diaBpwonc yia dokiuta ue ouykoAinan FCAW.
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PuBudg S1aBpwong ya Sokipa e cuykoAAnon
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Zxnua 5.6 : MetaBoAn tou puduou StaBpwaonc yia Sokiuta e cuykoAinon.
PuBudg SLaBpwong ya Sokipa petaAlou Baong
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2xnua 5.7 : MetaBoAn tou puduou StaBpwong yia dokiuta puetaAiov Baong.
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PuBudg staBpwaong (mm/year)

PuBpuog 1aBpwaong Tou CUVOAOU TV SOKLHIWY

M Regular Hybrid Welded
O Interval Hybrid Welded
A Regular Arc Welded
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Jxnuoe 5.8 : MetaBoAr tou puduou §taBpwaong Tou ouvoAou Twv SOKLUIwWV.

AT Toug Tivakeg 5.2 €wg 5.7 Kal amo to dtaypappato 5.4 £€wg 5.8, TPOKUTITEL OTL :

154

O puBbuodg SLaBpwaong Twv Sokipiwv yevikd kupaivetat petafd 3-5 mm/year. Ma okipta interval
UE HLKPOUG Xpovouc €kBeong (€wg 30 KUKAOUG) N TLUA OVEPXETAL £WG KAl 6 mm/year.

Toug uPnAdtepoug puBuolg Slappwong eudavilovv ta interval Sokipla pe pKpoUG XpOVOUG
£kBeonc (10,30 kUKAoL £kBeonc).

Ta Sokipa mou dpépouv UPBPLEIKEG cuyKOAANOel mapouolalouv uPnAdTePeG TIWES puBbuolg
S1aBpwong and ta Sokipla mou dpépouv amAég ouykoAAnoelg tofou. Ta Sokipla mou dpépouv
UBPLOIKEG ouykoAANoeLg Ttapoucotdlouv PEooug pubuoug SlaBpwong tng Taéng twv 4.06:0.57
mm/year (regular) kot 4.94+0.82 mm/year (interval). Avtiotoyxa , ta Sokipa mou ¢pépouv
oUYKOA\ROelg Ttofou Tapouctdalouv pEcoug pubuoug SlaBpwong tng taéng twv 3.6010.13
mm/year kot 4.5530.49 mm/year . Té\og, oL p€cot puBpoi StaBpwong yia ta Sokipta HeTdAAoU
Bdong eivatl 3.78+£0.47 mm/year kat 4.80+0.80 mm/year .

Mo ta Sokipla regular mapatnpeitatl avénon tov pubpol StaPpwong Ke TV aUENon Twv KUKAWY
£0kBeonc.

AvtiBeta , yia ta dokipa interval o puBudc StaBpwong Eekiva pe v NAEC TLUEC KAl 0T CUVEXELD
HELWVETAL.

Me tnv avénon twv KOUKAwv £€kBeong , oL TIHEG Tou pubuov SlaBpwong twv regular kat interval
Sokipuiwv delyvouv va ouykAivouv (Sokipta tou £xouv ektebel oto BaAapo yla 60-70 KUKAOUG).
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Amo Toug TivoKeg 5.2 €éwg 5.7 Kal To SLAypApUa TOU OXNUATOG 5.9 TPOKUMTEL OTL TO UTIOAOYL{OEVO
BdBog dlaBpwong Twv SoKlpiwv avdvetal oxedOv YPOULLKA CUVAPTOEL TOU XpOvou £kBeong Twv
Soklpiwv oto BaAapo. Mo ta Sokipla pe cuykOAAnon n TUn Tou yla Tepimou 30 nuépeg €kBeong
QVEPXETAL OTNV TN TwV 380um.

BdBog SLappwong cuvaptioel Twv KUKAwV €kOgong
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xnua 5.9 : Badog btaBpwaong cuvaptrioel Twv KUKAwWV EkIeanC.

ATO TN oUYKpLon TwV puBUWY SLABPWONG TOU CUVOAOU TwV SOKLUIWY TPOKUTITEL OTL :

e O pubpog SaPpwong tTwv SoKlpiwv Tou TomoBeTOnKav oto BAAAO KATA TO TPOYPAUUA
(r,regular) sivat pikpotepog amd ekeiva mou tonobetOnkav otn cuveéyela (i interval), yia to 8o
XPOVLKO Slaotnua. Auto mapatnpeltal LAALoTa yLa Ta PLKpA Xpovika dtactipata 5, 10 nuépPeg
kot n dtadopd autn Baivel pOivovoa £wg tig 30 nuépec £kBeong. Auto odnyel oTo cupMépacal
otL n SlaBpwtikotnta tou meptPaAAovtog oto omoio ektiBevtal tor Sokipla, avEavetal pe Ty
Tapodo Tou Xpovou.

e 0O puBuog dlaBpwong tou Sokiuiou mou extEOnKe yla 15 nuépeg (m.x. IVB1) elvatl peyalitepog
amnod tn Stadopd tou pubpou StaBpwong Sokiuiwy e dtadopd xpovou €kBeong 15 nuepwv (..
VIB3 : 25 nuépeg , VIB6 : 10 nuépeg) (BA.mivaka 5.3). H mapatipnon auty odnyel oto
CUUTEPAOUA OTL N SLOPBPWTIKOTNTA TOU KPAATOC UELWVETAL CUVOPTACEL TOU XpOVoU £KBeoNG
O€ OUVONKEC ETLTOYUVOLEVNC YHPAVONG.
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5.4.3 Z0ykplon emipaveLWV SOKLUIWY LETA A0 APWOH TOUG HECW TNG
pneBOSou Aeukou Sopnpévou pwtadg (structured white light 3D scanning)

Onwg avadépbnke otnv mapdypado 4.8 yla Tn cuykekplpévn Stadikacio xpnotpomnolndnkayv 2 Sokipa
Ue ouykOAAnon FCAW , (Siwv dlaoctacswv. To éva gixe appoBoAnBel kal to AAAO elxe MOPAUELVEL OTO
Bahapo alatovédwong yla xpoviko Siactnua 30 nUepwv Kol €v cuvexeio adalpédnkav amod tnv
emudpaveld tou Ta npoidvra Slafpwonc (elkova 5.18 , Sokiplo IXB3).

H emudavela kdbe Sokiuiou capwbnke dnuloupywvrtog kabe dopd €va MAEyPA. TN CUVEXELX
TipaypaTono|Bnkav SoKLUEG oUYKPLONG TV SU0 TAEYUATWY UECW U0 SLadOPETIKWV AOYLOULKWVY , TOU
CloudCompare kat tou Rapidform XOR3 . Q¢ mAéypa avadopdg xpnoitronowiOnke kabe dopd T0
TAEyHa Ttou TPOEKUYPE amd to appofoAnpévo dokipo. Ta amoteAéopato Twv Soklpwy ¢aivovratl
TAPAKATW.

o JUyKkplon mAeyudatwv péow CloudCompare

C2M signed distances

1.085536

0.711195
0.534530
0.357864
0.181198
0.004533
-0.172133
-0.348799

-0.702130

-0.898850

-1.095569

-1.292289
-1.489009

156



KE®AAAIO 5 : AIIOTEAEXMATA - XYZHTHXH

C2M signed distances
1.085536

0.711195
0.534530
0.357864
0.181198
0.004533
-0.172133
-0.348799

-0.702130

-0.898850

-1.095569

-1.292289
-1.489009

(b)

Ewkova 5.21 : (a), (b) Zuykpilon nAeyuatwy enipavelwy twv Uo Sokiuiwy (aupoBoAnuévou-oiaBpwuévou)
Uéow tou Aoytouikou CloudCompare.

Amo tn Sokwn He TtO Aoylwopiko CloudCompare mapatnpeitol amod TNV KATOVOUR Twv
QIMOCTACEWVY OTL TO LEYAAUTEPO TTOCOOTO CUYKEVIPWVETAL Ttepimou ota 200-250 um. To Babog
S1aBpwong yia to dokipto IXB3 €xetl urtohoyloBel Oewpntikd ioo pe 290 um mepinou.

AT tn dokiun pe to Aoylopikd Rapidform XOR3 (swova 5.22) , to peyaAUTEPO MOCOOTO TNG
KOTAVOUNG €8€LEE €MIONG va CUYKEVTPWVETAL Ttepimou ota 200-250 um.

Na onuewbdel mwg Adyw Tou OTL de Xpnoiomowdnke to (60 akplPwg Sokiplo ya ™
Snuloupyio Twv MAsypdtwv , Ta amnoteAéopata elval emodoaln. Emiong , mpokeltal yla
anoteAéopata SoKluwy Kat OxL avaAuong €ig Babog. Ztnv mapovoa SuTAwpatikn , 6nAadn ,
TIAPOUCLATETAL LA TIPWTHN ELKOVA VLA TLG SUVATOTNTEG TNG CUYKEKPLUEVNC Sladikaoiag.
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e JUyKplon mAsyudatwv péow Rapidform XOR3

Accuracy Analyzer(TM)

Accuracy Analyzer Type Deviation

Low Tolerance -0,1T mm

High Tolerance 0,1 mm

Min -1,3213 mm
Max 2,5482 mm
Average -0,0452 mm
RMS 0,301 mm

Std. Dev. 0,2976 mm

Histogram q

Average: 0,045

0.67 0.7 0.62 0.37 0.2 012 012 a2 0.3 ).62 X 0.87
-1 0 1

Ewkova 5.22 : JUyKpLon MAEYUATWY EMLPAVELWY TwV SU0 Sokiuiwy (aupoBoAnuévou-SlaBpwuévou) uéow tou
AoytoutkoU Rapidform XORS3.
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Kedalatio 6 : Zuunepaocpata

Jtnv nopouoa SUTAWUATIKN gpyocia PEAETAONKE N HLKPOSOUN GUYKOAAACEWV TOEOU Kal UBPLOLKWY
ouykoAMnoewv laser — 16¢ou xaAUBwv AH36, kaBwg kal n cuunepldopd Toug oe SlaBpwong Ue Baon
TNV €kBEe0T) TOUG 0 CUVONKEG ETUTAXUVOUEVNC YRpavong oe BdAapo alatovédwaong.

