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ITPOAOI'OX

H ovykexpipévn dSmlopatikny epyocios TpoyHOTEVETAL THY EPOPUOYN TS GUYKOAAN OGNS
o TPIPNg pe avdodevon oe moAvpepikd LAKA. Tleprypdeovtar ot Tpdémol chvdeong-
GLYKOAANGNG TOV TOAVUEPOV KOL CNUOAVTIKOV EPOPUOYDV TOVG OTLS VOUTNYIKEG KOl TIG
Bordootieg kotaokevés. [Tapovotdletar n néBodog cuykdAAnong oo TPIPNG e avhdevon
Kot 01 Pacikég TapdpeTpot TG dlepyaciog, Kabmg Kot YapaKTNPLOTIKES TNG EPAPUOYES OTN
voumnykn Bropnyovio.

H oyeticn eAnvikn BipAoypagio 1660 6T0 6KEAOG TV SITAMUATIKGOV OGO Kol 6TO GKEAOG
TOV ApOp®V elval TEPLOPICUEVT] KOL 1) CUYKEKPIUEVT OITAMUATIKY EPYOcio elval 1 TPAOTN
OV TPOYUATEVETAL TIG GVYKOAAGELS 010 TPIPNG LE OVAOELGT) GE TOAVUEPTKE DAKA. XTOYOG
0TI GLYKEKPLUEVT] £PYOCIA NTOV 1 HEAETN TOV MO CNUAVIIKOV GYETIKMOV EPELVNTIKMOV
EPYACIOV OV VILAPYXOVY GTNV eAeVBePN ayyAOYAwGon epevvntiky BipAoypaeia yio tnvv
avadelgn evog kavotdpov BELOTOC TOV aPopd TNV €QapLOoYN TS LEBOSOV GE TOALUEPLKL
vAd. ‘Eppacn 660nke oe mepmtdGES GUYKOAANGONG OLOI®V KOl AVOLOL®V TOAVUEPIKDV
VMK®OV OV £Y0VV €QOPUOYN 0T vaurnykn Bopnyavia. H yprion molvpepdv ota mhoia
Kol TNV vouTiMa avEAveTol cuveX®MG, KOOIGTMOVTOG TN LEAETN] TOV GLYKOAAGEMY Kol €V
vével TV peBOd®V CLYKOAANOMG, WHTEPA OMUOVTIKES Yo TOVG VEOLS Nowmnyovg
Mnyovikotg

®a NBeha, T€LoG, va ekEPAcH TIS gvyoploTieg Lov otov Kabnynt kopo Ap. Anuntpio
Apayatoyidvvn 1660 Yo v No| vroot)piEn 660 Kot yio v umpaktn forfeld Tov ot
oLVTAEN QVTNG TNG EPYOCTNG LLE TIC XPNOLUES CLUPOVAES TOV, TIG PPAIOYPAPIKES TPOTACELS,
Vv gmomteio. Kot TV KaBodynon Tov yo Tn OoUN Kot TNV omapaitntn €pevve NG
epyaciog.
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IHEPIAHYH

370 TPMOTO KEPAAOLO TOPOVGIALETOL 1) YNUELN, O1 EQAPLOYES KOt Ol TPOTOL GUVOECTG TWV

ToAvpEp®V. Aldovtal facikég TANPOPOPIES Y1 TAL TOAVIEPT], Ol GLYKOAANGELS TMV OTOI®MV
pe 1 HéBodo ¢ ovyKOAANong ol PPN pe avadevon efetdlovtal otnv mapovoa
epyacia. 1o 0e0TEPO KEPAAao e€etdletan | apyn TG HeBOGOOV GVYKOAANGONG St TPIP1G
pe avadevon kol avoaeépovtal ot Pacikol mapduetpol e epyacioc. H enidpaocn tov
TAPOUETPOV GUYKOAANONG, OTTMOC TNG TOXOTNTAG KOl TOV YEOUETPIKAOV XOPOKTNPIOTIKMV
TOV gpyoAeiov givarl kaBOPIOTIKNG CNUAGCING Yo TV OTOJOTIKY EMITUYI0 KoL TV OVTOYN
™G ovykOAAnong. Emiong, xotd 1 dudpkeld TG CLYKOAANGONG, TO TEUA)O TTOV
OLYKOALOVVTOL KOl GUYKEKPIUEVA 1] TEPLOYN CLYKOAANGONG TOVG, dlakpivoviat og (MVES e
CULYKEKPLUEVO YOPAKTPLOTIKA KOl SIOPOPETIKES O10TNTEG OV ALPOPOVV KLPImG TN oM
TOV VAIKOU KOl TNV HKPOOOUN TOv. AKOUN, mopatifevior To TAEOVEKTAUATO KOl TO
petovektnuota g pedddov, ta grattodpato wov epgoviCovror kotd v eEEMEN NG
dradkaciog, KabmG Kol 1 EQaPROYN TS 6T Vourn YKy fropnyavio. Xto Tpito Ke@aAimo,
TEPLYPAPOVTAL Ol PACIKES OPYES GVYKOAANGNG TOAVUEPIK®OV VAKOV pe T puébodo S
TPPNG HE avAadeLoN Kol YiveTal ovooKOTNon GYeTikdv PBipAoypapikav epgvvav. [T
e€elnmuéva avarvovior dtaeopetikol unyoviopol E&etaletar avolvtikdtepa 1 mppon
TOV TOPAUETP®V, TOV EPYOULEIDV, TA ELUTTOUOTO KOL 1] OVIILETOTIGN TOVG, 1| PON TOV TNG
Bepuotrag.

To tétopto KOl TO WEUTTO KEPAAOLO APOPOVV  EPOPUOYES TNG HEBOSOL opoimv kot
OVOUOI®MV TOALUEPIKOV VMK®V, avtiotolyd, Ot omoieg &xovv mpaypoatomomBel omod
EPELVNTIKEG OpHAdEG TOL eMTEPIKOD, HE OTOYO TNV OVOALON TOV TEPUUATIKOV
OTOTEAECUATOV KoL TNV £E0Y®YN CUUTEPAGHATOV. MEG® TOV TPUKTIKOV EPOPLOYDV KoL
TOV TOPASEIYUATOV YIVETOL KOTOVONTY 1] GUGYETION UETAED TOV TAPAUETP®V dEPYaciog
KO TOV UNYOVIGUOV GUYKOAANGNG LE TNV TOLOTNTA KOl TNV OVTOY TNG GVYKOAANGNC.

Téhog, 610 £KT0 KEPAANLO TEPIAAUPAVOVTOL LEAALOVTIKES TPOTAGELG EPEVVOAG GTOV TOUEN
OXETIKA UE TIG ovykoAAoelg FSW molvpepmv, KaBdg Kot v avamntuén g epaproyng
OTN VOLTNYIKY Propnyovia.
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ABSTRACT

The first chapter presents the chemistry, applications and ways of connecting polymers.
Basic information is given on the polymers, the welding of which by the friction stir
welding method is examined in this paper.

In the second chapter, the principle of the friction stir welding method is examined and

the main parameters of the work are mentioned. The effect of welding parameters such as
speed and tool geometry are critical to the efficient success and strength of the weld. Also,
during welding, the pieces to be welded, and specifically their welding area, are
distinguished in zones with specific characteristics and different properties that mainly
concern the nature of material and its microstructure., Furthermore, the advantages and
disadvantages of the method, the defects the appear during the evolution of the process, as
well as its application in the shipbuilding industry are listed.

In the third chapter, the basic principles of welding polymeric materials using the friction
stir welding method are described and relevant literature research is reviewed. Different
mechanisms are analyzed in more detail. The influence of parameters, tools, defects and
their treatment, the flow of heat are analyzed in more detail.

The fourth and fifth chapters concern applications of the method of similar and dissimilar
polymeric materials, respectively, which have been carried out by research groups abroad,
with the aim of analyzing the experimental results and drawing conclusions. Through
practical applications and examples the correlation between process parameters and
welding mechanisms with weld quality and strength is understood.

Finally, the sixth chapter includes future research proposals in the field of polymer FSW
welding, as well as the development of the application in the shipbuilding industry.
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KE®AAAIO 1 : IOAYMEPH

1.1 T'evika

Ta molvpepn etvat vAKE To 0ToiaL ATOTEAOVV, OO YNLUKNG ATOYNG, EVOGELS LYNAOD
poptakob Papove. Kupiwg oty opdda avtn avikovv cuvOeTiKég pntiveg, TAOCTIKA,
EAMOOTIKA, VOAVOLUES TVES, K.(., LE EVPVTATEG EPAPUOYES GE OAOVG TOVG KAADOLS TNG
Bropmyaviac. [1]

Ta molvpep) mov amovidvtol otn eHon neprapfdvovy to EOA0, TO KAOVTGOVK, TO
Bapupakt, To poAMM, To dépua kat to petdél. [dwitepa petd ™ Anén tov B’ IIIT éxovv
g16€éA0el duvopIKa To cLVOETIKG TOAVLEPT], T OTolaL LopovV va TapayBodv eonvda,
KOl 01 1310TNTEG TOVG UTOPOVV va. gEeyyBolv o€ tepdotio Babud. [2]

Ta molvpepn g VAIKA amotelovvTor amd popla LeEYAA®V SOGTAGE®V (LoKPOUOPLaL).
Aopkol Aot Tov pakpopopiov givor ynUIKES EVOGEIC-LOVAOES, UIKPOD LOPLOKOD
Bapovg, Ta Aeydueva povopepn Kot o aptfpog tovg motkirel amd 100 £wg 100.000 avé
0AVGI00. XTO TAEOVEKTNOTO TOV TOAVUEPOV EVAVTIL TOV UETEAMKAOV VAKOV
ovumepAapupdvovior 1 SVVOTOTNTO TOVG VO HOPQPOTOOLVTOL €VKOAO, Kol Vo
TAPooKELALOVTOL GOUPOVO LLE TOVG GYEOLOGLOVG LG, 1) YOLUNAT TUKVOTNTA, Ol KAAEG
UNYOVIKES 1010TNTES, dVVATOTNTA dLoPAvELNG Kot cuviBmG apketd youniod kdotog. Ta
MEWOVEKTNHATA TOVG GE OYECT HE TO UETOAMKO LAKAE givor 6Tt cuvnBmg €xovv
YOUNAOTEPES UNYXAVIKES 1010TNTEC, Ogv €lvol duvartn 1M YPNON TOLG GE VYNAES
Oepuoxpacieg Kot 1 ¥pNoN TOVS EMPUVAAGCEL PEYOAOVG KIVOUVOVLS POTOVGNG TOL
nep1ariovtog (TpoPfAnua avakvkimong). [3]

1.2 Mépro. moropep®v — Iolopepropoc/Zopmorlopepiopog

210 TOALUEPT] T LOPLOL ATOTEAOVVTOL OO PEYOAO aplOUd ATOU®Y EVOUEVOV HETAED
TOUG W€ OMOLOMOAIKOVG 0eGpovg (paxkpopdpla). Kabe popo dnpovpysiton amd v
EMOVOAN YT LOG LIKPNG Hoplakng povadoc. H povdda avtr emaviinyng eivo 01 1
TOPOTANCLOL U TNV OTAY] YNUWKT €VOOT|, TO HOVOUEPES, OO TO OMOi0 TPOKVMTEL TO
nolopepés. [3]

Ta dropa péca o kGBe LOPLO GLVOEOVTOL LLE OLOLOTOATKOVG deaovc. o mapddetypa,
oT1g avOpakiKég aAlvoideg Ta dropa avOpaKa cuvoEovTot G EENG:

RN
—cccCccCc
P
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Kabéva amd to 00vo niektpdvia cBévovg mov amopévouv yioo kdbe dtopo dvOpoaka,
UTOPEL VO VITEICEPYETAL GE TAEVPIKOVG OECUOVE e Atopa 1 pileg mov tomobeTovvTan
YETOVIKA UE TNV 0AVGida 1 aKOUa Kot Vo TpaypatonomBovv duthoi despot.

n.x. To arBvrévio CoHy (aépro og Beppokpacio Kot mieon meptPdAiovtog)
H\C: H

/ AN
H H

Edv oto aépro atBuriévio epapproctoldv ot katdAinieg cuvinkeg Bepproxkpaciog kot mieong
Ba petotpanei og molvoibvrévio (PE), o omoio givar éva oteped moAvuepéc viko. H
dwdkacio avtr apyilel 0tav oynuatiletor éva gvepyd HOvoUepES amd TV avTidpaot
HETOED £VOG KOTaALTN R Kot Tov atBuAevikov povouepovg mg eENg:

Ta oA YopaKTNPIGTIKA £VOG TOAVUEPOVG £E0PTAOVTAL KUPIMS Amd TO HOPLOKO TOVG
Bapog, To oyNua Kot T SOUN TOV LOPLIKOV GAVGIOMV.

Y10 moAvpepn UE TOAD HEYOAES aAVGIOES OOMIGTMOVOVTOL EEAPETIKA UEYOAN LOPLOKA
papn.

Ot amhot deopol gtvarl tkavol va TePIGTPEPOVTOL Ko VO KAUTTOVTOL GTIS TPELS OLGTACELS,
EVD 01 PoplakéG OAVGIOEG TOV TOAVUEPOVS UTOPOVV VO KATTOVTAL, VO TEPLEAMGGOVTOL Kot
va omAdvovtol. ‘Etol, vmdpyet oAAnAo-01eicovon Kot €UTAOKN UETAED YEITOVIKMV
poplak®dv aAvcidmv. Ot tuyaieg avtég pumepdepéves OopUéS etvorl vTeHBVVEG Y10 OTULOVTIKA
YOPOKTNPLOTIKA TV TOAVUEPDV, OTMG TOV LEYAAWDY EAAGTIKMV EMUNKOVOEDY VAIKOV OO
KOOVTOOVK. [2]

Méow ymukodv Sopoplokdy  avidpdoemy petald Tov poplov TV  HOVOUEPDV
Aoppdvovtar to. TOALUEPT). AVAAOYX NE TO €005 TMOV UVTIOPOVIMV HOVOREPAOYV, TO
TOPOYOUEVO PTOPEL VO EIVOL OPOLOTOADUEPES 1] GUUTOALVUEPES KL 1) YNUIKY] AVTIOpao)
KOAEITOL TOAVPUEPIOROG 1] GUUTOAVUEPIGUOS AVTIOTOLY O
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Koatd tov moAvpeptopd copfaivouv €ite avTiopacels COPTVKVOGEMS EITE AVTIOPAGELS
apocOkne. [3]

210V TOAVPEPLGUO TPOGONKNG TO LLOVOLEPT] £XOVV HTAOVG (1 YEVIKA TTOAAATAOVG)
deopovs. Katd v avtidpaon Exovpe d1dvoil&n tov omAol deGoD, OTOTE T LLOVOUEPT
AVTIOPOVV UETOED TOLG KOt 001 YOUV G€ LaKPLd 0AVGIda, Ympig va eAevBepmvovTal
EVOGELS LKPOD poptlakol Bapovg. Tumikd mapddetypo ToAvpepiopnol Tpochnkng ivot
avTo TOV TOPUydY®V atbvieviov N HZC:CIIH — (—CH2-CH2-)n
R
R

Omnov n o Babuog ToAvpepiopom.