Ta cupmepdopata Ta onola e€ayovtal ano tnv napoloa epyacio elval Ta €€NG :

Avadopikd Ue TIC LOLOTNTEC TOU UALKOU ;

To pétairo Baonc mapouaotalel depplto-mepALTiki SO , TPOCOVATOALOUEVN AOYW EAQONG.

2tn ouykoAAnon tofou (FCAW) : oTI¢ Un avomTtnuéVe eploXEg TN Lwvng tThéng mapatnpeital
EPPLTO-UTALWVLTIKN HIKpodoUn , KUPLWE UTO popdr SevOpltwyv evw TMOPATNPELTAL TOTIKA N
umoapén PBehovoeldolc deppitn Widmastatten. Tl meploxég mou £xouv umootel avomtnon ,
napatnpeital peppLTo-UMaVLITIKN HiKkpodoun Le peyolUtepa mocootd deppitn. TéEAog , otn OFEZ
mapatnpeital mapopoLa KPOSOUN LLE TIG OVOTITNUEVEC TIEPLOXEC TNG Lwvng THENG.

Itnv uPpdikl ouykOoAAnon Laser-MAG+Tandem : otn {wvn téNG mapatnpeital ¢pepptlro-
UTTOULVLTLIKA KPOSOUA HE TOUG KOKKOUC Va £XOUV XapoKTnpLotikn Sevépltiky popdn. Emiong,
napatnpsital xapaktnplotiky popdoloyia Taxelog otepeomnoinong.

Ocov adopd OTIC OKANPOUETPAOELS , yla TN OUYKOAANon Ttofou oL uYPnAOTEPEG TUUEG
okAnpotntag epdavidovral otn {wvn tTHENG. MNa TNV VBPLSKA CUYKOAANGCN , oL LPNAOTEPEC TLUEG
okAnpotntag eudavidovtal otnv mepoxn HetaPaong amo tn Iwvn théng otn Oepuikd
ennpeacpévn Lwvn.

ATTO TO AITOTEAEGUATO. TWV TIELPOUOTWY ETLTAXUVOUEV 100VONC TTPOKUTTTOUV Ta €ENC :
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O puBuog SLaPpwong Twv dokuiwv yevika kupaivetol petalt 3-5 mm/year. MNa dokiuta interval
HE HLKpoUG Xpovouc €kBeong (€wg 30 KUKAOUG) TO VOULEPO QVEPXETOL OTaL 6 mm/year.

Toug vPnAdtepoug puBuolg Slappwong eudavilouv ta interval Sokipla pe HKPOUG XpPOVOUG
£kBeonc (10,30 kUKAoL £kBeonc).

To Sokipta mou dépouv UPBPLEIKEG ouykoARoelg mapouoldlouvv uPnAdtepeg TIHEC pubuou
SLaBpwong amd ta Sokipta mou dEpouv amAEG CUYKOANNTELG TOEOU.

Mo oplopéva Sokiplo pe cuykOAAnon tofou yla peydloug xpovog €kBeong (60-70 kUKAoL
€kBeong) , kabwg kol yo oAa ta Sokipwa pe uPpldiky cuykoAAnon , daivetal va €xet
npooBAnOei n Bepuikd emnpeacpévn {wvn (Stakpivetal eukoAa pe Babl okoUpo XpwWUA).

Ta Sokipwa regular mapouotdlouv XapnAotepeg TIHEG puBpoy SLaPBpwong amd ta Sokipla
interval , e161ka yla Alyoug KUKAOUG €kBeong , evw e TV avénon Twv KUKAwWV €KBEONG OL TIUEG
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teivouv va efopeiwBolv. Autd o0b6nyel oto cupmEpoopa OTL N SLAPBPWTIIKOTNTA TOU
niepBaArlovtoc oto omoio ektiBevral ta Sokipia, aufdvetal pe tnv mdpodo Tou Xpovou.

O pubuog SLaBpwong tou Sokipiou Tou ektéBNKe yla 15 nuépeg (m.x. 1IVB1) eival peyaAltepog
amnod tn Sladopd tou pubpol StaBpwong Sokiuiwy pe dtadopd xpovou €kBeong 15 nuepwv (..
VIB3 : 25 nuépeg , VIB6 : 10 nuépeg) (BA.mivaka 5.3). H mapatpnon aut odnyel oto
OUUMEPAOUA OTL N SLOPPWTLKOTNTA TOU KPAUATOC HELWVETAL CUVAPTHOEL TOU XPOVOU €KBeaNC
O€ OUVONKEC EMLTOYUVOLEVNC YAPAVONG.
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ITAPAPTHMA A : HMEPOAOT'TAKO IIPOI'PAMMA TOIIOOETHXHY — AIIOMAKPYNXHY AOKIMIQN AIIO TO OAAAMO

MAPTIOZ 2014

AEYTEPA TPITH TETAPTH NEMNTH NAPAZKEYH 2ABBATO KYPIAKH
1 2
3 4 5 6 ‘Evapén , Mmaivouv ta IuyK.: 7 8 9
IVB2,1B1,IIB1,11IB1,IVB3,IB2,11B2,VB1
M.B.:
I1A3,VC1,IIC3,IA3,1C3,IVAL,IC2,11A2,VC2,IIC1,
IA1,11A3,IVC1,VA1
10 11 Byaivouv : 12 13 14 15 16
IVB2,I11A3,VC1
Mrtaivouy :
[IBA*,1A2%*,IVC3*
17 Byaivouv : 18 19 20 21 Byaivouv : 22 23
IB1,IIC3,IA3 [1B1,IC3,IVA1
Mraivouy : Mrtaivouy :
[IB3*,IIC1*,IIAL* VB2*,11IC2*,VA2*
24 25 26 Byaivouv : 27 28 29 30

111B1,I1C2,11A2
Mmaivouv :
[IB2%,11C2*,IVA2*

31 Byaivouv :
[VB3,vC2,IIC1
Mnaivouyv :
IB3*,IC1*,IVC2*




I[TAPAPTHMA A : HMEPOAOT'TAKO IIPOI'PAMMA TOIIOOETHXHY — AIIOMAKPYNXHY AOKIMIQN AIIO TO OAAAMO

AMNPIAIOZ 2014
AEYTEPA TPITH TETAPTH NEMNTH NMAPAZKEYH 2ABBATO KYPIAKH
1 2 3 4 5 6
7 8 9 10 AQén , Byaivouv Tta Zuyk.: | 11 12 13
11B4*,11B3*,VB2*,1IB2*,I1B3*,1B2,11B2,VB1
M.B.:
IA2* IVC3*,IIIC1*, IIA1*,11IC2*,VA2*,
IIC2%*,IVA2*,IC1*,IVC2%*,1A1,11A3,IVC1,VAl
14 15 16 17 18 19 20
21 22 23 24 25 26 27
28 29 30




ITAPAPTHMA A : HMEPOAOT'TAKO IIPOI'PAMMA TOIIOOETHXHY — AIIOMAKPYNXHY AOKIMIQN AIIO TO OAAAMO

AYTOYZTOZz 2014
AEYTEPA TPITH TETAPTH NEMNTH NMAPAZKEYH 2ABBATO KYPIAKH
1 2 3
4 5 6 7 8 9 10
11 12 13 14 15 16 17
18 19 20 21 22 23 24
25 26 27 28 29 ‘Evapén , Mmaivouv ta Zuyk.: 30 31
VIB1,VIB6,VIIB1,VIIB5,VIB3,VIB4,VIIB6,
VIIIB3,IXB4,IXB1,XB2,VIIIB1,IXB3,XB4
M.B.:
VIC4,VIIA5,VIA5,VIIA4,VICL,VIIC2,VIC5,VIIAG,VIC6,VIICA,
VIA3,VIC2,VIIC1
VIIIA2,IXC4,IXA1,XA2,VIIIC3,XC4,VIIIC1,IXC2,VIIIA4,XA3,
VIIIA3,IXA2,XA1,XC3




I[TAPAPTHMA A : HMEPOAOT'TAKO IIPOI'PAMMA TOIIOOETHXHY — AIIOMAKPYNXHY AOKIMIQN AIIO TO OAAAMO

2ZENTEMBPIOZ 2014
AEYTEPA TPITH TETAPTH NEMNTH NAPAZKEYH 2ZABBATO | KYPIAKH
1 2 3Byaivouv: 4 5 6 7
VIB1,VIC4,VIIA5,VIIB3,VIIIA2,IXC4
Mrmaivouv: VIIB3*,VIAL*,VIIA2*
XB1*,IXA4* XA4*
8 Byaivouv: VIB6,VIA5,VIIA3,I1XB4,IXA1,XA2 9 10 11 12 Byaivouv: 13 14
Mrmaivouv:VIB2*,VIA4* VIIC3*,VIIIB2*,VIIIC4*,IXC1* VIIB1,VIC1,VIIC2,IXB1,VIIIC3,XC4
Mrmaivouv:
VIB5*,VIA6*,VIIAL*,VIIIB4*,IXC3* ,XC2*
15 16 17 18 19 20 21
22 Byaivouv: VIIB5,VIC5,VIIA6,XB2,VIIIC1,IXC2 23 24 25 26 27 28
Mrmaivouv:
VIIB2* VIC3*,VIIC5*,IXB2*,VIIIAL*,VIIIC1*
29 Byaivouv: VIB3,VIC6,VIICA4,VIIB1,VIIIA4,XA3 30