[Swaitepn mepintwon moAvpeptopov Tpochnkng ivol 0 GLUTOAVUEPIGUOG KATA TOV OTTO10
o0 N TePEGHTEPA  SLOPOPETIKOD €100VG LOVOUEPT EVAOVOVTOL Kol 0odnyodv o€
ovumohlvpepés. Ta onuavikotepa molvpepn mpooHnkng eivar to mwoAvarBvAévio,
TOAVGTUPEVIO, TOALUEPT, KOL GULUTOALUEPT, TOL  PvvloyAmpidiov, TOAVAKPIAIKA,
TOAVTPOTVAEVIO, TOAVIGOBOVTLAEVIO, POOPLOTAACTIKA, K. (.

Y10V TOAVUEPIGUO GUUTOKVMONG AdUPAveEL YDpa OEPd SodOYIKOV avVTIOPACEDY
CLUUTOKVOONG avApeso o€ V0 SlPOPETIKE povouepn Omov kobéva dtabéter 600
OpaoTikéG opades. Tavtodypova omd KAe avtidopacn cuUTLKVOONG aroBdAAleTal Eva pkpd
uopto (cuvnbwg H20, HCL).

Tomikn avtidpaon molvocvumvkvoong elvar avdpeso oty alBvAevoyAukOAn Kot TO
TEPEPBIAKO 0ED.

N{HOOC-CeHs+—COOH+HO-CH2-CH>-OH} — (-CO-CeHs+—COO-CH2CH2-O-)n +
2nH20 PET

To molvpepég TOL TPOKVLATEL AVIKEL GTOVS TOAVEGTEPES, Ppickel TANO0C EQAPLOYDV Kot
ypnoonoteitol HeTa&h GAL®Y Kol Y10 Topay®yn VEAVOU®Y vov. [1]

O molvpgpropdg pe faon TNV KIVIITIKN TOV GVTIOPACEMY QVTOV SLOKPIVETAL OE:

0) Xtadwkl, o6tav OAeg ol avtidpdoelg odevovy katd PBabuideg (gidog avtidpdoewv
CLUTVKVAOGEMG).
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B) AAve1dmTo, 6Tav Ol AVTIOPAGEIS 0OEVOVV HE SLUOOYIKEG TPOCONKES EVOG LOVOUEPOVG
KGOe POpA MOV TPOKELTAL Y10 TOYVTOUTEG AVTIOPAGEIS TPOGHNKNG. TNV TEPINTMOON TOL
eEetdoape Tov TOAVABVAEVIOL 0 TOALUEPIOUOG EIVaL 0ALGIOMTOG.

Kotéd Ttov ovpmolvpepiopd, To povopepn moAvpepilovror TOVTOYPOVOE Kol
oMUaTilovy GLUTOAVUEPT], TOV OTOIMV 1| HOPLEKT] 0AVGId0 amoTELEITOL 0O Ola TO
xpnopomom0évra €ion povopep@v. Xvumorlvpepn AopPavovior 1060 HE OVTIOPAGELS
CUUTOAVUEPIGUOV, OGO KOl HE YNUKEG OVTOPACELS HETAED opotomolvpepmv. Ot
owvnBEaTePES AVTIOPAGEIC GLUTOAVUEPIGUOV Eival aAVGIOMTES. [3]

1.3 Ta&wvopunon molopep®v

[3]

A) Q¢ TPOS TNV UPYLITEKTOVIKI TNG TOAVUEPIKIG 0AVGIOUG, TO TOADPEPT
olakpivovral o€:

o I'pappwké morvpepn: Ot emavorapPfavopeveg povadeg cuvosovtatl HeTAED TOVg
amd dxpo o€ AKpo € AMAEG OALGIOEC. XTO YPOUUIKE TOALUEPT] OICKOVUVTOL GE
ueyaho Babuod dvvauelg Van der Waals peta&d tov alucidmv.

T.X. TOAVUBVAEVIO, TOAVGTLPEVIO, TOAVAId0, TOAVEDUKPLAIKOS peBuAesTEPOG,
vauhov, eBopdvOpakes.

o Awkiadiopéva roropepn: Ot kVpleg aAVGIdeg cuVOEOVTAL e TAEVPIKES (KAGOOL).
Ot mhevpikég mov Bempovvtat LEPOS TOL KVPIMG CKEAETOV TOV LOPIOL TPOEPYOVTAL
a0 TOPATAEVPES AVTIOPAGELS TOL AouBdvouy ydpo Kotd TV avtidpacn Tov
noAvpePOLS. Ta moAvpepn avtd £xovv S160146TATH dOouN.

T.X. COUTOALUEPES aBvAeviov-eEeviov.

o Awotavpopéve morvpepn: [srtovikég mAevpikéc aAvoideg evavovtor HETAED
T0VG o€ O1dpopeg BEoelg pe opotomoikovs despovc. [ToAd amd Ta ehacTikd givor
SLCTAVPMUEVOL.

o Awrtvopéve moivopepn: Tpodidotata odiktva mov  oynuatilovior  amd
TOAVOPACTIKG HOVOUEPT) TOL OBETOVY TPEIS 1| TEPLOCOTEPOVS  EVEPYOVS
OUOLOTTOAKOVG OEGILOVC.

T.X. POPLOPULVOAT|, TOAVEGTEPES, TOAVETOEEIOKEG EVAOTELS, TOALOVPEDAVES, K.T.A.

"Eva moAvpepég mov givan o€ peydio Padpd dtuctavpopévo uropet va taivoundet
o¢ éva diktvopévo. Ta moivpepn cuvnbwg dev €xovv €va povo dtokpttd €160¢
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dounc. Emiong, ypappikd mwolvuepn Umopovv pe yEQEOP®ON VO OTOKTHCOVV
SIKTLMTN SOUT TTOV TIC TEPIOCOTEPES POPES EKTEIVETAL GE TPELS OLUOTACELS.

B) Q¢ mpog 1o emineda opydvmongc:

e  Opowomorvpept): Artotehovvrol amd Eva povo €idog povopepovg, m.y. PE, kot
glvot TOmov:

-A-A-A-A-A-A-A-A-A-A-A-

e Yypmoivpept): Anotehovvrol cuvilmg and dvo €idn povopepmv A kKo B ko
avdAioya pe tn dadoyn Tovg dlakpivovtal Ge:
- Toyaia 1 oTtaTIGTIKG GVPTOAVPEPT], O10TL M| Kotavoun Tov A kot B
OTNV TOAVUEPIKT] aALGTda etvar Tuyaia (TT.Y. CLVOETIKO KHOVLTGOVK):

-A-B-A-A-B-B-A-A-A-B-A-

-  Evolloooopeva copmoivpept. ‘Exovpe evailoocooduevn mopovcia
TV 300 TOT®V LOVOUEPDOV GTNV ToAVUEPIKT| aAvoida (1., Nylon 6.6)

-A-B-A-B-A-B-A-B-A-A-B-A-

- Tpnpotwa copmorvpepn. To povopepn A ko B petéyovv oy
aAVGIO0 TOL TOAVUEPOVG KOTA TUNLLOTA, GE TUY IO 1) TEPLOOIKT] SLOOOYN:

-A-A-A-A-A-B-B-B-B-B-

- Evo@O@aipiepéva cvpmoropepn. To éva povopepéc amotedel TAeLPIKY
SKAGO®GON GTNV TOAVUEPIKN aALGIda, TNV omoio cuvOEtel Povo To
dAlo povopepés:
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-A-A-A-A-A-A-A-A-A-A-A-

I') Q¢ Tpog TV TPOELEVGT] TOVS TO. TOAVUEPT] OLOKpivovTOL OE:

. ®vokd molopepn

Y. LOAM, petdét

. HpiovovOeTiké molopepn

[IpokdmToUuV amd YNUKO LETACKNUATICUO QUGIKOV TPATMOV VADV. T.). VITPOKLTTOPIVN,
gfovimg, rayon, cellofan, k.A.m.

. YuvOeTikd Tolopepn

Ta poplo Twv povouep®v T 0moioe GLVOETOVY SV VIAPYOLY GTN PVCT|. T.X. YAOPLOVYO
moAVPvdAo, ToAvteTpapopoaifurévio, Nylon 6, Nylon 6.6, K.A.w.

A) Qg mpog T Yp1|o”M TOVG, dlaKPivovTol GE TOALUEPT EVPEING XPNONG, O TEXVIKA KOl
TPONYUEVO TOALULEPT).

E) Q¢ mpog 11 1010 TéG TOVG, TO TOAVUEPT draKpivovTal G TPELS LEYAAEG KaTnyopieg
TEPAOTIOG ONUAGTIOG Y10 TNV KATAOGKELOOGTIKN Bropmyovio:

. OeppomhaotiKd

Amotedodviot Kupimg amd Ypoppkd popa, Tov pe tn BEPHOVeT HOAOKOVOVY Kot pEOVV,
AMOY® TOV YOAOPOV HOPLOKOV OECUDV, KOL 0OV HOPEOTOmBohV, amoyvyovIol Kot
otepeomotovvtat. H diepyacio avt etvar avtiotpenty). Ta Oeppomiactikd eivor evaicOnrta
o1 Beppokpacio Kot ToVg S1AVTES. Xt OepHoTAACTIKA EVPEiOG Kot BLopmnyavikig xpons
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neptiapPdvovtar. 1o molvaiBviévio (PE), 10 yAwprovyo moivfivorio (PVC), to
noAvmpormvAévio (PP), 1o molvotupévio (PS), to moAvaxpviovirpimo (PAN), 1o
nolvapidio (Nylon) kabmg kat 1 okoyévela towv gopomorvpuepmv. [3]

. Ogppoockinpovopeva

[Ipoxertan yuo dtodidotata 1 TPLEOAGTOTA OIKTLO, AMOTEAOVUEV OO UIKPA, GYETIKA,
LLOKPOLOPLOL TTOV TTPOEPYOVTOL OO TNV EMAVAANYT TOV LOVOUEPOVG UEPIKEG EKATOVTAOEG
eopéc. Katd v avipeldn tov cuoTtatikdv Tov moAvpepols (pnTivn pe 10 ovTicTolyo
OKANPLVTIKO), pe N yopic BEpuavon, To ToAVUEPES GKANPAIVEL KOl LOPPOTOIEITOL KOTA
avavtiotpento tpomo. Ta OBeppockinpuvopeva moALUEPT] OV EMOEXOVIOL TEPOUITEP®
Katepyaoia, S0t av&avouevng g Beppokpaciog dtuomdvTot ot SevTEPEVOVTEG dECUOL,
oV KOl TO TOAVHEPEG Ogv THKETOL AOY® TNng 1014{0vc0¢ SIKTLVMTNG KOTAVOUNG TMV
paxpopopiov tov. Xvvnbwg sivar dupopea. Ta kupidtepa BeppookAnpovvopeva givat: ta
QOVOALKA ToAvpepn (@avomAdotes 1| Pakeliteg, o1 ETOEEWOKEG NTIVES, Ol AUVOTAACTES
(pntiveg ovplag N pedapivig pe eopurardehon), ot molveotépes, KA. [3]

. Elactopepn

Eivor cvvnBog ypappukd molopepn pe dakradiopéveg arvcides. Katd m @optior| toug
UTOPOVV VO, VTTOGTOVV LEYAAES TAPALOPPDCELS KoL VO ETAVELDOVY GTO 0Py LKO TOVS TN LLOL
pe v Aaporn tov eoptiov (WdTTA VIEPEAASTIKOTNTAS). Ol YOpPaKINPIOTIKOTEPOL
AVTITPOCMOTOL TOV EANCTOUEP®V €lval: TO €AUGTIKO KOUUL, TO GLUVOETIKO KOl QLGIKO
KOOVTGOVUK, TO OLVOETIKO TOAVICOMPEVIO, TO €ANCTIKO GTLPEVIO-POVTOSIEVIO, TO
TOAVYA®POTTPEVIO Kot Ol GIAkOveG. Otav to kaovtoovk OeppavBel pe Belo, voiotatot
BovAkaviopo. Anupovpyovvtal, onAodt, dCTOVPOGCES HETAED TOV HOPimV, Ol OTOies
EVIGYVOLV TOAD TN doun TOL €AacTKOD. Mg TOV TPOTO aVTO, TO EAAGTOUEPES YiveTOL
OoKANPOTEPO, avOekTIKOTEPO Kot AydTepO gvaicOnto oe Beppokpacioxés petaforéc. H
oyxéon avaroyiog petalhd g meplekTikdTToS 08 Bgio TOL KaoLVToOVK Kot TG PeAtimong
TOV UNYOVIKOV TOV 1010TNTOV, EMITPENEL TNV TOPAYOYT KOOLTCOVK UE HEYOAO €0POG
wothtov. [3]

A7l Ta Tpia €61 TO pova oL givar cvyKoAM| o givar Ta OgppomrlacTikd.
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Ta kvprotepa OeppomTrhacTIiKG KOt o1 YP1GELS TOVG:

Mivakoag 1.1: Ta kuplotepa VEPUOMANOTTIKA KAl OL XpHOELS Toug [3]