Mraivouv: VIIB4*,VIA2* VIIC6* XB3*,IXA3* XC1*
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OTKQBPIOZ 2014

AEYTEPA TPITH TETAPTH NEMNOTH MAPAZKEYH IABBATO KYPIAKH
1 2 3 4 5
6 7 8 9 10 11 12
13 AARén , Byaivouv ta Zuyk.: VIIB3*,VIB2*,VIB5*,VIIB2*,VIIB4*,VIB4,VIIB6 14 15 16 17 18 19
XB1*,VIIIB2*,VIIIB4*,IXB2*,XB3*,IXB3,XB4
M.B.:
VIA1* VIIA2*,VIA4* VIIC3*,VIA6*,VIIA1* VIC3*,VIIC5*,VIA2*,VIIC6*,VIA3,VIC2,VIIC1
IXA4* XA4* VIIIC4*,IXC1*,IXC3* XC2* VIIIAL*,VIIIC1*,IXA3* XC1*,VIIIA3,IXA2,XA1,XC3
20 21 22 23 24 25 26
27 28 29 30 31

Znueiwon : 3Touc mopanavw Tivakeg ooa dokipta avaypadovtal pe pe eival dokipta pe ouykoAAnon. Emiong, yla 6oa SokipLo XpnoLUOTIOLETOL A0TEPIOKOG

(*) , mpokettat yia Sokipla interval. TéAog , yla kaBe Sokiplo mou PByaivel amd to Balapo akolouBeital n Swadikaoia mou meplypadetal otn GoépUa TNG

napaypadou 4.7 .




INTAPAPTHMA B : IIXTOIIOIHTIKA KAl EAET'XOI TQN XYTKOAAHXEQN

(c FNCANTIERI

HL04-11 16-06-2011

' : ‘(Welding Procedure Quaiification Record) '
REGISTRAZIONE DELLA QUALIFlCA DI PROCEDIMENTO-DI SALDATURA WPQR

According to SHIPYAG (WPS Work Package Report, issued by L.R. and R.1.Na. —May 2004)

Procedimento di saldatura ¢Welding procedure): Laser ibrido
{Hybrid laser)

- Tipo (Type): Automatico (Fully mechanized)

saldé!ura (Welding plant)

STAZIONE DI SALDATURA ONE-SIDE FINCANTIERI
Generatore MAG: 603 CLOOS QUINTO .

Impianto di !
Laser: IPG YLR 10000 SP (Itterbio) [Potenza max: 10 kW]
FINCANTIER! ONE-SIDE WELDING STATION
MAG power source: 603 CLOOS QUINTO .
Laser: IPG YLR 10000 SP {therbwm Fiber Laser) [Max power: 10 kW]
PREPARAZIONE C!UNTO (doint prepara!.ron)
Tipc_u di gil_mtc T.T& _
{Joint design) & 5°%1°  angolo smusso
Campo spessore lamiera > (bevel angle)
(Thickness piate range) 16+ 20 mm ! ," .
i i+
Cianfrino (Groove) . ad Y (Y shaped) H ,"'
. L]
. Preparazione lembi. fresatura automatica ] :
(Bevel preparation) {au!omal'rc milling) '20 rﬁm b
Angolo di apertura F:LI | L I I N
(Total opening angle)
A A
Spalla (Roof face) 4 mm \
P4 gap =0 mm passata singola
Sostegno al rovescio . {single pass}
{Backing) no/none
Ripresa al rovescio - POSIZIONE DI SALDATURA (Welding position). Piana (Flat) PA
o0k gouging nofmone l (Weiding ) a (Flat i

MATERIALE BASE (Base metal

Demgnazwne (Designation): Acciaio alta resistenza {High :ens:.fe steel)

Grado (Grads): AH 36

Gruppo (Group): cr iso 15608: 1.2

Campo di validita (range): A; B: AH36

Carbonio equivalente (Carbon equivatent)  Ceq : 0,40

see chemical composttion certificates attached to WF'QR‘ HLO3-11

MATERJALE D’APPORTO (Fitter merao

Nome commerclale {Trade name}: F ILCORD C

| Diametro (i 1,2 mm | Ditta (Company): FRO

Classificazione (Classification): EN 1SO 14341-A: G 42 4 M G3Si1
) AWS SFA 5.18: ER 705-6

Ornologazmnl (Approvals) Lloyd's Register: 38-3YS
R.1.Na: 8G42-52A3

GAS DI PROTEZIONE (Shielding gas)

Tipo (Type): Bmario {Binary)

Classificazione (Classification): M20

Composizione (Composition): Ar (90%) - Coz {10%)

Portata (Flow rate): 20 < 25 l/min

Diametro ugello gas (gas nozzle diameter): 16 mm
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TRATTAMENTI TERMICI (Heat treatments)

Prenscaldo (Preheat): NO/NONE ™ [Temperatura dl prova WPQRMPQR fest tempera:m 20 °C]

Tratiamento termico dcpo saldato (Postweld heat treatment). NO/NONE

PARAMETR! MAG (MAG arc pammefers)

Corrente(Curent): corrente continua (OC) Modalita/Polarita (Moda.’Po-‘an!y) pu!sata (puise)hnversa (EF)

-| Volts [range]: 25

Ampere [range]: 260-265
Pulsazione (Pulse peried) [range]: 1,65 ms Frequenza (Pulse frequency)frange]: 240 Hz

Vel. filo (Wire foed speed) [range]: 7,15 mimin Vel. avanzamento (Travel speed) [range]. 80cmimin

Apporto termnco (Hoat input) [range]: Quac = 4,96 kdfem

POTENZA LASER E CARATTERISTICHE OTTICHE (Laserpomrand optical characteristics)

| Potenza laser (Laser power} [range]: 9,3 kW .

| Denominazione gruppo ottico (Optic group type): BIMO-HP (HicHYAG)

Lunghezza d'onda (wavelenght) [range]: A = 1025 + 1080 nm Lunghezza focale (Focal lenghf). 250 mm

Fattore di collimazione (Coffimation factor): 0,70

- Tipo di focalizzazione (Focusing type): 2,0

Apporto termico (Heat input) {rangel: Q. = 6,98 kJicm

Posizidne fuoco (Foous position): -2 mm

PARAMETRI TANDEM MAG master (tandem MGamparamsters master)

Modalita/Polarita (Modsfpafanw) pulsata (pu;‘se)f nversa {'EP)

-Ampere-{range]:-270-280-

Corrente(Current): corrente continua (DC}
—r -Volts [range} 26-26,5

Pulsazione (Pulse period) [range]: 1,9 ms Frequenza.;ews&z&amnm[}'ange] muz__

Vel. filo (Wire feed speed) [range]: 10,6 mimin Vel. avanzamento (Trave/ speed) [range]: 80 cm!rnm

Apporto termico (Heat inpuf) [range]: Quac = 5,56 kdicm

PARAMETRI TANDEM MAG slave (tardem MAG arc parameters seve)

Corrente(Current). corrente continua (DCJ Maodalita/Polarita (Mode/Polarity): pulsata (pu!se)}lnversa (EP)

.Ampere [range]: 225-230

Volis {range]: 28

.Pulsazione (Pulse period) [range]: 1,9 ms

Frequenza (Pulse ﬁaquamy)[range] 220 Hz

Ve, filo (Wire feed speed) frange): 7,5 mimin

Vel. avanzamento (Travel speed) [rEnge] 80 cm/min

Apporto termico rHeaMrpuﬂ Irange]: Qwag = 4,83 kJ!cm

CONFIGURAZIONE TESTA SALDANTE (Weiding head configuration)

sruppuomcnroprlzx) .

J -__ vetrino di protezians (protective glass)

P cross-jet’

| Tasclo laser (aser boam) _ \
 Distance to laser 810mm | |

= =
A :
sljck\-m.lt1:%1i A =i - de5Som
-~

Posizione torcia (angolo B)/torch arrangement (8 angle). 60° | Electrical strck-out {rartge] 17-?19 mm

Distanza filo—spot laser fwire- faser spot distance}: 5,5 mm ! Cmss~;et [ran_gg] 4+ 8 bar

TECNICA (?’ecﬂnfque)

_Posizione in saldatura (position during welding): il MAG (torcta a tirare) precet!e 1] Iaser {M»qG (dragging torch) prscedes .‘aser}

Passate strefte o larghe (String or weave bead). strette (siring) ]
. /e N\

Passate singole o multiple (Multiple or single pass): singole (singfe}

Oscillazione (Osciflation): no
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PROVE DISTRUTTIVE E NON DISTRUTTIVE

(DESTRUCTIVE AND NON DESTRUCTIVE TEST)

PROVA DI TRAZIONE STATICA (Static tensile test) see Metal Service repori no: 11.456