I[TIOAYMEPEZX MONOMEPEZ IAIOTHTEZ-XPHXEIX
[ToAvaiBvrévio, PE H H Yoiqveg, films, eidkec.
Komehlha, niektpucég
c,;:(lz LOVMGELS, GLGKELAGTNL
H H
[ToAvmpomvAiévio, PP H H "Eyet tig 1d1eg 1010 1EC pUE
\C:C’I 70 PE, aAAG eivon
l [ erappLTEPO, GTIRUPHTEPO
HH,C Kol avOeEKTIKOTEPO GTNV
nMokn aktvoBoAia.
[ToAvtetpagBopoaifviévio, | "Exet kaAn avtoym oe
PTFE ~Fo~ vynAég Bepurokpacieg Kot
I YOUNAO GUVTELEGTT
Tpnic.
[ToAvatupévio, PS H ®Onvé mpoidvra yHtevong.
H\C%C\H Mop@omnoteitan kot 6
| APPDOOEG TOAVUEPES Y10
H\C/C\C/H VA cvoKevaGiag.
|
H’C\C/ C\H
T
XAwprovyo moAvfvirio, H [MAaicw Tapabipwv,
PVC H/C\C/ OloKOL YPOULOPOVOY,
y OO GELS OEPLLOTOG Y10,
EVOLLLOTO, K.T.A.
[ToAvpeBovropebviaxpoviko, A Awapovn @A Kot GAAQL
PMMA I npoidvta. [opddupa
H\C/O\C/ C\C/H 0EPOCKAPDV, OIKIADV,
% ]| HH KT\
Nylon 6.6 C12H2202N2 "Exovv dpiotm gyyvtotmro,

KOAES UMY OVIKES 1O10TNTEG,
dloTAGLOKY| 6TAfEPOTNTA,
YOUNAY OlamepaTOTNTOL
amd 0EPLo Kol ATHOVG,
apyn Koo Kot
avtocPeon.
XPpNOHOTOLOVVTOL Y10,
KOTOGKELT] OVTIKEWLEVMV
NAEKTPOAOYIKNG YPNONG
(dracomteg, pumpileg, KTA),
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TATNTOV, SIKTVOTOV
EMOOTIKOV,
LEAOVOTOVIDV,
YEPOVPYIKOV VNUATOV,
oLVOETIKOV, VEAVOIU®V
WOV LE OTEPLOPIOTEC

EQOPULOYEC OTNV
veavtovpyia.
Nylon 6 CeH11NO
Nylon 610 C16H30N202
Nylon 11 CuH2:NO

Hepatnpnon: Xtov mopandve TivoKe TN GTNAN TOV HOVOUEP®V KATOYPAPOVTOL Ol

YNUIKES EVOOCELS TOV LLOVOUEPDV LELOVOUEVES Hall e TOVG TOVS SITAOVG OEGLOVG (OTOV

vrdpyovv). Otav mpoypatomoleitort 0 TOAVUEPICUOG «OmAvey ol Outhoil (1] YeEVIKA
noAlamAol) deopol o va cuvevmbolv Ta povopepn petald Toug.

25




1.4 TloAvpepn OV YPNOCLUOTOLOVVTOL GE GLYKOAM|GELS oo TPPNS pe avadevon
(Friction Stir Welding-FSW)

H ovykexpuévn dsummhopatikn epyacio e6TIdlEL 6T GLYKOAANGT TOAVUEPIKOV DVMK®OV UE
™ pébodo FSW. Amd 1o 1tpion €idn moAvpepmdv pévo to Oeppomioctikd eivor to
ovyKoAnoo woAvpepn. Tlapadetypoto TOAVGKANPOUEVOV TOAVUEPDY VAIKDOV, OTMG
eldape, etvar to yAwprovyo moAvPivoriio (PVC), to moivstupévio (PS), to axpviovitpiio
Bovtadiévio otvopévio (ABS), o pebBaxpoiikdg moivpebvieotépag (PMMA), 10
moAvalBuAévio youning kot vyming mokvotrog (PE), to moAvmpomvuiévio (PP), 1o
nolvterpapbopoaidvriévio (PTFE), to vardov-6 (PA) kot to moAvavBpakikod (PC).

Ta axkélovba morvpepn £xovv cuvdebel emttuywg péow FSW pe ikovoromtikd mocootd
emuyiag mov Kupatvovton petald 50 kot 98% :

« HDPE (High-density polyethylene)

* Nylon 6

* ZOA0/TAOCTIKO

* PP/PC

» PP/PE

* PP

* PETG (Polyethylene terephthalate glycol)
* ABS
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1.5 Adheg TeYVIKEG 6VVOESS TOAMVUEP DOV

[Tépa amd 1t pébodo FSW, oe yevikéc YPOUUEC T OUVOECT TMOV TOAVUEPDV
Tpoypotomotleitat pe tig akdiovdeg teyvikég [3]:

e  Mnyavikn 6ovdeon (mechanical faftening)

[Tpaypotonoteiton KVPIOS LE TN XPNOT KOYAIDV.

o  Ogpuki) cvvdeon (thermal bonding)

Ava@épeTal oT] 60VOEGT OEPROTAUCTIKOV TOAVPEPDV ne OEppaven Kol epappoyn
aiconc. [lpokepévov vo TPoKOYEL VYIG GLVOEDT, ATOITEITOL GYOAOGTIKY KOl KOAN
KaOaPLOTNTA TOV ETPOVEIDV GLYKOAANGNC. AlaKkpiveTal 6e dLAPOPES TOPUAAAYES:

1. Xvykéiinon pe Ospparvépevo epyadeio 1 paovia (heated tooling 1 rollers). Eivar
KOTAAANAT Y10, GUYKOAANGELS AETTMOV TAAGTIKGOV VALV, 1.y, PE/PTFE

2. Xovoeon pe Tppn (friction joining). Ta mpoc cuYKOAANOT TEUAYLO EPYOVTOL OE ETAPT
Kol HETA omd TePIoTPoPn 1 6Ovnon (TOVAGYIGTOV TOL €VOG TEMOyiov), €KAVETOL
OepuoOTNTO GTNV JIEMPAVELD, LE OTOTEAEGHLA TV TNEN KOl GUYKOAANOM).

3. XuykoAinon Ogppod ovppatog (hot wire welding). MetaAlikd ovpua
EVOOUATOVETOL OTNV EMPAVELN EMAPNG TOV 000 TAACTIKOV Tepoyiov. Koatd
O1éAevomn MAEKTPIKOL PELUOATOC HEGH TOV CUPUATOG, ameievBepmvetar Beppotnta,
Héom Tov eavopévov Joule, kot apov TnKOVV TomiKd TaL TOALUEPT], EQaPOLETOAL TTiEDT,
1 omoia 0dMNYEl 6T GLYKOAANGN TOV TERAYI®V.

4. Xovdeon pe dwmhektpikn] 0éppavon (dielectric heating). Aaupaver yopa dtav to
TPOG GOVOEOT TeUdyl TOALUEPDV €16EAB0VY Ge mAektpopayvntikd medio. H
oLyvoTNTa ToL TTEdiov Kupaivetar amd 1 émg 200 MHz. H teyvikn avt mpoteiveton yio
GLVOEGELS TOAVUEPADV TOAWUEV®V paKkpopopiov, w.y. To PVC.

5. Hlektpopoyvntiki 1 peyvntiki oovdeon (electromagnetic bonding 1§ magnetic
heat sealing). Aentd poyvntikd copotiol, pe SapueTpo mepinov 1pum, eykifotilovrol
o1 palo Tov ToALVIEPOVS KOl TO TPOG CUVOEST) TEUAYLO EIGAYOVTAL GE Loty TIKO TTEdI0
VYNANG ovuyvotntag. H 0éppravon tov payvntik®v copatidiov £xel og OmoTELEG LN TV
EN KoL TN 6VVOEST TOV TAACTIKAOV.

6. Xvykoiinon Ogppov agpiov (hot-gas welding). IInyn Oeppotntog sivar gite Oepuodc
aépog eite Bepud adpavég aépro. Eivar amapaitntn n xpnon KvAivopov mAnpoTiKoh
VAMKOV, oo TO 1010 OEpUOTAACTIKO, TPOKEUEVOL VO AvVATANP®OEL TO VAIKO GTN poon.
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e Yuvévmon pe ypnon cvvdeTikov vitkov (adhesive bonding)

AmoteAel TV EVKOAOTEPN KOIL TTLO JLOOEOUEVT AT’ OAEG TIG TEXVIKEG GUVOESTC TOAVUEPDV,
TOAVUEPOV/UETAAL®V Kot TOAAGDY akOUN AL®Y GLVOLAGUMV VAK®V. To GUVIETIKO VAIKO
umopei va etvon gite povopepés, m.y. 6mwg otn ovvoeon PMMA, gite ehactopepés, gite éva
OepLOCKANPVVOUEVO VAIKO, T.). €mOEEKN pNTivi), EVPICKOUEVO HEGO GE KOTOAANAO
opyaviKo mtnTikd StohvTn. H yprion tov d1aAvTn avtov odnyel o yoAApOoT TV SEGUMOV
OGLVAPELOG GTIC TPOG CLVOEST EMPAVELES, TV OTOTWV T LOPLa dSVVaTAL Vo EVOBOHV peTa&y
T0v¢. H ouvévmon tmv 600 entpoveldv enttuyydvetol pe Ty e&dtuion tov dtodvt. [3]

1.6 EQappoyéc molopep®v 6t mroia

H ypnon moivpepdv-mAaosTik@v VAMK®V 6to TAoi, TAEOV lval TOAD GLYVY|, TOAVOAGTOTN
KOl 0QpOPE TOALEG TTVUYES TG KOTAGKELNG Kot TOV €E0TAIGLLOD TOL TAOIOL.

O1 KVPLOTEPES EPUPROYES TOAVUEPDV OE TAOLO EIVOL OE:

®  KOUUATIO TNG YAGTPOC, KOTAGKELT QOMK®V GTOWElV (.. KOTOCTPOUOTOL,
PPOAKTEG),

®  KOADUULOTO KOTOTOKTAOV,

®  KOTAGKELT COANVAV,

®  KOTOOKELT] NAEKTPOAOYIKADV AVTIKEWEVAOV, OTOG UTPILES, OLUKOTTES, LOVDOGELS
KOA®II®V, SIAQOPO TPOCHOTIKA OVTIKEIHEVA €VTOC TOV TTAOIOV, CKEMAGTPO,
Bagpég, mhaotikol Tpoyoi, oYowid, OVTIOWPPOTIKES EMKAAOYELS, KOALEC,
ThveN, EMKEG, EMUTAN, POVAEUAY,

* TOYOUOTA,

e &mevOUOEIS KOl EMOTPMOELS (KUPIOC KATOUGTPOUOTOS, TOTOUATOV Kot
TOYOUATOV), YPNOILOTOOVVTAL KUPIMG AOY® TNG OvTIOPPOTIKAG TOVG
TPOGTAGIOG,

®  0pOPEC,

e LOVOOTN, O TUNUOTO TNG YOOTPOS, HEe OKOomO TN Peltiwon Tng evepyelokng
amdoooNg Kot T Helmon ¢ andAelag Bepuotntog,

® oKOWl, KOPAOVI,

®  KOTOOKELY TOPaBOpOV,

®  POVOKMTEC 6MGiPleg oyediec, cwaifia, AéuPol dticmong.

Or mhaotikol coAnves eivar mOAD Arydtepo dSwoPpmTikol kol €xovv MydTEPES Ko
UIKPOTEPES OLOPPOES OTTO TOVG LETOAAIKOVS. ATtoryopeETOL 1] (P1|OT TOVG Yo TupOSPeon.O
TAOOTIKOG COANVAG Umopel, emiong, va ypnotpomondel yio kpvo 1 (eotd vepod, YALKO 1
aApVPO, o€ TANO0G EPUPLOYDV, OTMG COANVESG OTIG OEEAUEVES EPULATOG, OTOPPLATOV, OTIG
de€apevéc metpehaiov, eEaymyng amoPANTOV omd TG TOVOAETEG, AACTLKOL TADONMG
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KOTOOTPOUATOC, K.A. T TOALLEPT] TOV ¥PNGYLOTOLOVVTAL, KUPIMG, Y10 TNV KOATUCKEVT TWV
TAAGTIKOV COANVOV TAOIWV, ivat: To TOAVOBVAEVIO, VYNANG N YOUNANG TUKVOTNTAG, TO
ABS, 10 PVC, 10 moAvnponviévio, to CAB «ot 1o PTFE.

H owoOntikn, n vytevn kow m Sudpkeld tov TAACTIKOD €ivor oTotyeio mov dev
apeiopnrovvrat.

To Poaoikd peovéxkTnUo TG XPNONS TOAVUEP®V O©TO TAOI0 €ivow m TAOM TOVE VO
TOPALOPPOVOVTAL KOL VO LELWVETOL 1| OVTOYT] TOLG LE TO TEPNG TOL YPOVOL OTOV TOVG
aokn0el Kamolo poptio 1 OTAV AVEAVETUL TAVE® Ao £VOL GVYKEKPLUEVO Oplo 1) Beppokpacia,
00MNYDOVTOG KATOIEC POPES KOl OTNV KAOGT TOVC.
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KE®AAAIO 2: XYI'KOAAHXH AIA TPIBHX ME ANAAEYXIH
(Friction Stir Welding - FSW) — APXH THX MEOGOAOY

2.1 Zvykorijoers oo TPl

Ot ocvykoAAnoelg oo TPIPNG amoteAovv peBddovg cLYKOAANONG GTEPEGS KOTAGTAONG,
oNAadn n pé€yom avamtuocouevn Bepuokpacio KoTd T S1dpKeELd TOVS gival pkpdTEPT
and to onpeio ™ENS TV TPOog GLYKOAANGN Kpapdtov. Koatd v mpaypatoroinon tovg 1o
£Va TPOG GLYKOAANGN KOUUATL TEPIOTPEPETOL 1] BPICKETOL OE GYETIKN KiVI|ONG MG TPOG TO
Ao Kol VIO TNV ACKNON TECNS, TO TPOS GLYKOAANGT KOUUATIO £PYOVTIOL GE EMOQN,
avanticceTol Beppdtnra Adym TPPNg Kot e£®ONGM VAIKOV amd TiG GKPES TMV EMPOVELDV
nmov épyovtar oe emaen. Otav emtevyBel m mopaymynq g ueyiomg embBountig
Bepurokpaciog n petald Tovg Kivnon otapatd Kot Le TV EQApLOYT EMTPOcHETNS dvvaung
TPAYUATOTTOEITOL ] GLYKOAAN oM Tovg. [11]

Ot ovyKoAMGELS aVTEG TAPOLGIALoVY pia EEAPETIKA BEATIOUEV KPOOOUN GUYKPITIKA
pe 11g svpPaticég cvykorinoetlg éNs. H amovsio &ng €xel o amotéhesio TNy amovoio
TOPWV, EYKAEIGCUATOV, BEpULOV PNYLATOCE®Y Kol BAL®V aTeAEL®V OV oyeTilovTot e TNV
™EN, 6TV Tapay®yn TOV GuYKOAMcE®V. Bacikd tovg mheovéktua gival n duvatdtnta
oLYKOAAN N £TEPOEd®OV (avopoinv) kpapdtov (dissimilar welding), n omoio kabictaton
advvatn pe t ypnon ovuPoatikeov pebddwv. Emiong, pe t pébodo avtn dvvartor va
TPAYLATOTONB0VV 01l GLYKOAANGELS TOV TEPICCOTEPMY GNUAVIIKOV UETAAA®V gupeiag
xPNONG. AkOuUN, OAES O1 GLYKOAANGELS dtoL TPPNG elvar PLAMKEG TPOG TO TEPIPAAAOV, LLOG
KOl KOTO TNV TPAYLOTOTOINGY TOLG Oev eKMEUMETOL Kovéve €100¢  emkivovvav
axTvoBoAdV, dev TOPAyOVTOL PLTOYOVE CEPLE KOl Ol ONOUTHOELS EVEPYELNS elvar
LIKPOTEPEG OE OYEOT| UE TIC TEPLOCOTEPEG GLYKOAANGELS THENG. [11]
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Ot ovykorijoelg o TPIPig Srakpivovran ota e&nig ion [11]:

Yvykorinon oo Tpfig pe avadevon (friction stir welding)

Yvykériinon ow TP pe meprotpo@r. H pébodog avty ywpiletar oe:
uébodog cuveyovg 0dMynong (direct drive friction welding) kot tn pébodo péow

adpaveiog | cuvocmpevUEvNc evépyetag (inertia friction welding).

My mrproTpopoucve HepisTpepdueve
Kojpiacy KO QG Te
F
—_—
My WWW Heporpepdpcve
KOg T Kb gii Tr
F
—_—
My TepaTpE@GUEIVD MepioTpepdpeve
T Kot
F
—_—

Ewkova 2.1: Apxn Aettoupyiac tn¢ ouykoAAnanc éwa tptBric [11]

Yuykoidnon ow Tpiig pe ypappky maiwdpopnen (linear friction
welding)

Aloviky svvapn

v

Ewova 2.2: Apxn Aettoupyiag ouykoAAnong Sta tplBrig ue ypouutkn taAwdpounaon [Rotundo et al, 2010]
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e Yuykoilnom owa Tpipg pe kivion o€ Tpoya (orbital friction welding)

Ewova 2.3: Sxnuatikn avanapaotaon tne ouykoAAnong ia tpiBrg oe tpoxid [Maalekian et al, 2008]

o Yvuykoiinon o TP ne to&oerdn meprotpon (radical friction welding)

Koravaiiokopsvoc
daxrirog

Zohjvas <
0‘ E/z.,,.f,,,, s fi
[lepioTPTosREvDs KUTEVEIIOKIUEVOS AZovag ;
SUKTVAL0L, 0 OXOI0C CURTIELETAL OXKTIVIKG (Wu,;)
(@) ®)

Ewkova 2.4: (a)Sxnuatikn avanapaoctaocn tng dtadikaociac tne auykoAAnong dia tptBnc ue toéoeldn ouuneppopa, (6)
SXNUATIKN QVaTapdotaon Tou ONUEIOU EMAQNC TOU SAKTUAIOU Kal TwV TTPOG CUYKOAANGN TepaxiwV mpLv Tnv Evapén tne
ouykO6AAnanc. [Della Rovere et al, 2013]
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2.2 FSW —T'eviké

H ocvykoAinon o tping pe avddevon amoterel pa kavotopo pneBodo cuykOAANoNC,
0TEPENS KOTAGTACNG, 1) 0moia emtvor|Onke Kot KotoyvpmOnke and to Bpetavikd Ivetitovto
Yvykolnoewv (The Welding Institute, TWI) to 1991. Eivon pa pébodog mov pumopei vo
ypnowonomBel yio ™ cvykOAANGN OOV KOl avOUOlOV PETAAA®Y, OTMG €MioNG Kot
OLOLOV/OVOLOLOV TOAVUEPDV. [4]

Kotd ™ ovykéAAnon oavty ypnowyomoteitor évo Un  KoTovOAMOKOUEVO €PYOAEio
OLYKOAANGNG, TO omoio amoteleitar amd to mEpvyévio | tov dpo (Shoulder) won
KataAnyel g évav katdAinio oxedioaouévo meipo (pin). To epyadeio avtd mepiotpépeTal
kot Pobiletal oTIg EQUNTOUEVES AKPEC TV TPOG GLYKOAANGN TEROYi®V EMELTO OO TNV
doxnomn kabeg a&ovikng SHvaungG.

Ewkova 2.5: Apxr tng uedodou FSW [11]

To meprowyévio 1 éva pépog tov (e€aptdTot amd To av To epyareio eivar vtd khion) EpyeTon
O€ EMAPT LLE TNV EMPAVELN TOV TPOG GLYKOAANGT TEUAYIWOV, [LE OTOTEAEGLLO TNV TOPAYWYN
BepuomTog Adym g peta&d toug TPIPNg. Xt Bepuotnta vt tpootifeTon n BeppdtnTa
oL TOPAyETAL AOY® TPPNG KOl TAACTIKNG TOPAUOPPOGCNS TTOL ONUIOVPYEL 0 TTEIPOG, KATA
TNV TEPIOTPOPN GTO ECOTEPIKO TWV TPOG GLYKOAANGN VAK®V. H cuvoAikn mapayouevn
OepuOTNTO TAAGTIKOTOLEL TO TPOG GLYKOAANGN LAIKA KOl GTN GUVEXELD TO TEPLGTPEPOUEVO
EPYOAELD £YOVTOG TNV KATAAANAT TOXOTNTA TPOMONG OVAOEVEL TAL TAUGTIKOTOINUEVA TAEOV
VAKG Kot Tpayatomoleitonl  ouykOAAnom. [5]
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Ov ovykoiijoelg FSW yapoktnpilovrar omé ovo mhevpés: Ty mpomBoduevy
(advancing side), katd tv omoia 1 TayVTNTO TEPIGTPOPNG ExEL 1d1a KatevBuven pe v
ToOTNTO. GLYKOAANONG, Kol TNV vroyopovcsa (retreating side), katd tv omoia M
TaxOTNTO TEPIOTPOPNG £xEL avtifetn KatevBuvon pe v ToyvINTA GVLYKOAANONG. Ot dvo
OVTEG TAELPEG EXOVV GNUAVTIKY| EMLOPACT] KLPIWG GTIC GUYKOAANGELS OVOLOLMV KPAUAT®V.

Mo v mpaypotonoinon cvykoAlnoewv FSW amaitovvral otifapd péca cuykpdtnong
TOV TAUKAOV, AOY® TOV HEYIA®Y SUVAUE®Y TOV OVATTOGGOVTOL KOTA TNV TPAYLLOTOTOINGN
tovG. Emiong, vdpyetl mepropiopodg oto Hyog tov meipov (cuvifwg 0.2 mm pukpdtepo amd
T0 VYOG TV TPOG GLUYKOAANOT TAAKOV).

[4], [3], [6], [7], [8], [9], [10], [11]
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2.3 Mnyavéc FSW

H pnyovn ovykdAinong omoteiel €vav amd TOVG OmOLOMOTEPOVS TAPAYOVIES TOL
emdpovv oty mowdtTo g Swdwaciag. H emdoyn kot o oyedlacpudc mg ekdotote
pnyovng cvykOAANong e&optdrol and TG OKOVOUIKES TOPAUETPOVS, Ol OTOlEg ival To
KOGTOG KO 1] TOPAYDYIKT 0OO0GT), A0 TIC TEYVIKEG AMOTNGELS GE OUVALLY, oTIBapOTNTA,
evel&ia ko amod to wWaitepa YopakINPLoTikd kdbe epapoyng mov elvar 1 yeopeTpia TG
KOTOOKELNG, O TOMOG GLYKOAANGONG, O OYedoUOg TOov gpyoreiov, ot mapdpetpol
GLYKOAANGNG KOl T TPOS GLYKOAANGT VALKA.

O punyavéig FSW yopilovrar o€ Tpia 101: TIS Tpocappocspéives punyavég (custom-built
machines), Tig poumoTikég Kol To. Tpomomowquéva kévipa korepyaosiog (modified
machining centers). [11]

Mapadsiypato pnyavov FSW:

Ewova 2.6: H mpooapuoougvn unyevn I-STIR tng MTS (MTS I-STIR 5 axes process development system) [11]
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Ewkova 2.7: Aptatepa: Poumot pe apdpwto Bpayiova. Agéia: Pourot ue Bpayiova napaiining kwvnuoatikng [11]

Ewkova 2.8: MMpooapuoougvn epyadeounyxavn FSW eykateotnuévn otn 2xoAn Naurnywv MnyovoAdywv Mnxavikwv
EMI [14]
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2.4 Mapapetpor ovykéiinong FSW

H ovykoiinon oo Tpifi)g pe avadcvon eEapTdton amd TPELS KOTNYOPIES TAPURETPOV:

® TopAueTPOL (0) CLYKOAANOMG,
e (B) vikov ko
e (y) oyxediaong.

O kVpror TapdpeTPoL GLYKOAANONG EivaL:

® 1) TOYLTNTO TEPIGTPOPNC EPYUAEIOL (W),

® 1 E&YKapolo TayLTTA 7 ToHTNTO GLYKOAANGNG (V),
e 1 yovio KAiong (o) kot

10 Bd&Bog Pubiong (d).

Ov TapapeTpol Tov VAIKOV wepriapfdavovv:

® 10 gpyoieio,
®  TO TEHAYLO EPYOCIOG KoL
®  T0 VAIKE TOL GLGTNUATOS GTNPIENG TTOV YPNGYLOTOLOVVTOL GTY GLUYKOAANGT).

O napaperpor oyediaong meprioppfdavouv:

e 11 oyedloom Kot T YeopeTpia ToL TEIPOL Kot Tov TEPLovyeviov pali pe
® TOV GYNUATIGUO TOV AMOTEAEGUATOG TNG CVYKOAANOTG.

H cuvépysto avtdv Tov mapapéTpov Exel 0¢ AmOTELEGILO TO TAACTIKOTOMUEVO VAIKO VoL
aKolovBel po cuykekpEVT TopEia POT|G KoL TG VAL ONULOVPYOVVTOL SLAPOPES (DOVES
petd to mépag S amdYuEng.

> FSW n petapopd g Oeppotmroc Aapfdvel yopa otn demapn epyoreiov-tepayiov
€PYOCIOG KOt 6T SETAPT] TAAKOG LITOCTHPIENG-TEUAYIOV EpyaTiog.

To vAd Tov TEpravyeviov Kat Tov epyaieiov £xovv YaunAotepn Beppikn ayoypdtnto
£T01 DGTE VO, LELOVETAL 1] ATOAEL OEpOTNTOS KATA TN d1dpKELN TNG GVYKOAANONG.
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2.4.1 Emidopaocn taydtnTog TEPLoTPoPns EPYarEiov (®) Kol TaYVTNTAS GVYKOAANONG
(v)

O GLVOLUGHOC TOV ® KoL V EYEL TPOTAPYIKT ONUOCGI0 0TI O1AdIKAGIO TG GLYKOAANONG.
YymAoTepN ToyOTNTO TEPIOTPOPNC M KOl YOUUNAOTEPN EYKAPSIO TOYLTNTA V B 0o yoLGaV
o€ OeplroTEPEG CLYKOAANGELS e amoTédeoua Tn Onpovpyia ehattopdtov. Opoimg, ue
YOUNAGTEPN ® Ko LYMAGTEPN V dev Ba TapaydTaV 1 ammotovpevn Bepuotnta Kot €10t Ha
vINPYE AL Onpovpyia erattopdtov. Exiong, wa peyoidtepn yovio kKAiong a o ékave
10 gpyoieio va Pvbiotel mEPLocOTEPO KoL ®C €K TOLTOL OO OdNyoLUACTOV OE
EMUTTOUATIKEG GUYKOAANGELS. 2€ YOUUNAOTEPES TOYVTNTEG TEPIGTPOPNG EYOVUE UIKPOTEPO
TAOCTIKOTOUNUEVO VAIKO KOl A1yOTeEPT) OAANAEmidpaon 1TNG OLYKOAANGONG HE TO
TEPLOLYEVIO, OmOTE OV dmUovpyeitar €OkoAd M TEPLOYN TG TANPOLS AVOUIEEWDS LLE
OTOTEAEGLOL TV ELPAVIOT EAATTOUATOV, OVOLOLOYEVELNS Ko DTORABLIGNS TV UNYOVIKOV
wmtov ot {ovn cvykdAinong. Emiong, pe avénon g taydtmrag mepioTpopns Tov
gpyaieion Eyovpe Kot LEYOAVTEPT avTtoy 6€ daAPpwon.

Ocov apopd Vv ToydTNTA GLYKOAAN GG, &xEl TapatnpNnOel 0Tl 6 YOUNAOTEPES TYLES TNG
VILAPYEL LEYOADTEPT] OLOLOYEVELD GTOV TUPNVOL TNG GVYKOAANGTG, S10TL TOTE 1| TOPAYDYN
Oepudrag avd povado UNKOLG GLYKOAANONMG &ivol HEYOADTEPT Kol EMOUEVEOS
TPOKOoAEiTal  KOADTEPT,  KOTOVOWUY, TNG  OgpudTNTOC  KOU  OMOTEAEGUOTIKOTEPN
avoakpvotdAiwon. [11]

2.4.2 Enidopacn ¢ khiong (a) Tov epyareiov cVYKOAANONG

e 01e0vég emimedo Oev €xel pedetnBel eMapPKOG 1 GNUOVTIKY TOPAUETPOS TNG YOVIOG
KMoemg Tov gpyaieiov. [ailel moAd onpavtikd poOAo 6T po1} TOL LAIKOV KATA T O18pKEL
™G OoLYKOAMNoNG. Me v koTdAANAN yYovio kAiong 10 meploawyévio cuvykpatel To
TAQGTIKOTOUNUEVO DMKO TOV OVOOVETOL KOTA TN Ol0d01KaGio TS GLYKOAANONG KOl TO
LETOQEPEL ATOTEAEGLOTIKA Kol OLOAG TPOG TO TIG® HEPOG TOL TTEIPOL, MGTE VO VILAPYEL
KOADTEPT KOTOVOUN Kol avapelsn tov vAkolh avadevong. Me v avénon g kiiong
petoveton 1o pEyehog Kot o aplBpdg TV ateAE®V Kot £TGL EXOVUE KAAVTEPT) TOLOTNTO
OLYKOAANONG Kol aHENCT TNG avToYNG o€ epedkvond. BéPara, mpémetl va emonpoviel 6t
N enidpaom g KAlong e€aptdTot Kot omd T0 VAKO GUYKOAANONG.