- Campione Posizione Area . Fm Rm Posizione della frattura
(sample) {Position) (Area) mm N N/mm? (Fracture position)
929 S(;‘:Jg;};‘;,a 424 224000 528 Materiale base (Base materia)
929 Sﬂ"f‘fgﬂga 419 221000 527 Materiale base (Base materia)
PROVA DI PIEGA (Bend test) see Metal Service report no: 11.456
Campione Provino Angolo piega Risuitato
(Sample) {Specimen) {Bend angle) (Result)
929 (1) laterale (Sids) 180° Accettabile (Acceptabie)
929 (2) laterale (Side) 180° Accettabile (acceptabic)
929 ~{3) laterale (Side) 180° Accettabile (Acceptabie)
929 (4} laterale (Sice) 180° Accettabile (Acceptadie)
PROVA DI RESILIENZA (impact test) see Metal Service report no: 11,456
Campione Posizione intaglio Tipo Dimensioni | Temperatura Energia assorbita
(Sample) {Notch pesition) (Type) {Size) MM (Temperaturg) (Impact absorbed energy) J
929 VHT+2 Charpy-V | 5x10 0° 194 181 243
929 VHT Charpy -V 5x10 0° 199 210 236
929 VWT Charpy -V 5x10 0° 123 98 99
PROVA DI DUREZZA (Hardness test) see Metal Service report no: 11.456
Tipo (Type) . _Posizione (Position) Risultato (Resutt)
Vickers 5 Materiale base {Base material) Accettabile (Acceptable)
Vickers 5 Zona termicamente alterata (Heat affected zone) Accettabile (Acceptabie)
Vickers 5 Zona di fusione (Fusion zone) Accettabile Acceptebie)
PROVE NON DISTRUTTIVE (Non destructive fest)
Esame visivo {Visual examination) Accetiabile (Acceptable)
Macro (\Macro): Accettabile (Acceptable) see raport no: 11.456
Esame radiografico (Radiographic examination)

Accettabile (Acceptable) see report no: ool / ﬁi

. Approvato da (Approved by)

Ispettore Lloyd’s Register
(Lioyd's Register surveyor}

egister EMEA

Jspettore R.I.Na.
(R.L.Na. surveyor).
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CERTIFICATO DI CONTROLLO 3.2 / INSPECTION CERTIFICATE 3.2 - EN 10204:2004

i [(A) PROCESSO DI ELABORAZIONE / STEELMAKING PROCESS: E = ELECTRIC ; BO = BASIC OXYGEN
" ® (!)SVAYODIWW/MW'CMN"QV MI- MQITN&‘IW&NE/ASWED
A AR IS RO
‘f METINVEST RN Rxﬁugu:::%!n:amumonmc, 1,5 minfmm ; ouar
N4R = hu"lAlIUAYD + RINVERUTO / NORMALIZED + ANNEALED
(C) TRATTAMENTO TERMICO DEL CAMPIONE / HEAT TREATMENT OF SAMPLE:
Metinvest Trametal spa N = 10°C, 1,5 ain/mm ; ARIA CALMA / STILL AIR
[T55cieth per ation con socio UKo - soggetta a drezione e coordinamento di Metinvest BV, |1 w‘sﬁlsm?mwm(‘s"::?’;”‘ws‘¢"‘°‘y"
Jeth per 'con socio Unko - 3 a e invest B.V. s by A i
STABILIMENTO: 33058 S. GIORGIO DI NOGARO (UD) VIA E. FERMI, 44 3 ':{,"{.,foif,’f'o&ﬂm‘ Tt
TEL. 0431/629989 (RIC. AUT.) - FAX 0431/629985 (RIC. AUT.) JLOCATION: € = CUORE / 1/2 THICKNESS ; P = PELLE / SURFACE ; D = 1/4 SPESSORE / THICKNESS
R T Sencnc
tha‘:hF?;hﬁ:?géllgmﬁglc\le':ai':o(é;;:g&;slnzo S(SITOPRWADIP]EGAIR(SUU OK = COMPLYING ; NO = NOT COMPLYING
“IN° Certificato / Certificate no “Data / Dat eCliente / Custome
41828 13/09/2013
e Ordine Trametal/ W " 7N Ordine cliente / Custon FINCANTIERI CANT. NAV.ITALIANI SPA
31305224 MAIL Via Genova, 1
34121 TRIESTE
ooT del / date TS ITALIA
Pratica / File no. VEN1391007/7
o cats ABRRIA0tS o Hazcalura di prodotto / Marking of the product
| Mmonres LAMIERA/ORDINE/N® INFORNAMENTO/DIMENSIONI/QUALITA/MARCHIO DEL PRODUTTORE
Prodotto / Product Lamiere / Hot rolled plates PLATE/ORDER/INTERNAL N°/DIMENSI EEL GRADE/MANUFACTURER'S MARK
Quality / Steel grade AH36
Normativa / Specification IACS
\
/jo7 7 /811 12 o7 koo s koo 5 PWHT Fn
gl 3¢ [ 33 33 |[3d 5' £ B3 22 QEEQ’%E gad 3 £
Ag z 2 S § G4 2332833528 3
2 -
g | §3 HE S "aladadEnEtic B R
28 g2 [Ea° 33l SlsSasslEseeEs o -
g 5 |z8 15 IESRERLAGEE A .
@ Y 1
3 fap i 3 3 5| &lz3 4
) 3 3= 8 S
A 2] B 3 El
e d z &
oIZ7
mal 33 3
A | s
L4
1 | 1TP0490602A [1031307] 12.00x2500X12500 | 2,94 | 375416| BO | AR |[W2040]
2 | 17P0490601A [1031304] 18.00%2500X12500 | 4,42 |375416| BO | AR | W2040
Total 2 7,36
71/C92 COMPOSIZIONE CHIMICA DI COLATA / HEAT CHEMICAL ANALYSIS
B07 71 |c72 |c73 |c7a |cs |c76 |czz |czs |cro [ceo Jesr [cs2 |cs3 [css |css |css [ce7 |ces [css |ceo |cox
COLATA s p 1 s o | m | & [wWol A [ v [ w6 [ W | sn| N | B | W | Ceqi| Coaz | Pem |
EAT [ [ % [ % | % | % | % | % | % | %] % | % | % | % [ % [ % | 9% | % | % [% (D)% (D)% (D)
AH36 Min
-5 0,90 0,020 | 0,050 | 0,020
AH3G Max 1 181,60 0,50| 0,035 | 0,035 | 0,350 | 0,400 | 0,200 | 0,08 0,100 | 0,050 | 0,020
1TPO49 10,15[1,4s|o,23|o,ons]o,oos|o,oso[o,ozo]o,o40|o,oo[o,oaz|o,ooo]o,ooo]o,ooo]o,ooo]o,oooo[o,om|o,oooo|o,oooz| 0,40 | 041 | 0,24
PROVA DI RESILIENZA PROVA DI
PROVA DI TRAZIONE PROVA DI PIEGA| PROVA DI DUREZZA
TENSILE TEST AMBRCETEST, '.,‘é_'&“" V-NOTCH |~ BN TEST HARDNESS TEST | SToiaOne
koo co1 ko1 fo2 fo3 ki1 k12 13 k14 k10 foas 02 o3 o1 a2 3 Ko 1 ks2 kso fcor k3o 1 2 ks3 kss |
teat=at5g T% q 5 = 7 =5 3
L L R e
H:g EHHE'E'?% zo’ 52 7‘§= §<= 5.5 ol g ZS <E a ”§§
cupe | SRRHREERERINGE TG ey Mot Bo68 [ fEoeafl eER 1Y LR A
SAMPLE gg o] ;S E§ 7lg §§ 3 E §m 13 5 <§ <§:
byl & o feE | .5 8 E i i £ g
ELE sl 2 gl®g | & g 3 i s
AH36 Min
g 20 | 355 | 490 |0,00]21,0)
AH36 Max
.00 100,00 20| o |6200,00|0,0
AH36 Min
sty ie L] o 3 0
W2040 Tieo0] 2 [ P | 7 ] 20 [43]sesforefee] | P [1000] L [ o [ ¢ [ioansrsafres] | I T [ | | | | |
10
JUNI EN 1SO 6892-1:2009 / UNI EN SO 148-1:2011 ,l

1/2
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Z01
ITEM TOLLERANZA DI TOLLERANZE DI TOLLERANZE DI CONDIZIONI PLANARITA
SPESSORE LARGHEZZA LUNGHEZZA SUPERFICIALL FLATNESS
TOLERANCE ON TOLERANCE ON WIDTH |TOLERANCE ON LENGTH | SURFACE FINISH
THICKNESS
1 EN 10029 CL.B -0+100 MM ~0+200 MM EN 10163/2 CL B2 EN 10029 CL. N
2 EN 10029 CL.B -0+100 MM -0+200 MM EN 10163/2 CL B2 EN 10029 CL. N

CERTIFICHIAMO che le lamiere elencate sono conformi alla prescrizione dell'ordine, che | controlli della marcatura, dell'aspetto supefﬁclale e dimensionale hanno dato esito positivo.