[TeplocoTEPEc TANPOPOPIES YO0 TIC TOPAUETPOVS oLYKOAANoNG FSW  moivpepav,
nopotifevtat oto kepdaiato 3. [11]
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2.5 Zoveg Xoykorinong

L Width of shoulder |

L >

HAZ TMAZ ‘ TMAZ HAZ

Ewkova 2.9: Zwveg ouykoAAnong [10]

H pikpodopn mg {dvng cuykoAinong dtakpivetal o€ 5 Pacikés yopaKTnpLoTikeés (MOVeC:

e To viko Baong (Base Material — BM): AroteAei v meployn n omoia givat
OYETIKO OTTOUOKPVGLEVT OTTO TN YPOLLUT CUYKOAANONG Ko £XEL PEIVEL EVIEADG
AVETNPEAOTN 1] KPUGTOAAIKT TOV SOUN KoL Ol UNYAVIKES TOV 1O1OTNTES UETE TO
nmépog G Sdkociog. '’ avtd ko ovopdaletal «vAkd PBAcno», UG Kot ot
WOTTEG TOL TOPAUEVOVY 01eC HE OVTEG TOV OpYKOD JoKiov mpv
OLYKOAANOcL.

e Ogpukd Emmpeoocpévn Zovn (Heat Affected Zone — HAZ): v meployn
AT T0 VAKO €xel VIOoTel TETOl DEPUIKT KOTEPYOOIO MGTE VO VTAPYOVV
OAAOYEG OTT KPOOOUN TOL 1)/KOL OTIG UNYOVIKEG TOL 1010TNTEG. OUMC, TO VAIKO
dev  &yel vmootel MANCTIKY TOPAUOPE®OT  OT  GLYKEKPUEVN L.
Anpovpyeiton oe OAeg TIg cuYKoAMoElS Ko ot FSW €yetl kahbtepeg 1010t Teg
AOY® TOV YOUNADV AVATTUGGOUEVOVY Bepokpacidy. ZuviBmg, o1 KOKKOL eival
peyaALTEPOL 0md TO VAIKO PAonc.

e Ogppopnyovikd Emmpeoopévng Zovng (Part of Thermomechanically
Affected Zone — TMAZ): Ot Bgppokpaciec mov avomrthooovTal ETIPEPOVY
OAAOYEG OTN) LIKPOSOUT] KOl TIC LY OVIKEG 1010TNTEG TOL LAIKOV. X1 LDV 0vTY|
VILAPYEL TAOCTIKY TOPAUOPP®ON ToLv VAKoV. Bpiloketar ekatépwbev tov
TLPNVO GLYKOAANOTNG KO O1 TOPAUOPPMOUEVOL KOKKOL TNG Elval LKpoU GYETIKA
peyébovg.

e TMvpnivog cvykorineng M {ovn avadeveng (Weld Nugget - WN or Stir
Zone): Amotelel v meproyn N omoia Ppioketor ot BEon 6mov epapudleton
Kot dpa 0 eipog tov gpyareiov. To péyebog kat to oynpa oo WN eg&aptdton
ONUOVTIKA amtd TNV TopayOrevn BepuoTnTo Kot od 10 oY Tov gpyareiov,
L0G KO TO PLEYIGTO TAATOG TOV TTUPVO GLYKOAANONG OV pmopet va, Eemepva )
OLAUETPO TOL TEPLOLYEVIOL. ATOTEAEL oL BEpUOUNYOVIKA ETNPEACUEVT) KO
SVVOUIKE OVOKPLGTOAA®UEVT TTEPLOYN, LE 1G0UEOVIKOVS KOKKOVG TOAD HIKPOU
ueyébovg. [10]
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o Tleproyn ponig Bpayiovae 1 poig epyareiov (Flow arm): Amotelei pia meploym
dvobev Tov Tupnva cuyKOAANons. Eival Oepuopnyavikd exnpeacuévn teployn
LE OPKETA TAPAUOPPOUEVOVG KOKKOVG. Eival omotéAespa g LETAPEPOUEVS
PONG TOV VAIKOV Omd TNV LIOY®POLGH TPOS TNV TPowhovpevn TAgvpd. Agv
dnpovpyeiton TavTa 1| 6€ TOAEC TEPMTOOELS eV givor mapatnpriown. [11]

Ewkova 2.10: Zwveg ouykoAAnong ue eotiaon otn flow arm [11]

2.6 IBava ElattOpoto 6TiS cvykorliesig FSW

Ta d14popo ELATTOUATO TOV UTOPEL VO TPOKVYOLV KOTA TN S1APKELD TOV GUYKOAANGEWDV
FSW eivau:

1) Eleung Oepudmra
a) EAdttopa tomov «Zipryyiov» (tunnel)
b) EAdttopa tomov «Kissing bond»
c) "EXiewyn minqpwong (lack of fill)
d) Elattdpato og oyfipo aviakoceov/papddcenv (Groove/Channel like defect)

2) YmepPolikn Oéppovon
a) EAdttopa tomov «flashy 1 ypél
b) Katdppevon moprva cuykdAinong (nugget collapse)
¢) Eldttoua tomov «surface galling»
d) Pnypatdoeig (Cracks)
e) Zynuatiopdc dokevoroewv (Voids)
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3) ZyedooTikd cOAipoTa
a) Elattopata Aoym eAamoig dieicdvong (lack of penetration)
b) Tlayidevon o&ewdiov (oxide entrapment)
c) YnepPolkn ecoyn (excessive indentation)
d) EAdttopa «kiedopotpomac» (keyhole/exit hole defect)
e) EAdttopa PiCog (root defect)

1) a) Ot atéleteg tomov «ovpryyiov» (tunnel) amotelovv €va moAd cvvnbiouévo
(QOWVOUEVO OTIC GLYKOAAMGELS Ot TPPNS He avadeELon Kot UTOPOVV  Vva
OTTOLELOCOVY GNUAVTIKG TIG UNYOVIKES WOLOTNTES TOV GUYKOAANUEVOV JOKILI®V.
[Ipdkertan yro oyMuaticpovg tov Bopilovv «todvel» Kot TEPEXOVY GTO EGMOTEPLKO
toug aépa. EpeaviCovtor amokielotikd oty tpombovpevn TAevupd Kot Kovtd 6To
Kat® HEPOG NG POPNG NG GLYKOAANONMG. Anpiovpyovvtal cvvilmg AdY®
AovOOGUEVOV ETIAOYDV TAPAUETPOV GUYKOAANGNG LLE OTOTEAEGLLOL TNV KOKN POT
Tov VAKoV. Ot atéleleg TOTOL TOOVEL gival ocuvveyelg oe OAO TO UNKOG TNg
OLYKOAANGONG KO PTAVOLV KATOEG POPEG UEXPL KoL TNV empavela Tg. Emiong,
evromilovtal GuVO®G GTL GLYKOAANGELG LE VYNAEG TOYVTNTES GVYKOAANGNG, O10TL
TOTE £YOVUE KOl YOUNAOTEPN TapayOpEVT BeproTnTOL.

Ewkova 2.11: EAattwyua tumou TouveA og auykoAAnuévo kpauo adouvutviou - upttiou [12]

b) H atéhero Tomov «Kissing bond» anotelel éva eddttopo otepeng KOTAoTOONG,
TO OTO{0 OMUIOVPYEITOL AOY® OVETOPKNG TAOGTIKNG TOPOUOPO®CNG TOL VAIKOV
AOym ¢ mepropiopévng avadevong tov. H Eddetyn mAaoTtikng mapapdppwong
opeidletal Kupimg ot AavOaoUEVN €MAOYN TOYVTNTAG GLYKOAANGEMS Kol (pa
eMermovg mapayopévng Bepuomtag. To ehdttopo ovtd gppaviletor GTov TupVa
NG GLYKOAANOMG OOV TO VAIKA Ppickovtal 6 6TeVN maen 0AAL dev GuVOEOVTOL
UNYOVIKAL.
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Kissing bond Stir Zone

“Tunnel
XS

Ewova 2.12: EAattwua “kissing bond” [12]

c) H éewyn mpoong (lack of fill) anotedei éva emoavelnxd erdttopa, to
omoio TPOKVTTEL AGY® avETOPKOLS dVVaUNS PvOiong.

d) Tevikd, o1 pafddcerg (groove) sivar pokpiég kot oplovileg GLANKMGELS TOL
onpovpyovvtal oty mpombovpevn mAgvpd. Ilpokaiodvior amd avemapk|
TOGA Tapay®ynG BepUOTNTAG KOTA TN SLAPKELD THG CLYKOAANGNG, YEYOVOS TOL
opeidetor o€ AavOaouEVn EMAOYN TOPOUETPOV GLYKOAANONG HE TOV
UEYOADTEPO POLO VO TOV £XEL T YEMUETPIO TOL EPYOAEIOV.

Deformation and
un-welded line

Ewkova 2.13: EAattwua “groove” kat omn¢ neipou oe ouykoAAnan bia tptBhc ue avadevon adovutviwy [13]
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e) Ou vrepPolikd VYNAEC TaLTNTEG GLYKOAANGNG 00NYOVV GTO GYNUATIGUO
Kevov (Voids) kdtm omd v em@pdveln. cLYKOAMANGNG 1| ©TO0 GKPO NG
wpomBodevnc mhevpdg AS.

Ewkova 2.14: Synuatiopuoc kevou kata tn Stapkela ouykoAAnong Swa tpiBrg ue avadevon [14]

2) a) Q¢ oamotéheoua TG LVIEPPOAMKA VLYNANG Tmapayouevng Oepudmrag o
TAOGTIKOTOUNUEVO VAMKO HEPIKEG PopEc péetl €6 amd ) (ovn emioTtpmOong Tov
TEPLOVYEVIOL KOl OC €K TOVTOL HEPOC TOL VAIKOV dev eloépyetar otn (v
OLYKOAANONG OALL CLGOOPELETOL OTNV VLIOY®Povso mhevpd RS. Avti 1
6V66APEVGT| VAKOU ovopdleton “flash”.

Ewkova 2.15: Mikpoypapikn eikova omou Stapalivetal to eAattwua «flash» oe ouykoAAnon mAakwv amod kpauo
xUtevong alouptviov ADC12 [15]
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Ewkova 2.16: Ewkova katoing ouykoAAnong i tpiBri¢ ue avadevon pe elattwuata «flash» kot «groove» otnv
enupavela [15]

3)

b) H xatappevon tov mupive cvykoiineng (nugget collapse) cvuPaivet diott
0€ GUYKOAANGELS TOV TPOYLOTOTOLOVVTOL UE VYNAEG TOYVTNTES TEPICTPOPNG KOl
YOUNAES ToOTNTEG GLYKOAANOTG N Topaymyn Beppotntoag Aaupdvel yopo otnv
bvo TAevpd TV oKWV, LE ATOTELEGILO TNV VITEPPBOAKT] LOAGKVLVOT TMV VAIKOV
o Pdon Tov dokiinv.

c) To «surface galling» avoaeépetar oto kevd mov  epeoviovior oTtnv
npomBovpevn mievpd AS Adym vtepPolikng Beppotnrog.

d) Pyypatrdoceg (cracks) epeoviCovior cvvnbwg otic ocvykoAinoeslg FSW
OVOLLOT®V VAIKOV AOY® S10POPETIKAOV onpeimv THENGS.

e) To ehattopa piCog (root defect) mpoxdmtel AMoym mpofAnpatikic dieicdvong
tov gpyaieiov. [lepiocdtepeg mAnpopopieg 6idovtar 6To kePdAaio 4.6) oxeTIKA
ue v mpoomddeiog eEaretyng e aTTOUATOV pilog 68 GLYKOAANGELS Sl TPIPNG
LE OVAOEVOT TOAVUEPDV.

a) Otav katd ™ d1dpKeLo, TG GLYKOAANONG 1 SLEMPAVELD. TV SoKILi®V deV elvat
TMPOC GUYKOAANUEVT] HEYPL KL TOV TUPNVA, TOTE TAPATIPEITAL TO QUIVOPEVO
TG avemopkovg dieicdvong Tov vikov (lack of penetration) mov kot’ enéktaon
oonyel oe Un KAVOVIKN] OVAOELOT TOL LAIKOV. ALTO OQEIAETOL GTNV EMAOYY|
UIKPOTEPOV OO TO AMOUTOVUEVO UNKOC TTEIPOV, TO OMOI0 £XEL MG CLVETELD TN UN
EMLTUYMULEVT] OLOYEVOTTOING).
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Ewova 2.17: EAATTWUA [N KAVOVLIKIG avadeuons UAkoU. H elkova Arjpdnke oto kdtw UEPOG TNG OUYKOAANONG, KATW
arno ™ {wvn avadevonc [15]

b) H mayidesvon o&ewdiov (oxide entrapment) eivor évo mpdPfAnua mwov
enpaviCeton og PETOAAL TOV £YOVV HEYAAN cLYYEVELD UE TO 0EVYOVO, OTTMG vl TO
aAovpivio.

c) To ehattopa ™ vaepPoikiig ecoyis (excessive indentation) dnuovpyeitar
AOy® tov peyolutépov PaBovg fudiong, dote £T61 VoL LITAPYEL TEPOUTEP® OTDOAELNL
VAoV amod T {dvn GLYKOAANGTG.

d) To ehdtTropa «keyhole» («khewdapétpomacy) speavileton pe TV amrdGLPOT
TOV £pYOAElOL LETA TNV OAOKANP®OT TNG GLYKOAANGNG O TPIPTG He avddevon).
Avapopd yivetal kot 610 KEQALO0 2.8) 0T0 LEIOVEKTNLOTO TOV GLYKOAANGE®V
FSW.