WE CERTIFY that the above d plates are with the order prescriptions: marking, inspection and ithout objection,

206

207 203 ENTE COLLAUDO / INSPECTION BODY 202

We hereby osrﬁfy that the materlal has been made by an approved process | TIMBRO DELL'ISPETTORE METINVEST TRAMETAL §
isf d STAMP OF THE INSPECTION " . J

and ed In with the Rules of Lloyd's Register. R PAESRRTATIVE F. Andrian

Lab, Test Resp.|

loyd s ncg\sl

Venl

o wnncssu\
{1Monitored
(A Reviewed

Office

A. Sglazzin Surveyr

2/2
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Especificacion de Procedimiento de Soldadura segun EN ISO 15608-1:200

5 WPS N%: Al MOSAIC-001

(:’_ (WPS) Revision: 0
almen Fecha: 01/2014
\ EN ISO 15608-1:2005 Welding Procedure Specification (WPS) Hoja: 1de 1
[Empreza Technology Centre AIMEN Realizado %‘" Aurora Lopez Marino
Proceso de soideo Tipo de proceso Totally WPOR soporte Al MOSAIC.QR- |Revid6n- Fecha | i
|Welding process 136 (FCAW) Process type mechanized  |St ing WPQR 001 Revision - Date 00112014
B Disefio de union / Joint design Secuencia de soldeo / Welding sequence
N2 7
Al E S
Tipo de union BW (BUTT WELDING) AND FW
Joint typs (FILLET WELDING) Precalentamiento / Preheat
g8 prapdraciony GRINDING AND BRUSHED  [femperatura pracaianiaimiento min. 25
Bewaico WITH CERAMIC BACKING | T@MPefalura enire pasadas mdx. < 150 °C
Resanado WITH AND WITHOUT BACK NO
Back gouging GOUGING
as miliipies / simpres (por 180] MULTIFLE PASS FLAVE
D POSITION WW THERMAL CHALK
Metales base / Base metals Tratamiento térmico postsoldeo / PWHT
GRUPO 1.2 (ISO/TR 15608:2006 IN)
{Especiioacidn kpo o grado) Carbon steel A< 355 Nimm? with Temporaiura N/A
(Group {Speciication lype o grade) Carbon stes! Ryes 460 Nimm’ Temperatue
[Espasor (mm)
{ 9-36 Tiom
(mm) ‘de subida de lemperatura
Materiales de aportacion / Filler materials Velocided de ejace de \pisrsuc
FLUXOFIL 14HD Smparstuy e vekoidad ¥ors
EN758:T462P C 1HS Otra informacion / Other information
NOT REQUIRED
Recta v oscitante
Stringer or wave bead WAVE BEAD

M: 100% CO; SINGLE ELECTRODE
Ciasificacién / Tipo UNE-EN ISO 14175:2009-C1/  |Tamafo y tipo electrodo tungsteno NA
Ciasslfication / Type HIGHLY OXIDANT ‘ungaten elactrode size and type
16 lfmin de transterencia para GMAW SHORT-CIRCUIT // GLOBULAR
of metal transfer for GMAW TRANSFER
SHIELDING Boquila conlacto a pieza (mm) 20
15,6 mm Marileado NO
Parametros de soldeo / Welding parameters
Tamano metal Corante Velocidad
Velocidad ‘
Pasada Proceso |  aportacién Current alimenlacion Tmuwm "“..3.....""""""
Pass Process | Filler metal size Amperios Valtios Tipo y polaridad | Wire feed speed (cnvimin) {kom)
(mm) Amps | (m/min)
1¥ RUN (ROOT RUN) | 136 1.2 175-270 18,5-29 DC (+) 19.4-28 8-13.4
27737RUN 136 1.2 215-337 23,5-36 DC (+) 26-37.5 93155
REST OF RUN 136 1,2 215-330 25,235 DC (+) 30-38 8.7-14.6
Fabricante / Manufacturer Inspeccion /,
Empresa Fecha ponsable de Firma Empresa Fecha Fil
Company Date | W Signature Company Date |
&= Isabel Villar Crespo  F~ I i Initgals VS
aimen | oo IWE-ES-614 :;K-\?‘_ @ﬁesr oyj2eum | Wplnbr o RS

aimen

A/PT/INS/01-FO5 Rev.0

Especificacion de Procedimiento de Soldeo (WPS) segun EN ISO 15609-1:2005 cgt la

calaboracion de AIMEN

EN ISO 15609-1:2005 Welding Procedure Specification (WPS) with AIMEN collaboration

22/02/13
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WPQR N?:  ALMOSAIC.QR-001

Registro de Cualificacion de Procedimiento de Soldeo (WPQR) Revisién o
a men segun EN 1SO 15614-1:2005 b
_ Fecha: 01/2014
EN ISO 15614-1:2005 Welding Procedure Qualification Record (WPQR)

Hoja: lded

Cualificacién del procedimiento de soldeo - Certificado del ensayo
Welding procedure qualification — Test certificate

[Fapricanie Technology Centre AIMEN IE:“‘::?" Victor Solano

6 4 ; Organismo examinador I{. S
Address C/ Relva, 27 A-Torneiros Examining body egister
Codigo/MNorma Lloyd’s Register Rules/UNE-EN ISO 15614- |N® de referencia 10740;,‘4 B
Code/Testing standard 1:2005 Relerance N°
Coordinador de soldadura Isabel Villar Crespo Fecha del aotdeo 28/01/2014
Welding coondinator IWE-ES-614 Dale of welding

Rango de cualificacion
Range of qualification

Prcsscls) e soiifo 136 (FCAW)
“'."°“ “" BW (BUTT WELDING) AND FW (FILLET WELDING) /#/ WITH AND WITHOUT BACK GOUGING
Grupols) o subgrupo(s) del material bass | GRUPO 1.2 (ISO/TR 15608:2006 in) .
Parent materia! group(s) and subgroupls) | Carbon steel Rys 355 N/mm? with Carbon steel Ry 460 N/mm’
Espesar del material base (mm) BW. 9-36
Parent matsrial tiickness (mm) FW: 9-36
<36
9-36 (a=l)
MULTIPLE PASS

EN758:T462P C 1 H5

FLUXOFIL 14HD, without restriction for wires with the same designation and nominal chemical composition

Without restriction as long as the electric parametres are in the limils of the HI qualified

N/A

UNE-EN ISO 14175:2009-C1/ HIGHLY OXIDANT

N/A

DC (+)
' SHORT-CIRCUIT TRANSFER // GLOBULAR TRANSFER

8.0-15,5 kJicm EN 1011-1 (HI calculated with efficiency ratio K=0.8, according ta EN 1011-1)

D POSITION

25

<150 %C

N/A

N/A

Lu:‘ or wave baad WAVE BEAD
Elecirodo i

gt kg d SINGLE ELECTRODE
Distancla boquilia contaclo a pieza (mm) 1520

SN ork distanca (o

Nosotros, los firmantes, certificamos que las soldaduras de ensayo han sido preparadas, soldadas y ensayadas satisfacloriamente de acuerdo con
los requisitos del codigo/norma de ensayo EN 1ISO 15614-1:2005.
We, the undersigned, certify that test welds prepared, welded, and tested satisfactorily in accordance with the requirements of the code/testing
standard EN ISO 15614-1.2005.

Fabricante / Manufacturer Examinador/ ner
Empresa "Coordinador de sokdadura | Firma | Organismo examinador |  Fecha -
Company Dals Weiding coordinator | _Signature | | Date
a’ Isabel Villar Cres; 1 <
imen 28/01/2014 \WE-ES-614 po lo esr 0\, 20\4 inMiglgnSplano i,
Vet e
I
L Regi: de Cualiticacion de Pr dimiento de (WPQR) segun EN ISO 15614-1:2005
a' men con la colaboracion de AIMEN
EN ISO 15614-1:2005 Welding Procedure Approval Record (WPQR) with AIMEN collaboration

A/PT/INS/01-F04 Rev. 0 22/02/13
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. . "WPQR N®: Al MOSAIC QR-001
<‘_ = Registro de Cualificacion de Procedimiento de Soldeo (WPQR) Revisio o 2
segun EN ISO 15614-1:2005 phbaibd
al ; S odion Bocond S Fecha: 01/2014
EN ISO 15614-1:2005 Welding Procedure Qualification Record (W ) Hoja: 2de3
Registro del ensayo de la soldadura / Record of weld test
Il-.o“g:éon O Porrifio ) Victor Solano
febecares Technology Centre AIMEN &-elog fs esr
m"mr |- Isabel Villar Crespo IWE-ES 614 mnw Aurora Lopez Mariio
[Proceso de soldeo Tipo de proceso Totally WPS soportados _ Fecha de prueba
[Wokkng procass 136 (FCAW) o pe mechanized  [Supported wips | A/ MOSAIC-001 Focte e 28/01/2014
Disefio de union / Joint design Secuencia de soldeo / Welding sequence
1% min ‘v
Tacking ]
GAP= 6
Py capnbe BW (BUTT WELDING) Precalentamiento / Preheat
dinpnpuwdny'm GRINDING AND BRUSHED Temperatura precalentamiento min. 2590
{Maturial g respaio) CERAMIC BACKING (C8S-2706) <050 °C
Racanado Qe Rsaao) WITHOUT BACK GOUGING N/A
s ouacay / {pociane) MULTIPLE PASS FLAME
Coacen D POSITION S contiol de Jempacaiicas THERMAL CHALK

Metales base / Base metals

AH36 (11L510)

Carbon sieel R..s 355 Nemm’ A
18 NIA
NA i do subida de temparatura NA i
Materiales de aportacion / Filler materials 8 TRIA0s CR LAMOETALIS N/A
FLUXOFIL 14HD [Tapitansa Al Veoesdad Koew N/A

EN758:T462P C 1 H5

Otra informacion /

Other information

WAVE BEAD

NIA
Root run: Amplitude: 0,5
N/A m"m&m mix.) mm//Frequency: 1,5 Hz/(Timer: 0 s
. L = 2" /3" yun: Amplitude: 2
Gas / Shielding, trailing or backing gas I mm//Frequency: 3 Hz//Timer: 0 5
|Composicion (Marca) . [m o mittiple
(Composttion (Brand name) o ‘03 /.: (E Single or el SINGLE ELECTRODE
Clasificacién / Tipo UNE-EN ISO 14175:2009-C1/  |Tamafio y tipo elecirado lungsteno N/A
Classification / Type HIGHLY OXIDANT Tungsten electrode size and type
Caudal (tr/min) 15 ltr/mi Modo de transfersncla para GMAW SHORT-CIRCUIN / GLOBULAR
Flow rate (tr/min) L Moda of melal ransfer for GMAW TRANSFER
ATRNIS. Yo Pasnero SHIELDING Diets contacto a pleza (mm) %0
pwmo:;uwumn) 15,5 mm NO
Parametros de soldeo / Welding parameters
Tamafio metal Corrfente e
Pasada Proceso i Current alimentacion | "y o soeed mm
Pass Process Filler metal size Amperios Vottios Tipo y polaridad | Wire fead speed {cmmin) (dicm)
(mm) Amps | | Type & poladly | (m/min)
1* (root run) 136 91,2 230 24,3 DC (+) 11,8 25 13,4 (10.7)
213" un 136 ?1.2 275 32 DC (+) 14,8 34 15,5 (12,4)
Rest of run 136 212 275 30 DC (1) 14,8 34 14,5 (11,6)

daimen

A/PT/INS/01-F04 Rev, 0

Registro de Cualificacion de Procedimiento de Soldeo (WPQR) segun EN ISO 15614-1:2005
con la colaboracion de AIMEN
EN ISO 15614-1:2005 Welding Procedure Approval Record (WPQR) with AIMEN collaboration

22/02/13
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"WPQRN®;  AIMOSAIC.QR-001

Registro de Cualificacion de Pr dimiento de Soldeo (WPQR) Revisio
a men segun EN ISO 15614-1:2005 avieion °
Fecha: 01/2014
EN ISO 15614-1:2005 Welding Procedure Qualitication Record (WPQR)

Hoja: 3dc3

Inspecciones y ensayos / Inspections and tests

Normas Resullado Informe N° Fecha por | Ob
Norms Resulls Record No. Date Conducted by Remarks
UNE EN ISO 17637:2011 Accepled 107405 144 0 03022014 | Aarén Carrera
UNE-EN ISO 176382010 Accepled 1074051450 0310212014 | Aarén Carrera
UNE-EN 1435:2006 Accepled 107405 1460 03102/2014 | Aarén Carrera
UNE-EN ISO 17638:2013 Accepled 107405 14.7.0 19/02/2014 %
I
Ensayo de traccion / Tension test ome Ny’ 1074051470 I pate | 180212014 | Fieaizado por
N? Tipo Ra Rm A z Seccion Temperatura
No. Type Nmm® Nmm® % % Section _[Localizacién de |a rolura| _Temperature | Observaciones
Requisitos 355 490 21 o Fracture localization oc Remarks
1 Cross weld sample 518 . 454,29 Metal base 15
2 Cross weld sample 521 - 454 64 Metal base 15
Informe N° Fecha Realizado por
Ensayo de doblado / Bend test |m“,. 107405.14 7.0 |_ J 181022014 'W
N Tipo Angulo de doblado mandril Alargamiento Resultado ‘emperalura | Observaciones
. Type Bend angle Mandrel @ Elongation Aosult Tomperature Remarks |
1 Side bends 180° 4 x thickness 205 Without cracking 15 .
2 Side berds 180° 4 x thickness 235 Withoul cracking 15°
3 Side bends 160° 4 x thickness 210 Without cracking 15°
4 Side bends 180° 4 x thickness 230 Without cracking 15°
H Informa N? Fecha Realizado
Ensayo de impacto / Impact test Rooord No. | 107405.14.7 0 & l 181022014 m"'
entalla Temperatura Valores Media Roquisitos Tipo/Tamafio | Observaciones
Notch situation Temperaiure Values __Average | Requirements | /Size | HRomarks |
VWT D0 (Wekd bead) o 89J 87J 98J 913l 34 10x10
VHT (Fusion line) 0 96J a3J 864 88,34 34y 10x10
VHT 2/0 (FL + 2 mm) 0 664 994 704 783J 34 10x10
Inlorme N° Feoha |Reaizado por
Ensayo de dureza / Hardness test Record No. 107405.14.70 Do 1a022014 [
Situacion Metal base ZAT Motal de soidadura ZAT Metal base ‘Tipo/Carga | Observaciones
Sltuation Basa matal TAZ Filier TAZ Base matal Type / Load Remarks
Line | (face line) 154 | 156 | 160 | 221 | 254 | 277 | 216 | 162 | 190 | 276 | 274 | 260 | 156 [ 150 | 161 HV10 .
Line I (roo! fine) 158 | 171 | 161 | 181 | 187 | 177 | 208 | 214 | 201 | 176 | 175 | 170 | 162 | 184 [ 152 HV10
Nosotros, los firmantes, certificamos que las soldaduras de ensayo han sido preparadas, s y das satisfactori de acuerdo con ios

requisitos del codigo/norma de ensayo EN ISO 15614-1: 2005
We, the undersigned, certify that test welds prepared, welded, and tested satisfactorily in accordance with the requirements of the codeftesting standard
EN ISO 15614-1:2005.

Fabricante / Manufacturer Xl Examinador / Examiner
Empresa Fecha Inador de soldadura Flrma QOrganismo examinador Parsona examinadora
e Date WE;m | Date W
dimen oo TG [oto| gl | e

Registro de Cualificacion de Pi dimiento de Soldeo (WPQR) segun EN ISO 15614-1:2005
a‘men con la colaboracion de AIMEN
EN ISO 15614-1:2005 Welding Procedure Approval Record (WPQR) with AIMEN collaboration

APT/INS/01-FO4 Rev. 0 22102/13



I[TAPAPTHMA B : 1IXTOIIOIHTIKA KAl EAETXOI TQN XYTKOAAHXEQN

— Certificado de Ensayo de Cualificacion de Operador de Soldeo WPO N ALM.ALMOSAIC-001

(-_ segun EN 14732:2013 Revision; 0
a.men Fecha: 01/2014
EN 14732:2013 Welding Operalor's Qualification Test Certificate Hoja: 1de 1
Nombre del operador / Welding operator name Aurora Lépez Marifo Facha da / Test date The 28" of January of 2014
Numero de DNI/ 1D Number 33994076-F N° de WPS / WPS No. ALMOSAIC-001
|Fecha nacimiento / Bird data June 217, 1982 E / i Victor Solano
Identiicacidn / Identilication ALM Drasnint Exemideet R
Empresa | Employer aimen VSISO POMOHORIOS YES
Variables / Variables Valores de la prueba / Test values Rango de cualificacion / Qualification range
[Proceso de soldeo / Welding process 136 (FCAW) 13 (Gas-shielded metal arc welding) |
Unidad de soldeo / Welding unit Robot PANASONIC VR-006-GllI
" Welding Torch ROBO VTS 500TS P .
P0.06 Soidon | Wekding equpment Welding Machine PANASONIC YD-350 GE2 S Cal et
Detalles de acuerdo con el apartado 4.2.3 / Delails according to part 4.2.3
Visual Control With visual Control
YES With automatic control of arc length
NO With and without sensor
PA PA
Multiple Pass Single or multiple pass
YES With backing
NO With and without insert
Informacidn adicicnal en la especllicacion de procedimiento de soldeo / Adltional inl in ing pt specification
La cualificacion se basa en: / Qualitication is based on:
YES
NO
NO
NO
Inspocci y yos / Inspecti and tests
Resultado Observaciones Informe N* Focha
Resulls Remarks Record No. Date
Accepled . 107405.14.4.0 03/m2r2014
Accepted . 107405.14,5.0 03/02/2014
Accepted - 107405.14.6.0 03/0212014
Accepted 107405,14.7.0 18/02/2014
Accepted - 107405.14.7.0 19/02/2014
Accepted - 107405.14.7.0 1810212014
Accepted . 107405.14.7.0 18/02/2014
Accepted - 107405.14.7.0 18/02/2014
Validez y r I { Validity & I
Fabricante / Manufacturer Examinador / Examiner
mmm Isabel Villar Crespo ﬁm Victor Solano %
Fecha Firma Fecha ~ Firma
Date Signature_ Dale
® " 01/2014-06/2014 Lioyd's Nogiagr
According 1o chapler 5: /2014-01/201
Prolongation of every aix monihs by the |0 20 |+-01/2015 EMEA i,
company or the weiding coardinator. 01/2015-06/2015 o A"dfl% e
Prolongation of qualification every three yearsby an|  06/2015-01/2016 Vg Chtice” Afarire
| axsmlier o Exatnioae Body: 01/2016-06/2016 ==
Seguin capitulo 5: 06/2016-01/2017
Renovacion de la cualificacién por la empresa o 5 Y
|mﬁm&ﬁnmblmm 01’301706’2017
sigulentes. 06/2017-01/2018
Renovacién de la cuallficacion por la persona u 01/2018-06/2018 e
‘mmmmw-mmm 06/2018-01/2019 01/2017-01/2020
01/2019-06/2019
06/2019-01/2020
Certificado de Ensayo de Cualificacion del Operador de Soldeo segun EN 14732:2013
a' men con la colaboracion de AIMEN
l EN 14732 2013 Weldlng Opefafor s 0uahln:allcn Tast Certificate with AIMEN collaboration

R0 2003 poe B i A i BRI L re 000z e £ it Lo o i AL

A/PT/INS/01-FO6 Rev.0 22102113



[TAPAPTHMA B : lIIXTOIIOIHTIKA KAl EAET'XOI TQN XYTKOAAHXEQN

. " L I Revision: 0
Registro Conocimiento Aprop del Funcior to Fecha: 28/01/2014
aimen de la Unidad de Soldeo segun EN 14732:2013 :
Hoja: 1de
A.1 Generalidades