2.7 IThgovekTpaTo

e Avvatomnto €Qappoyng o€ OAOVG TOVG TPOMOVS TOMOBETNONG TWV TPOG
OLYKOAAN oM oKV

‘Eva. and 1o xvuprotepa mheovektuota twv FSW cvykodoceov elvarl wkovotnta yo
EPAPLOYN TPOG GE OPOPETIKOVS TPOTOVS GLVAPLOYNG CLYKOAANce®Y. Ot o cuyvol
TPOTOL GLUVOPUOYNG OLYKOAANGE®V &ival: M ocvuykOAAnon emkdiloyne (lap joint), n
ovykoAnon cvufoing (butt joint) kot cvykdAinon “T°.
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(c)

(e) ()

Ewkova 2.18: (a) ZuykoAAnon ocuuBoAng kata pétwrmo (square butt joint), (b) SuykoAAnan ouuBoAng mpog
akpeg (edge butt joint), (c) Suyk6AAnan ‘T’ cuuBoAng (T butt joint), (d) ZuykoAAnon emkaAung (lap joint), (e)
MoAAamAn ouykoAAnan emikaAung (multiple lap joint), (f) SuykdAAnan ‘T’ emkaAvyng (T lap joint), (g)
JuykoAAnon @iAétou (fillet joint) [14]

o IkovomomTikég UNYoVIKEG 1O10TNTES TOV GUYKOAANUEVOV SOKLLIMV

Ot ovykorinoelc FSW mapovoidlovv KaAdTepeg Unyavikég 1010TNTEG GTO, GUYKOAANUEVAL
doxipo amd T1g cvpPotikég peBodove. TOUPOVO e TOAAES pELVNTIKEG LEAETEG EEAYETAL
TO CLUUTEPOCHO OTL 01 GLYKOAAGEG FSW peyalvtepn oxinpodtnto, HeyaAdTtepn avtoyn
o€ €@eAKVGUO Kot LEYOADTEPT dldpKeln (NG OE KOTMOT GUYKPLTIKG LLE TIG CUYKOAANGELS
MIG ko TIG.

e Yymin avtoyn o€ dtafpmon

Ot ovykoAoelg FSW mapovsialovv peyardtepn avtoyn ot déPfpwon (e10kdTEPQ GTN
duPpwon Peroviopmv) oe oyéon e tig uedddovg MIG kot GTAW, evod drapépet cuvnbmg
eAdoTo LOVO LLE TNV VTOYT] TOV TOL LETAAAOV BAomG.

46



o  MikpéC TOPALOPPOGELS

‘Evag Adyog mov ypnotpomoteitor 1 cvykOAAnom dw tpPng pe ovadevon eivor 0T
TPOKOAOVVTOL LIKPEG TTOPUUEVOVGES TAGELS KO IUKPES TOPAUOPPADCELS LETE TO TEPAG TNG
OLYKOAANOTG.

e AvvatotnTa GLYKOAANGNG AVOLOI®Y KPAUAT®OV

H FSW poag divet tn dvvotdmta vo cuykoAAnBovv kot Opoto Kot ovOuolo KPAUoTo, To
omoia dev UTOPOVV Vo, GUYKOAAN 00UV e0KoAM e TIC SLUPATIKEG HEBOSOVC, OTMOC aAovUivia
2XXX kot 7XXX, adovpviov Kot ydAvpa, Kpapotog aAovuvion Kot KPAOTOG TITOVIov.

e Avtopartomoinpévn uéBodog

H pébodog avt mpaypotonoleitor Hepk®dg | TANPOS CVTOUATOTOUEVO KO POUTOTIKA,
ovyva og punyoavég CFD.

e  Mn kotavaAokopeva epyaleio

To epyodreio cuyKOAANONG givor PN KaTOVOAGKOUEVO Kot PBeipeTaL LE TOAD apyd pvOUO.
"Etot dev amortovvtal Kot avoADGLe DAKA.

e IIpdowvm xatepyacio

H ovykexpuévn pnébodog etvan waitepa raikn mpog to meptPdilov Adym g amovoiog
TOEIKAV aepiV Kot OKTIVOBOAMV.

o  XounAotepo KOGTOG £YKATAGTAUONG KO EKTOIOELONG TPOSMTIKOV GE GYEOT| LUE
dAAeg peBodov. Evkoin oty xatavonon kot v EKTaidevon Asttovpyiog g,
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e Evepyelaxd omodoTikn

e AT\ 0TV EQOPLOYN TNG

e Asgv givor amopoitnTtn M UNXOVOLPYIKY KOTEPYACIH TOV TPOS GLYKOAANGN
tepayiov

e Agvumapyetl tpocbeto Pépog 6N dradikacio GuYKOAAN NG

2.8 MerovekTipato,

e Anuovpyia g onng meipov

Ewova 2.19: Sta Se€ia tng elkovag mapatnpeital n omr mou SnuULtoupyeitat Adyw tou meipou ato TéAog TnG ouykoAAnong

[16]

"Eva Bacwkd petovékmnua g nedddov cuykoAincemg FSW gtvar n dnuovpyia pog onng
070 TéAOG TNG CLYKOAANONG HETE TO MEPUS TNG OAOKOGING, KOOMG amOopaKkpOVETOL TO
epyoieio.

e Amoitobvtar VYNAES SLVALELS avTIOPAoTG, DGTE VO TOPAUEIVEL TO epyoreio ot
YPOUUT GUYKOAANONG

o Amouteiton 1oyvpd Kol AKOUTTO GVOTNO GVCPIEEMG

e Eivor avaykaio n mAdio cOGEIENG KOTA TN SLAPKELD THG CLYKOAANGNG

e To apykd kd6cTOg eMévovong givar TOAD akpiBd (Unxovn cvyKOAANoNG, epyaieio,
HUNYOVOAOYIKOG EE0TAMGHOG, GOGTNO GVUGPLENS, KTA). O Bropnyavikog E0TMGHOG
TOTKIAAEL OVAAOYOL LLE TOL YOPAKTNPIOTIKA TNG GLUYKOAANGNG. € YEVIKES YPOUUIES TO
apyko kdotog enévovong Eexwvaet amd ta 100.0008 ko cuvnbwg kopoivetol og
KOO0 EKOTOLLIOPLOL.

e  ®BHopd tov epyareion g KpApATO VYNANG AVTOYTG
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2.9 Egappoyn FSW otn Novanyw) Bropnyoevia

H npotm epappoyn FSW viomombnke yuo cuykdAAnom alovpviov cepd 6XXX oe
KATOWYOKTEG OMEVTIK®OV oKapmv. ['evikd, onuepa n kopa yprion g FSW ot vavanykm
Blopnyovio eivor y1oo 6VYKOAAM|GELS €AACUAT®OV oAovUVioL SXXX Kol 6XXX, To. omoia
YPNOUOTOL0VVTOL KOTE KUP10 AOYO OTNV KATAGKELT TAOI®V.

Epoappédletar oty Kotaokew ToyumA0mV oKoe®v, o e£E0peg dvtAnong tetpelaiov, o€
hovercraft kot kpovaliepdémiota, kvping otn cvykOAANoN ehacudtev aAiovpviov. H
néBodoc avtn eapuroleTol o TaOTAON GKAPY Y10 TV EVOOUATOOT] YOPIGLATOV TAOIOL
KOl KOTOOTPOUATOV KOl 6€ TOAAL KpovallepOTAOL To OToio £XOVV VIEPKAUTUCKEVEG
alovpwviov. Emiong, n FSW €xet epappoy£éc Kot 6Ty KoTooKELT TOAEUKOV GKOQ®OV, OTTOV
T0 EAdopaTo £Xouv GLYKOAANOEL pe ™ néBodo avt.

H ovykéAinon S tpiffig pe ovdoevon €xel g OLVEREW TO YOUNAO TOGOGTO
TOPOLUEVOVCADV TAGEDV GTO GUYKOAANUEVO EAACLATO, KOOMG Kol LKPES TOPALOPPADGELS.
Enopévac, xataokevdlovror pépn tov mhoiov pe PEATIOUEVT YEOUETPIKY akpifela Tov
odnyel oe Peltiopévo oynua g TEMKNG kataokevns. 'Etot, vavmmyela oe dudpopeg
neployés, omwg Dalian, Shanghai, Wuhan, Guangxi, Guangzhou, ypnoipomrolodv
npoKatackevoouéva erdopata pe xpnon FSW oe ouykekpipéva tunpato tov tioiov.
[11]

YuvontTiKdG, 6cov agopd ™ voavanywky, 1 FSW pmopel va ypnowomom0sei yio ™
GVYKOAM O] TOV TOPUKATO KUTUGKEVUOTIKAOV GTOL(ELOV:

o Koataotpopato, o0poeés, @PokTeg, oameda, mavedc, ehdoparto, O0KOi,
EVIGYVTIK(, VTEPKATACKEVES, GALN TULOTO TG YAGTPOS TOV TAOIOL

o [TAateuopueg mpocyeimwong EMKOTTEP®OV

o TTlateopueg yedtpnong kot dviAnong nerperaiov

o Yvotiuata YHéng

XopokTnploTiKa Tapadciypoata epoppoyns s FSW og mhoia givon:

» H xoataokevnq g LIEPKATAGKELNG TOV UEYOADTEPOV TAOIOL OAOLLVIOL, TOV
omovikov kpovolieporioiov «Super Liner Ogasawara.
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Ewova 2.20: Qwtoypapia tou kpovadlepoAndoiov “Super Liner Ogasawara” [17]

» H xotackevn g vaepkaTackeung tov kpovallepomioiov «Seven Seas Navigator»

Ewova 2.21: Qwrtoypapia tou kpouadlleporAoiou “Seven Seas Navigator” [18]
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[11]

Yvykolnuéva eldopoto pe FSW yia 1o molepkd oxkdpog «Sea Fighter»

Ewova 2.22: Qwtoypacpia Tou moAsuikou rAoiov “Sea Fighter” [19]
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KE®AAAIO 3: EIXAT'QI'H - EPEYNHTIKH ITPOOAOX XTHN FSW
HOAYMEPQN

3.1 I'evika — Apyq g FSW Ioivuepav

H ovykoAlinon 6w tping pe avadevon ypnoIULoToLEiTal, EVPEMS KOl Y10, GLYKOAANGELG
TOAVUEPIKOV VAMK®V. Ta amotedéspota sivorl wwaitepa BTG Kot 0mOTELECUATIKG, LE
Myo eAOTTOUOTO KOl UIKPEG TOPAUOPPADCELS, EVED VITAPYEL KOl EPELVNTIKY TPOoTAOELN
BeAtioTonoinong tov mopapétpwv s FSW nolvpepdv.

To gpyadeio mov ypnoiponoteitar 6N dadIKaGio OV KATAVOAMOKETOL KOl 0TS Kol GTIG
GLYKOAAMGELG TOV PETAAL®V KoBOPLoTIKNG onuociog elval 1 yeoUeTpio TOL TEPLOLYEVIOV
KOl TOV TTEPOV.

,/-J = L Weild zone

4

—
~~ [\ka—;-/ ,,—//i S Retreating side
=

< v
- ——
— =

T =

[

Ewova 3.1: Synuatikr answovion Stadikaoiog FSW [28]

H ovykekpipévn teyvikn] cvykorinong meprioufaver tpio owdoikd otaowo: T
po0on, T diéhevon kol TV amwoécvpon. To epyodeio ivar otepempévo otov dEova Tov
punyovnpatog. To mpog cuykOAANoN SOoKIH GTEPEDVOVTOL aKAOVNTO otV KAV NG
UNYOVNG, £TCL AGTE VO, UMV KATACTPEPOVTAL Ol AKPEG TOLG KOTA TN SIUPKELN TNG EPYACIOGS.
To epyadeio meploTpépetan pe YoVIOKY TaOTNTA TOL OVOUALETOL TOYOTNTO TEPICTPOPT|G.
H toayvmta pe v omoia to gpyoreio mpowbeiton maved amd ta tepdyia, ovoudleton
ToOTNTO OLEAELONG 1] TAXVTNTO GLYKOAANOTC.
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Ot dvvdpelg mov avantvccovtol oty FSW eivat: n petagpopikn dvvaun oty oevbuvvon
X, M eykapota dvvaun otn devbovon Y ko n aovikn duvaun ot oevbvvon Z. Emiong,
KATOypAQETOL KO 1) pomtn YOp® amd tov aova meptotpopns. To epyaireio umopel, emiong,
va €xel o kKhion yio kaAvtepn Podion kot avapiEn Tov TAUGTIKOTOUUEVOD DAIKOD Kot
ovopaleton yovia kAiong. To mepiotpepopevo epyareio fudiletat apyd oto dokipo kabmg
0 Telpog Epyetal oe emaen e avtd. H emaen tepayiov kot meipov £xel ¢ amotéAespa v
napoywyn Oeppottog tpPng. Metd tov TElPo £PYETOL GE EMAPT KOL TO TEPLOVYEVIO LLE TO
TeEpdyo Ko dnpovpyeital emmAéov Beppotta. Ot GUYKEKPIUEVEG EVEPYELES OTOTELODV
uépn Tov otadiov g Pfubicemg kot Tapovoidlovtatl 6To TaPaKAT® YN (a-C):

(a) = (b) 9

4)

Start of tool rotation Contact of pin and work-piece

X

(c) (d)

[ S—

——

Shoulder contact with the work-piece Traverse and retract

Ewova 3.2: Stabdia ¢ dtadikaoiag tng FSW [28]

H mopaydupevn OBeppommra tping mopapopeavel Kot poiokover to vAko. 'Etot, 1o
epyareio pépvel To LAKO o€ éva onueio mov va pmopet va péet. MoMg to epyaieio Pubiotel
emtuy®g apyilet va daoyilel ™ YPOUUY GLYKOAANONG GEPVOVTAG TO HOAOKO VAIKO oo
v AS Aevpd otnv RS kot énerta mdAr micw oty AS.