D7hia el sokdacor Aurora Lépez Marino 28/01/2014

b b 39994076 F Victor Solano

e e 21/06/1982 %

a ALMOSAIC-001
petasdons aimen ]
A.2 Secuencias/procedimientos de soldeo en el proceso relevante
Reconacimiento de los requisitos de soideo @
influencia de fos parimetros de soldeo Si X No N.A. Observaclones
A.3 Preparacion de la union y representacion de soldadura en el proceso relevante

%’"‘““ lapreparaciondelaunionconel | g | x | no N.A. Observaciones

|Umpleza de las caras de fusién Si X No N.A Observaciones

A.4 Imperfecciones de soldadura en el proceso relevante

Identificacion de las imperfecciones de soldadura Si X No N.A Observaciones

Causas Si X No N.A. Observaciones

|Prevencién y accién correctiva Si X No N.A. Observaciones

A.5 Cualificacion del operador de soldeo o ajustador de soldadura
(Conocimientos sobre el rango de cualificacion Si X No N.A. Observaciones
A.6 Proceso de operacion

C ntos de prog: $6n Si X No N.A. Observaciones
%’:’m*w’“ si | x| No N.A. Observaciones
lalm de movimiento Si No N.A X | Observaciones
IWM Si No N.A X | Observaciones

Utillajes e instalaciones y puesta a punto Si X No N.A. Observaciones

Parametros y ajustes dados en los procedimientos Si X No N.A. Observaciones

|Reglamentacion de seguridad y prevencién Si X No N.A Observaciones

Procedimientos de Arranque y parada Si X No N.A. Observaciones

Fabricante / Manufacturer Examinador
Empresa acha | Coordinador de sokiadura | Firma Organismo examinador
Company | Weiding coordinator
F o ” TS Vo
amen  [2801/2014 'Samé’_‘g_ggsm —— @l@ 28/01/2014| | VistorSetano 8 i
/
("'_‘ Registro Conocimiento Apropiado del Funcionamiento de la Unidad de Soldeo /
almen segun EN 14732:2013
22/02113

APT/INS/01-FOB Rev.0



ITAPAPTHMATT : [IINAKEY METPHXEQN MIKPOXKAHPOTHTAY

e FCAW
Mivakag 1 : MetaBoAr uikpookAnpotntag atnv neptoxn 1.
Neploxn MuwpookAnpotnta HV;q Anootacn X (mm)
172,7 -10,5
183,6 -10,15
. . 180,4 -9,8
MétaAAo Baong 1726 9,45
175,4 9,1
182,1 -8,75
183,7 -8,4
183,2 -8,05
177 -7,7
Oepuikd Ennpeacpévn Zwvn 185 -7,35
183,1 -7
188,8 -6,65
190,5 -6,3
191,8 -5,95
202,6 -5,6
194 -5,25
194,7 -4,9
182,9 -4,55
192,3 -4,2
183 -3,85
183,6 -3,5
183,6 -3,15
185,5 -2,8
185,6 -2,45
178,6 -2,1
173,4 -1,75
186,3 -1,4
180,2 -1,05
Zavn Thgng 191,1 0,7
185 -0,35
175 0
180,6 0,35
191,5 0,7
179,8 1,05
176,7 1,4
187,6 1,75
180,7 2,1
186,2 2,45
177,8 2,8
181,7 3,15
180,6 3,5
184,5 3,85
182,9 4,2




IAPAPTHMAT : [IINAKEY METPHXEQN MIKPOYKAHPOTHTAXY

185,4 4,55
198,8 49
178,1 5,25
182 5,6
174,6 5,95
195,4 6,3
179,2 6,65
, , , 181,4 7
Oepuikd Emnpeacpévn Zwvn 1723 735
180,6 7,7
179,9 8,05
171,1 8,4
170 8,75
180,6 9,1
, , 187,1 9,45
MétaAlo Baong 179.1 9.8
177,3 10,15
176 10,5

Mivakag 2 : MetaBoAn utkpookAnpotntac otnv nepiloxn 2.

Neploxn MikpookAnpotnta HV;40 Anootacn x (mm)
173,2 -10,15
180,9 -9,8
174,4 -9,45
MétaAlo Baong 167,8 -9,1
177,9 -8,75
167,9 -8,4
180,4 -8,05
190 -7,7
177,1 -7,35
178,7 -7
180,6 -6,65
Oepuikd Emnpeacuévn Zwvn 187,5 -6,3
178,8 -5,95
181,3 -5,6
178,2 -5,25
185,3 -4,9
187,8 -4,55
193,1 -4,2
180,7 -3,85
190,7 -3,5
197,5 -3,15
205,1 -2,8
209 -2,45
206 -2,1
, , 225,6 -1,75
Zwvn TAgng 222.1 14
206,4 -1,05




ITAPAPTHMATT : [IINAKEY METPHXEQN MIKPOXKAHPOTHTAY

229,6 -0,7
230,9 -0,35
208,2 0
213,6 0,35
228,4 0,7
233,6 1,05
232,4 1,4
224,8 1,75
232,1 2,1
219,5 2,45
205,5 2,8
204,8 3,15
201,2 3,5
195,6 3,85
196 4,2
189,6 4,55
174,7 4,9
180,1 5,25
172,3 5,6
Oepuikd Ennpeacpévn Zwvn 178,3 2,95
178,7 6,3
179,4 6,65
170,8 7
173 7,35
178,7 7,7
163,6 8,05
165,3 8,4
MétaAlo Bdong 173 8,75
163,5 9,1
169,9 9,45
165,3 9,8




IAPAPTHMAT : [IINAKEY METPHXEQN MIKPOYKAHPOTHTAXY

Mivakag 3 : MetaBoAn ukpookAnpotntac otnv neploxn 3.

Neployxn MikpookAnpotnta HV;40 Anéotaocn x (mm)
173,6 -9,45
171,3 -9,1
, , 170,2 -8,75
MétaAlo Baong 1642 8.4
172,8 -8,05
184,9 -7,7
182 -7,35
181 -7
186,1 -6,65
181,6 -6,3
Oepuikd Ennpeacpévn Zwvn 185,3 5,95
187,5 -5,6
183,6 -5,25
187 -4,9
192,3 -4,55
199,4 -4,2
193,5 -3,15
188,1 -2,45
184,3 -2,1
187 -1,75
185,7 -1,4
193 -1,05
182,5 -0,7
189 -0,35
Zwvn TAENG 185,2 0
191,6 0,35
194,2 0,7
191,8 1,05
193,7 1,4
184,3 1,75
195,6 2,1
191,4 2,45
198,4 3,85
184,5 4,55
Oeppukd Ennpeacpévn Zwvn 185,1 4,9
188,1 5,25
191,4 5,6
182,8 5,95
171 6,3
167,8 6,65
174,5 7
MétaAlo Baong 175,2 7,35
183,2 7,7
185,1 8,05
169,4 8.4
168,9 8,75




ITAPAPTHMATT : [IINAKEY METPHXEQN MIKPOXKAHPOTHTAY

Mivakac 4 : MetaBoAr uikpookAnpotntag atnv neptoxn 4.

Neploxn MuwpookAnpotnta HV;q Anootacn X (mm)
172,5 -8,75
165,6 -8,4
. . 170,4 -8,05
MétaAAo Baong 1732 77
170,1 -7,35
182 -7
181,9 -6,65
186,3 -6,3
Oepuikd Ennpeacpévn Zwvn 186,2 5,95
187,3 -5,6
187,1 -5,25
193 -4,9
199,6 -4,55
191,1 -4,2
189,6 -3,85
198,7 -3,5
210,8 -3,15
230,6 -2,8
223 -2,45
220,1 -2,1
226,2 -1,75
235,6 -1,4
221,9 -1,05
236,8 -0,7
218,1 -0,35
215,2 0
, , 216,1 0,35
Zdovn ThENG 216,2 0,7
211,3 1,05
219,3 1,4
230,6 1,75
211,1 2,1
215,1 2,45
218 2,8
221,6 3,15
229,3 3,5
207,4 3,85
201,7 4,2
194,3 4,55
194,4 4,9
194 5,25
193,9 5,6
181,9 5,95
, , , 174,4 6,3
Oepuikd Emnpeacpévn Zwvn 1813 6,65
191,7 7




IAPAPTHMAT : [IINAKEY METPHXEQN MIKPOYKAHPOTHTAXY

179,3 7,35
182,6 7,7
168,9 8,05
183,1 8,4
178,4 8,75
181,6 91
MétaAlo Bdong 177,6 9,45
182,4 9,8
193,4 10,15
177,8 10,5
179,8 10,85

Mivakag 5 : MetaBoAn utkpookAnpotntac otnv nepioxn 5.

Neploxn MwkpookAnpotnta HV;40 Anéotaocn x (mm)

171,2 -9,8
173,5 -9,45

, , 171,1 9,1
MétaAlo Baong 1755 8,75
182,1 -8,4
185,7 -8,05

190 -7,7
195,8 -7,35

183,1 -7
Oepuikd Ennpeacpévn Zwvn 192 -6,65
187,7 -6,3
188,5 -5,95

195,6 -5,6
190,2 -5,25

192,8 -4,9
196,1 -4,55

196,7 -4,2
188,2 -3,85

198,2 -3,5
186,4 -3,15

196,3 -2,8
192,3 -2,45

o 196,1 -2,1
Zavn Thgng 193,1 1,75
191,9 -1,4
196,7 -1,05

191,9 -0,7
192,2 -0,35

180,4 0
189,3 0,35

194,1 0,7
200,2 1,05

193 1,4

-6




ITAPAPTHMATT : [IINAKEY METPHXEQN MIKPOXKAHPOTHTAY

185 1,75
184,4 2,1
192,8 2,45
193,9 2,8
190,2 3,15
187,7 3,5
193,3 3,85
195,1 4,2
180,5 4,55
Oepukd Ennpeacpévn Zwvn 190,9 4,9
194,9 5,25
184,8 5,95
197,9 6,3
178,7 6,65
174,1 7
187,4 7,35
MétaAlo Bdong 179,5 7,7
166,8 8,05
182,7 8,4
178,1 8,75

Mivakag 6 : MetaBoAn utkpookAnpotntac otnv nepioxi 6.

Neploxn MuwkpookAnpdtnto HV;40 Anéotaon x (mm)
220,9 -3,85
221,2 -3,5
205,7 -2,45

208 -2,1
215,7 -1,75
211,1 -1,4
217,6 -1,05
211,8 -0,7
213,4 -0,35
209,8 0

Padn 216,6 0,35
216,1 0,7
221,9 1,05
217,1 1,4
216,4 1,75
216,1 2,1
215,3 2,45
208,3 2,8
207,3 3,15
215,1 3,5
212,6 3,85




IAPAPTHMAT : [IINAKEY METPHXEQN MIKPOYKAHPOTHTAXY

Hybrid Laser-MAG+Tandem Welding

Mivakag 7 : MetaBoAn tn¢ okAnpdtntag atnv mepLoyr tou toéou.

Neployxn MikpookAnpotnta HV;40 Anéotaocn x (mm)
. , 180,1 -5,75
MétaAlo Baong 196,3 550
199,7 -5,25
204,7 -5,00
223,3 -4,75
213,8 -4,50
2489 -4,25
Oepuikd Ennpeacpévn Zwvn 271,2 4,00
289,2 -3,75
305,4 -3,50
313 -3,25
345,6 -3,00
335,2 -2,75
357,6 -2,50
253,9 -2,25
231,2 -2,00
241,9 -1,75
241,8 -1,50
235,7 -1,25
248,5 -1,00
245,7 -0,75
236,2 -0,50
230,7 -0,25
2443 0,00
239 0,25
Zwvn ThAgng 240,7 0,50
236,7 0,75
241,2 1,00
233,9 1,25
238,6 1,50
241,8 1,75
231,1 2,00
240,9 1,25
253 1,50
232,9 1,75
239,5 2,00
240,3 2,25
354,5 2,50
342 2,75
367 3,00
Oepuikd Ennpeacuévn Zwvn 330,5 3,25
2944 3,50
278,3 3,75
263,1 4,00

r-8




ITAPAPTHMATT : [IINAKEY METPHXEQN MIKPOXKAHPOTHTAY

226,8 4,25
216,9 4,50
214,4 4,75
211,5 5,00
209,6 5,25
MétaAlo Bdaong i;g:i ;:3(5)

Mivakag 8 : MetaBoAn tn¢ okAnpotntag otnv meptoxn tou laser.

Neploxn MikpookAnpotnta HV;40 Anootacn x (mm)
175,2 -4,50
178,8 -4,25
171,9 -4,00
172,9 -3,75
177,9 -3,50
MétaAlo Baong 180,2 -3,25
186,3 -3,00
191,2 -2,75
183,2 -2,50
185,8 -2,25
177,2 -2,00
188,8 -1,75
191,4 -1,50
Oepuikd Ennpeacpévn Zavn 218,6 1,25
238,4 -1,00
280,6 -0,75
305,5 -0,50
264,7 -0,25
264,5 0,00
. , 277,7 0,25
Zdovn ThENG 258,2 0,50
273,9 0,75
277,2 1,00
338,5 1,25
268,5 1,50
Oepuikd Ennpeacpévn Zwvn 231 L75
203,9 2,00
205,4 1,25
192,6 1,50
185,3 1,75
181,7 2,00
185,2 2,25
. , 181,9 2,50
MétaAAo Baong 187.3 275
185,2 3,00
179,8 3,25
177,8 3,50




IAPAPTHMAT : [IINAKEY METPHXEQN MIKPOYKAHPOTHTAXY

Mivakacg 9 : MetaBoAn th¢ okAnpotntag otnv neptoxn uetaBaonc laser-toéou.

Neployxn MikpookAnpotnta HV;40 Anéotaocn x (mm)
. . 193,7 -4,75
MétaAAo Baong 185,6 4,50
207 -4,25
204 -4,00
o , . . 212,6 -3,75
EPHULKA Emnpeacpévn Zwvn 215.1 3,50
247,8 -3,25
253,4 -3,00
259 -2,75
244,5 -2,50
220,7 -2,25
222 -2,00
223 -1,75
238,2 -1,50
245,4 -1,25
251,7 -1,00
Zwvn TA§NG 2479 -0,75
2443 -0,50
239,9 -0,25
244,3 0,00
260,6 0,25
254,4 0,50
242 0,75
255,2 1,00
250,3 1,25
221,1 1,50
217,2 1,75
Ocpuikd Ennpeacpévn Zwvn 230,1 2,00
221,3 2,25
216,8 2,50
218,9 2,75
192 3,00
MétaAlo Baong 198,2 3,25
186 3,50




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

AOKIMIA ME YBPIAIKH 2YTKOAAHZH KAl M.B. AIAZTAZEQN 50x70mm

IVB2 (5 HMEPEZ)

IB3 (5 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

111A3 (5 HMEPEZ)

VC1 (5 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IC1 (5 HMEPEZ)

IVC2 (5 HMEPE%)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IB1 (10 HMEPEZ)

1IB2 (10 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IA2 (10 HMEPE%)

11IC3 (10 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

1IC2 (10 HMEPEZ)

Pl e e e

IVA2 (10 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

1IB1 (15 HMEPEZ)

VB2 (15 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IC3 (15 HMEPE%)

IVA1 (15 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IIC2 (15 HMEPEZ)

VA2 (15 HMEPE?)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

1liB1 (20 HMEPEZ)

1IB3 (20 HMEPEZ)

K3
| -
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T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IC2 (20 HMEPEZ)

11A2 (20 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

11IA1 (20 HMEPE%)

1IC1 (20 HMEPEZ)
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T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IVB3 (25 HMEPEZ)

11B4 (25 HMEPE%)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IIC1 (25 HMEPEZ)

VC2 (25 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IA3 (25 HMEPEZ)

IVC3 (25 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IB2 (30 HMEPEZ)

VB1 (30 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

11IB2 (30 HMEPEZ)

IA1 (30 HMEPE%)

n




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

11A3 (30 HMEPEZ)

IVC1 (30 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VA1 (30 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

AOKIMIA ME YBPIAIKH 2YTKOAAHZH KAI M.B. AIAZTAZEQN 100x70mm

ViB1 (5 HMEPE%)

ViiB4 (5 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIC4 (5 HMEPEZ)

VIIAS (5 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIA2 (5 HMEPEZ)

VIIC6 (5 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIB6 (10 HMEPE%)

VIiB2 (10 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIAS (10 HMEPEZ)

VIIA4 (10 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIC3 (10 HMEPE?)

VIIC5 (10 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIiB1 (15 HMEPEZ)

VIB5 (15 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIC1 (15 HMEPEZ)

VIIC2 (15 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIA6 (15 HMEPEZ)

VIIA1 (15 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIB5 (20 HMEPEZ)

VIB2 (20 HMEPE%)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIC5 (20 HMEPEZ)

VIIA6 (20 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIA4 (20 HMEPEZ)

VIIC3 (20 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIB3 (25 HMEPE%)

VIIB3 (25 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIC6 (25 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIA1 (25 HMEPEZ)

VIIA2 (25 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

ViB4 (30 HMEPE%)

VIIB6 (30 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIA3 (30 HMEPE?)

VIC2 (30 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIC1 (30 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

AOKIMIA ME ZYTKOAAHZH TO=OY (FCAW) KAI M.B.

ViiiB3 (5 HMEPEZ)

XB3 (5 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIA2 (5 HMEPEZ)

IXC4 (5 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXA3 (5 HMEPEZ)

XC1 (5 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXB4 (10 HMEPEZ)

IXB2 (10 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXA1 (10 HMEPEZ)

XA2 (10 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIA1 (10 HMEPEZ)

VIIIC2 (10 HMEPE%)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXB1 (15 HMEPEZ)

ViiiB4 (15 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIC3 (15 HMEPEZ)

XC4 (15 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXC3 (15 HMEPEZ)

XC2 (15 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

XB2 (20 HMEPEZ)

ViiiB2 (20 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIC1 (20 HMEPEZ)

IXC2 (20 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIiIiC4 (20 HMEPEZ)

IXC1 (20 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

ViiiB1 (25 HMEPE%)

XB1 (25 HMEPE%)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIA4 (25 HMEPEZ)

XA3 (25 HMEPEZ)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXA4 (25 HMEPEZ)

XA4 (25 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

IXB3 (30 HMEPEZ)

XB4 (30 HMEPE%)




ITAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

VIIIA3 (30 HMEPE?)

IXA2 (30 HMEPEZ)




T[TAPAPTHMA A : PQTOI'PAPIEY AOKIMIQN OANAMOY AAATONEDQXHY

XA1 (30 HMEPEZ)

XC3 (30 HMEPEZ)
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