H ovvolikn Oeppomra mov mapdyeton katd T SdpKew g oadikaciog pmopel va
vroAoYloBel and v akdAovdn oyxéon:
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Q= % ot (R? + 3r2h)

6mov, Q: 1 suvolikr BepudOTNTA TOL TOPAYETAL KOTA T1 SLAPKELN THG GVYKOAANGEMG G€ (J)
®: 1 TOYOTNTA TEPIGTPOPNG TOL EpYaAeiov og (rpm)

T: 1 datuntikn téon oe (MPa)

r: m aktiva Tov Teplavyeviov oe (Mm)

h: 10 Yyoc tov meipov oe (Mm)

H pon tov vAwko0 Aappaverl ydpa amd v AS péow g RS kot e€aptdratl and tov dyko
olpwong (0YKOG avadevoNg):

Avvautkog 0ykog

Oykog Xdpwong =

2Tatikog '0yko¢

oMoV, duVaLKOG OYKOG glvat 0 0yKog Otav To gpyaieio PplokeTan og Kivnon, eved 6TaTIKOG
dyxog 0tav to gpyodeio Bpioketan o€ npepio. [28]

H napaymyn 0eppotnrog eoptdtor onpavTika amwo tn yempeTpio Tov gpyoieiov. H
vynAoTepN Bepudmra Ba giye ©¢ omotéAecpa ™V ondAsw EAENG petad Tepoyiov
gpyaciag kot gpyaieiov, eved pe avemapkn Beppomta to LAKO dgv Ba pmopovoe va
TAPOLOPE®OE] Kot £TG1 001 YOVLOGTE GE EAATTMOUATIKEG CLYKOAANGELS. To meplavyévio
eumodilel To VAMKO va dtapiyel amd T ypapp] cuyKOAAnons. 'Eva molv pikpd Hyog meipov
Ba eiye o¢ anotéhecpa v EAdenyn oleicdvong kot £T61 1 TAEVPA TG Paong dev Ba
UTOPOVGE VO GLYKOAANOEL, VA éva TOAD peyaAdTEPO Ba kOve TO DAKO VO KOAANGEL 6TV
oYU ToL TEPOL.

Ady® TOV OOPOPETIKOV PEOLOYIKADOV 1O10THTOV TMOV TOAVUEPDV, KLPIWS TOL 1EDIOVGS, M
CLUTEPLPOPE TNG PONG KATA TN SLAPKELL TOV GLYKOAANGEWV dlapépet. Emopévmg, Adym
TOV SLPOPDOV GTN PO VILAPYEL TOIKIAOLOPPIO GTOVG TOPAYOVTES TNG dladIKAGTG KOOMG
Kot otov meipo. O punyoviopog g FSW modvpepov Paciletar otn poprokn didyvon kot
oTNV OAAOYN TNG LOPLIKNG 0ALGIdaG 1) omoia cupPaivel 6To GTAO0 TAAGTIKOTOINGNG TOV
TOAVUEPOVG. MeTd v WwiEN Kot T oTEPEOTOiNCT TS GLYKOAANGONG O mapapeivovv
TAPOUEVOVCES TAGEIS AOY® 1TNG GUUTIECUEVNG PONG, HOPLOKA €VOLYPOUUGUEVIG OF
ovykekpipévn korevbuvon. Ot Tapapévouses TAGELS TEAMKE LTOPOVY VO 001 YHCOVY GE [d
adLVOT CLYKOAANOT).
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Emnmiéov, o PBabuodg mg mowdtntag ¢ ovykdAAnong e&aptdtal amd 1o €100G TOL
TOAVUEPOVG TTOV YPNCILOTOLEITAL TN GVYKOAANGN, TIG WOLOTNTEG TOV KOl TOLG TOPAYOVTEG
m¢ owodkaciag FSW. H eritevén tov Bértiotov mapapétpov depyaciag yiveton mo
OVOKOAN OTOV TPOKELTOL Y10 TOAVUEPT) T OTTO10L EYOVV YAUNAO 1EMDOEG THYUATOC, OTWS TO
nylon-6. H toybtnta meptotpoenic ivat  KOpio TopauUeTpog 6Tig cuyKoAAnoelg FSW kot
TOWKIAAEL Yl KGOe €100C LAIKOV ovOAoyo He TIC 1010TNTEG TOv. Mo vynAn ToyvTNTO
TEPIOTPOPNG TPOKOAAEL TOSOUNGT TOL TOAVUEPIKOL VAKOD, EVA M0 YOUNAT T OTHTO
TEPIOTPOPNG EMPEPEL KOKT AVAUELET Kot £TGL dNUIOvPYoVVTOL KEVE 6T {dvn avadevong.
Emiong, n cupmieon Tov TAAGTIKOTOMUEVOD VAIKOV £lvat £vag SNUAVTIKOS TapAyovTag yio
™V enitevén g Heyiomg avToyng GLYKOAANGNG, S1OTL UTOPEL VoL 0ONYGEL GE OOVVOUN
Kot wpoPAnuatiky] teAMkn emedavela. Ilapddetypo vrepovumicong TAACTIKOTOIUEVOL
vAkov PC (molvavOpakikd) divetar oty eikdva 3.3.

Expelled
Material

Ewova 3.3: MNapabetypa UMELPCUUTTIEON G TAXCTIKOTTOLNUEVOU UALkOU moAuavdpakikou (PC) [21]

EmnAéov, o avopotdpopen avapelEn Tov LAIKOU Katd T dadtkacio avadevong umopet
Vo 00MYNOEL 6€ KOKNG To10TNTOG GVYKOAANGN. H opotopoppia otn por| 1 v avapeiEn tov
VAoV e€aptdtal amd Tn yempetpio Tov TPoeik Tov meipov. Ot epappoyés FSW oe
GLYKOAANGELS TOAVUEPDV OVOTTOCCOVTOL KOl EEEAMGGOVTAL GUVEXDS TOL TEAELTAIN YPOVIN
HE TIG TPOOOOVE MOV £YVOV GTOV CYXEOOCUO epyoAreimv, TV elooymyr| eEOTEPIKNG
BepuoTNTAG KO TIG S1POPETIKEG cLVONKeS PHOIGNG TOL epyareiov. [21]
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3.2 Polymer Matrix Composites — PMC (X0vOeto Yika IMolvpepikig Mitpog —
TYIIM)

2HvOeto LAIKO ovopdletor €va TOAVQAGIKO VAIKO, T0 omoio cvykepdalel €va peydio
TOGOGTO TO®V 1010THTOV TOV dV0 N TEPIGGOTEP®V ETUEPOVS PAGEMY TOV TO OTOTEAOVV,
(MOTE VO EMTVYYAVETOL O KAAVTEPOG SVVOTOC GLVOLOAGLOG TOV 1O10THT®Y TOVG. Eva 6uvBeTo
VMKO TopaoKeVALETAL TEXVNTA KOl 01 GUVICTMOEG PAGELS TPETEL VOL EIVOIL Y1 LLIKA OVOLLOLES
Kot vo otaywpilovron pe pa dtokpity emedvela. Zovndmg n pio pdomn amotelel T @don
evioyvong kot givar gketvn mov dvvatan va PEPeL Ta eEACKOVUEVA POPTIa, EVOD N URTPQ
elval n aon mov €xel Tov pOAO Tov PEGOV peTaPopds. Ta mepiocdtepo cuVOETA LAIKA
Eyovv ompovpyndel yoo v PeATioN TOV GLVIVACUDOV TOV UNYOVIKOV WO10THTOV TOV
VMKV, Omwg 1 dvokapyia, 1 SvehpavoTdTTA Kot 1) AvToy] 6€ LYNAES Beplokpaciec.
Avdroya pe tn @UOT TOL UNTPIKOL LAKOD T chvOeta dtaympilovian og Tpelg Pacikég
katnyopieg: o) Metadhikng untpag, B) MoAvpuepucc untpag, v) Kepoapknig pitpoc.

Ta ovvleTa vMKG Tolvpepikg piTpog (EYIIM) amotehovvral amwo £va molopepés O
uTpa Kot iveg 1] copatiowr og to péoov evieyvonc. Ta wo cuvin vAKd evioyvong pe
™ HopOeTN AV givar To 0EE1d10 Tov aAovpviov, To apapidto, o dvBpakag, To Yool Kot To
KapPido Tov muptriov. Ot Bacikol TOTOL TOAVUEPOV TOV YPNOLLOTOOVVTOL MO UNTPES
elvat: To EMOEEIOIKA, TA QPUIVOAIKE, Ol TOAVEGTEPES, Ol GIAIKOVEG, TO TOALINIOW Kot To.
Beppomlootikd. [23]

Katéd ™ dwipkeo coppatikov FSW molvpepav koar Zovlétov Yawov IToAvuepung
Mntpag (Polymer Matrix Composites — PMC) 6tov ot mopdpetpol 1| ta gpyoreio tng
oLYKOAANONG dev elval Ta KATOAANAQ, TOTE OMMOLPYOHVTOL KOKOL GYNUATICHOL
empaveog, EAAenymn deicdvong g pilag Kot yoUnAn KPLGTAALOTNTO LE OMOTEAEGLLO TOV
KOKO GYNUOTIGUO Kot TNV KOKY| Toldtnta. cLYKOAANoNG. €2g €K TOVTOV, TPOKELUEVOL VL
BeAtiwBel n avaueién tov vikov, n Bepuikn ayoyyomra (n o puOudS YOENG KoTd ™
ovykOAnon FSW) kot 6t cuvéyela Kot 0 GYNUATIGHOG TG GVYKOAANGNG, Ol EPEVVNTEG
&xovv dokudost pebddovg FSW, dmwc «otabepny, «nupoiilopevny kot «mpocOnkng
TPITOL VAIKOVY.

Tig televtaieg dvo dekaetiec, Ta PMC, ta omoia mapovsialovv Tig yevikég 1010t Teg Kot
TOV TANPOTIKOV KOL TOV TOAVUEPDV, £XOVV OTOTEAEGEL OVTIKEILEVO EKTETAUEVIG EPEVVOG.
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inside the mold cavity mixture after closing the mold. Rarng oyee ol

Ewova 3.3: Mapaywyn PMC [20]

Ta vAkd evioyvong énwg ot vavoomAnveg avOpaka (CNTS) kot coupatiowa yaikod (Cu)
EVOOUATOVOVTOL E0KOAD GE TOAVUEPES, T omoia givarl SVoKOAN Vo S1o®PLETOVV GTN
ovvéyelo Aoym tov duvaueny Van der Waals. Eropévac, 1 8106mopd tev aIAnpmTik®v 6To
ToAVUEPES etvar TO PBaocikd {RTnua yio v gvioyvon Tov wothtov Tov PMC. Ot kipleg
teyvikég mapackevng PMC eivat o tomikdg ToAVUEPIGHOG, N AVAUEEN OOADLOTOC Kot M)
avapelEn typoTog.

Eniong, divetan tedevtaio peydin mpocoyn o€ o vEo TEYVIKT TOPACKEVTG CUVOETIKOV
VAK®OV 1 omoia ovoudletal depyacia Tppig pe avadesvon (Friction Stir Processing-
FSP). H FSP mpoépyetar amd v FSW kat eivor dadikacio otepedc KOTAGTAONG YL
HIKPOSOUIKEG TPOTOTOMGELS, KATAGKELT] EMLPAVELNKOD CTPOUOTOS KOl CUVOETOV VAIKOV.
Exet T duvatdtto avapeiEng Kot cOvoeong Lopimv ToAvIEPOVS Kot DAIKOD gvioyvong,
kaOdc Aappdaver yopa og younin Oepuoxpacio enelepyaciog kot oe VyNAEC Tdoelg. H FSP
YPNOOTOIEITOL EVPEMG Y10 TNV TOPAYWYT GLVOET®V VAIKOV TOAVUEPTKNG UNTPOC. ZNUEPA
n FSP mpoteiveton ko ywoo v kataokev] moAvAettovpywkedv PMC pe oxomd va
BeATimBovV o1 unyavikég, NAEKTPIKES Kol BEpUIKES 1O10TNTEG TOV TOAVUEPDV.

"Eva yapaxtnpiotikd tapdostypa cuykoiinong PMC pe FSW, gival ) epgovntiky] pekétn
tov Sudhir Kumar [22], 6mov cuykoAnOnkav emttuydg dokipta cuvBétmv Nylon-6 ue iveg
yvaAo0. To Bértioto anotélecpa cuykOAANoNG, emtevyONKe pe TovTnTa Tpdwong 0.2
mm/s, ToyOtnTa TeptoTpoPnc epyareiov 600 rpm kat yovia kiiong epyaieiov 2°. H avtoym
0€ EPEAKLGUO KOl 1] TOGOGTIOH0 EMUNKLVOT] TOV OOKIUI®V anEAvovTot Pe TNV ovénom g
TOOTNTOG TEPIGTPOPNG KOt TNG KAIGNG TOL EPYOAEIOD, EVAD LEIDVOVTOL LUE TNV AOENCT TNG
TOOTNTOG TEPICTPOPNG,.
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3.3 H teyvucn) FSSpW

To 2001 epavionke po Topdywyn vrokornyopio tng FSW, n cuykdiinon oo tping pe
avadevon oe onueio (Friction Stir Spot Welding — FSSpW). H teyvikry FSSpW egivon pa
mapoirayn e FSW kot mepihapfaver n fudion ko eotioon oe éva povo onueio. Atveton
toitepn avapopd 6€ avTd TO KEPAANL0, O10TL LLE TNV TEYVIKN AT GVYKOALOVVTOL TAN00G
OHOL®V Kol AVOUOT®V TOADUEPDV, LUE TTOAD KOAVTEPES KO TOLOTIKOTEPES GUYKOAANGELS GE
ox€0m LE TIG CUUPATIKEG O1UOTKAGIES, EVM VITAPYOVY KO OPKETEG LEAETEG GTNV VILAPYOVGA
Biproypapia, pe yopaktnplotikn T pelétn tov Benyarou [24] yia tn ovykoAinon HDPE
pe FSSpW. X pelétn avty 1o kdpro copmepdopata mov e€fydnoav eival. o) 0Tt
UTOPOVUE VO EMTOYYOVUE OVYKOAANGEIS VLYNANG TOOTNTAG HE TIG KOTAAANAESG
TAPOUETPOVS (TAXVTNTO TEPICTPOPNG EPYAAEIOL Kot ¥pOVOG aVASELONG KOl TOPOLOVIG
énerta 610 onueio), B) o ¥pOVOG TAPAUOVIG ALEAVEL TNV OVTOYN GE EPEAKVLGUO KOl Y) M
tayvTa meplotpoeng kabopilel kKupimg T0 QovOUEVO aGTOYING TNG GLYKOAANGNG o€
QopTicELS.

O dwe@opég g FSSpW pe v FSW giva:

o Xmv FSSpW ta mpog cuykoAinon dokipia tomobetovvtal to éva v 6to dALo
Kot Oyl mAdylo dmwg oty FSW.

e Xmv FSSpW n katepyacia tov epyaieiov mpaypatonoleitol € €vo GLYKEKPLULEVO
onpeto povo ko oyt og OA0 T0 UNKOG OOV gPdmTovTal Ta doKipa OTmg cupuPaivet
otnv FSW.

H FSSpW odwkpivetol o€ té66epa facikd oTdowa:

A) Tn po0won: To gpyareio meprotpépeton kan fubiletan oe Eva opiopévo onpeio Ko
Baboc.

B) Tnv avéocvon: To epyadeio otapatd ™ Pudion Kot cuveyilel LOVO TV TEPIGTPOOT|
070 onueio, avadevoVTaG To VO TOAVUEPTIKA VAIKA. TN SL0dIKAGIo QVTH TOPAYETOL
Bepuotra Tppms.

I') Tn otepeomoinon: 10 gpyoreio otopatd ™ Asttovpyion TOL Yo €vo YPOVIKO
daotnua TopopEvovtos Puiouévo Kot ETONEVMG oTaRATAEL 1| Tapaywyn Oeppotnrog
AOY® TPIPNG Ko pe TNV YOEN TOL avadELUEVOD VAIKOV apyilel n 6TEPEOTOINGT TOVL.
"Eto1, Héc® Tov OHOYEVOTONUEVOL KO TAAGTIKOTONIEVOD DAIKOV OMNIIOVPYELTOL £VOG
OE0OG 0TEPENS KATAGTAONG LETAED TOV VM Kol TOL KAT® SOKIUIOV.

A) Amocvpon: To epyadreio amocvpeTOL OO T CLYKOAANOT).
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a) Plunging b) Stirring ¢) Solidification d) Retracting

Ewova 3.4: Ta otadia tn¢ dtadikaciac FSSpW [24]

H dagpoponoinon petaé&d tov dadikooidv cuykoiinong FSW kot FSSpW givon epeovig
KOl GTO TOPOKAT®D YN LLOL.

(a)

Pre-heating (T,) Consoldation (T;)

Waiting time (T,,) Punch Retraction
Ewova 3.5: Synuatikn answovion twy dtadikaotwv (a) FSW, (b)FSSpW [21]

[21], [22], [23], [24]

59



3.4 Epevvnmikég peréteg - Béhtioteg mapaperpor ocvykoérAinong ywo tqv FSW

TOAVUEP DV

O Ilivakag 3.1 mopovctdlel To MO ONUOVTIKE EMIGTNUOVIKA EVPNUOTO HEAETMOV Yo
ovyKkoAnoelg FSW 610popmv ToAvpepdv:

Mivakag 3.1: Ot rito onpavtikes ueAetec FSW noAvuepwy [21]

threaded pin

Author(s) Base Plate Tool/pin UTS Joint
material thickness profile (MPa) efficiency
(mm) (%)
Inaniwa et al | Nylon-6 5 Threaded 67.1 35
[64]
High- 5 Threaded 31.9 70
density
polyethylene
(HDPE)
Polyvinyl 5 Threaded 66.5 45
Chloride
(PVC)
Panneerselvam | Nylon-6 10 Threaded 34.8 40
et al [65]
Zafar et al [30] | Nylon-6 16 Threaded 27.22 32
Sadeghian et al | Acrylonitrile | 8 Cylindrical | 41.42 99.1
butadiene
styrene
(ABS)
Conical 39.30 94
Bagheri et al | ABS 5 Threaded 32.62 88.76
[66]
Pirizadegh et | ABS 5 Double 20.7 60.6
al [67] shoulder
tool  with
convex pin
Double 15.58 45.6
shoulder
tool  with
simple pin
Mendes et al | ABS 6 Stationary | 29.48 67
[68] shoulder
with conical
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Oliveira et al | Polymethyl |3 Refill 9.5 11.87

[69] methycrylate friction stir
(PMMA) spot
welding tool
Ahmadi et al | PP 4 Simple 5.7 -
[70] cylindrical
conical
Threaded 3.84 -
conical
Kissetal [71] | PP 15 Traditional | 11.50 50
milling tool
Bozkurt [57] HDPE 4 - 194 86.3
Gaoetal [72] | HDPE 4 Threaded 12.3 -
cylindrical
Azarsa et al | HDPE 10 Threaded 33.76 95.69
[73]
Arici et al [74] | Medium- 5 Cylindrical | 20 100
density
polyethylene
(MDPE)
Aydin [75] Ultra-high 4 Threaded 28.5 89
molecular
weight
polyethylene
(UHMW-
PE)

INo mapdaderypa, or Azarsa et al. [73] ocvykoAnoav tepdyia molvatBvieviov LVYNANG
nokvotntog (HDPE) méyovg 10 mm og taydtnta nepiotpoenig 1400 RPM kot tayvtnta
oLYKOAMNoNG 25 mm / min pe avtoyn cLYKOAANONG 6YedOV OGO 1 AVTOYH TOL LAIKOD
Baong.

Ot Dashatan et al. [76] omv gpyacia tovg Tapovoiacay 1 dvvatdTNTo, GHVIESNG TOV
avopoiwv mtolvpepmv ABS kot PMMA. £ pedétn toug damiotddnke 6t o1 mapdpetpot
oLYKOAANONG, Wwitepa N TaxOdTNTA TEPIGTPOPNS Kot o puBudg Pubiong emnpealovv
OMUOVTIKA TNV 0vTOY] CLYKOAANGNG. ZOUQ®VA LE TO amoTteléopata, 1) BEATIOTN TohTN T
neplotpoPng tvar otic 800 RPM, 31011 Kdtm Kol Gve amd ouTHV TV TN Topotnpnonke
peiowon g avroyne. H younin toydtmro mepiotpone TpokdAece EAAEIYT TAPAYMYNG
BepuomTog, eved N vynin odnynoe o emmAéov BeppdtnTa, 1 onoia cuuTiese VTEPPOAKA
TO TAAGTIKOTTOMNUEVO VAKO. TOppmva pe Tov Bozkurt, n taydtnto nepiotpogng cupfdilet
katd 73.85% 610 GUVOAO TOV TOPAUETP®V GLYKOAANCTG, OGOV APOPE TNV AVTOYY| T®V
OLYKOAMNUEVOV doKipimv. Ommg Qaivetal 6TO TOPAKAT® GYNHO TNV KPOTEPT ETLPPON
™V €eLn Yovia KAiong.
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15

50

25

Contrubition rate (%)

Tool
i Tool

iy traverse Tik
E
(?:::; speed ngle e
(muw/min) ©

Ewkova 4.1: Mapduetpol ouykoAinong [21]

Kopia yevikn tdon dev pmopet va ekppdoet T oxéon peta&h GuYKOAANGNS Kot ToyOTNTOG
neptotpopnc. To mapoakdto oyfua mopovctdlel T PEATIOT ToOTNTO TEPIGTPOPNG OF
oxéon pe TV TaxOTNTO GLYKOAANOTG Y10 S1APOP TOAVUEPT].

T T I T T T T T T T T ¥ T
3000 4 =e=Totation rate e 120
—ill— Walding spead|
2500 - L 100
- >
& 2000 g0 S
i 1 [T @
: .
E 1500 - / 60 ©
2 3
2 10004 / "~ |40 3
o 3
3-
500 \./.\ 20
O I 1 1 I I 1 Ll 0
Nylon-6 ABS PMMA HDPE MDPE PVC PE
Polymer

Ewkova 4.2: TIUEG TEPLOTPOPLKIG TAXUTNTACS KAl TAXUTNTAG OUYKOAANONG ouvaptrioel Tou i6oug Tou moAupepous [21]
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Ievikd, eivar coeég OtL 10 TOAVAIOVAEVIO GLYKOAAATOL HEe TNV LVYNADTEPT TOYVLTNTA
OLYKOAANGNG Kot TayDTNTO TEPLOTPOPNG 0o To. VIOAoma woivuepn. Evd to Nylon-6,
AOYy® Tov younAov 1EMOOVE TOv, amoutel YOUNAOTEPN TAXVTNTO TEPIGTPOPNG KoL
GLYKOAANOTC.

To BabBoc Pudiong eivan {wTtikng onuaciog, o190t Eva vyniotepo Babog pumopet va avEnoet
OTNUOVTIKA TN OEpUOTNTA TNV EMPAVELX TOV TELAYIOV EpYUGiag AOY® TNG OEPLOUOVOTIKNG
@Vong tov Tolvpepovs. Ot Bilici kar Yukler [77] avapépOniay otn pedétn tovg yo )
ovykoAAnon HDPE pe FSSpW oty mapduetpo tov Babovg PHOiong. Onwg daxkpiveton
OTO TOPOKAT® CYNUO, T OVTOYN TNG GLYKOAANONG awEdveTol e €va OPIGUEVO EMIMEDO
BaBovg Pudiong.

7z 4200
S 3500-
S
L 28004
‘@
§ 2100-
§ 1400. Fracture morpho.logy
ﬁ [0 cross nugget failure
‘é. 700 B pull nugget failure
—
0 ] L 1 I ] 1 Ll 1
540 560 530 6.00 6.20 6.40 6.60 6.30 700

Plunge depth, mm

Ewkova 4.3: H enippor) tou Badoug Budiong atnv avtoyn ouykoAAnong [21]

H meportépo avénon tov Pdbovg Pubiong elye g amotélecpo ) ocvumieon Ttov
TOAVUEPOVG TTOVL TEMKA PEIMGE TNV OVTOYT| TOV.
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3.5 O pbéiog Tov oYEGLAGPROD TMOV EPYULEI®V 6 cVYKOAM Gl FSW molvpep@v

Onwg eidape TponyovUEVWDS, 0 OYESACUOG TOV EPYUAEIOV OmOTEAEL BOCIKT KO CUAVTIKN
TOPAUETPOC TNG dradikaciog FSW.

H yeopetpia tov gpyoreiov kot tov meipov ennpedlovv oNUOVTIKE TNV TOOTNTO TG
ovykolinong. OuBilici et al. [78] pelétnoav otnv £pguva ToVg 6 SLOPOPETIKEC YEMUETPIES
nelpwv og ouYKOAANon FSSpW. Or tomol Tov eipov, 6TOS QUIVETUL 6TO TUPUKATO
ompa, MTov gv0eic KVAVOPIKOl, KOVIKOL KVAVOPLKOL, CTEPMELIEIS KVAIVOPIKOL,
TETPAYOVOL, TPLYOVIKOL KOt EE0YOVIKOL.

Ewkova 4.4: Tunol neipwyv [21]

Ta amotedéopata £0e1Eav OTL Ol GUYKOAANGELS LLE TOV GTEPOELIN TEPO e UNKOG PHLaTog
0.8 mm &iyov v vymAdtepn avToyn epeikvouov. Emmiéov, mapatnpndnke 6Tt To pnKog
TOL PHaTog TOL TEPOL £xEl PEYOAN EMPPON OTNV OVIOYN TNG GLYKOAANGNG, M Omoid
HEIDOVETON e TN Helmon Tov Prpatoc.

Emiong, ot Ahmadi et al. [70] peAétmoov v emidpacn Tov TEIPOL G GLYKOAANGN
neptoMEng ovvBetikod mpomvAeviov evicyvuévo pe tveg GvBpoka. Xpnoipomoincav
TEGGEPU UPOPETIKA TPOPIA TEIP®V, GTEPOEDN KLAVIPIKO, GTEPOEWN KOVIKO, €000
KLUAVOPKO Kol €00V Kovikd. KaAbtepa amotehésloTa 6TV avToyn EPEAKLGLOD £J€1EE O
OTEPOEONG KOVIKOG TElPOG. AvTd 0QeileTon GTNV HEYOADTEPT EMPAVELD ETOPNG TTOV ElYE
0 meipog avTdG e TO SOKIpO e amoTéAesa TNV VYNAOTEPT TPPN. AKOUN, TO CTEPDOLULATO
TPOKAAEGOAV VYNAO GTPOPIMGUE GTN papY| TNG CLYKOAANONG, LLE GUVETELN TV KOADTEPT
avApEIEN TOL AOUEVOD VAIKOD Kot TV KaADTEPT TOtdTNTO TG GLYKOAANGNG. [21]

H ermidpaocn tov dpov (shoulder) tov gpyaieiov, £xet diepeuvnbei ylo. cLYKOAANGELG
ABS on6 tovg Sadeghian et al. [53] Xpnoyomoincayv £vav €101K4 6YESIOGUEVO KOIAO DO
pe vBY Kot KOAVOPIKS meipo. O GVYKEKPYEVOG GYEIACUOG MU0V £YIVE Yo VO TEPLoplabel
N mapaydpevn Beppuotnto TpINg evidg TG TEPLOYNS GLYKOAANGNG.

Mua Aemida amd avoleidwto ybAvPa TomofeTONKe GTNV EXAVEO EMPAVELL TOV GUAADY TOV
ABS yo va amotpéyel TV amoKom TG KOPLENG TNG CLYKOAANGNC, SNUOLPYOVTOS £TOL
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éva kado wvipiopo empdvelag. H avioyn epeAkuopon tov derypatov £0e1&e eEopetikd
amoteAéopaTa Kabmg o1 VYNAOTEPES avTOYES GLYKOAANGNS NTav 6to 101% Ko 99% cTovg
KOVIKOVG Kot KLAVOPIKOVG TEIpoVE, avTioTotyo, o€ 6YEoN LUE TO LVAIKO Pdonc.

1 pedétn tovg, ot Oliveira et al. [69] cvykoAinoay eOAAa [ToAvuebvriopebvAakpvAikoD
(PMMA) pe FSSpW. X10 mapakdt® oyniuo Topatnpovue T doun Tov epyoreiov mov
YPNOUOTOONKE TN GLYKEKPLEVN HEBODO.

(b) °

FSpW - Friction Spot Welding
MW - Microwave Welding [10])

~
A

© 64 T8 - Thermal Bonding (11)
& US - Ultrasonic Welding [12)
(a) =
PIN ~
=
"
SLEEVE 2
w
CLAMPING § oy
RING 7
&
-

METAL

© T Y Y T
FSpw L ™ us

POLYMER

Ewkova 4.5: (a) Sxnuatikn ametkovion tou epyadeiou mou ypnaotuonindnke otn FSSpW twy Oliveira et al. (b) Z0ykpion
SLatuntikic avroxrc otnv FSSpW ue aAAeg texvikéc ouykoAAnanc [21]

¥ ypoaeikn ovamapdotoaon 4.5-b mapovcidletat n cOyKpion TG STUNTIKNAG AVTOXNG TG
ovykoAnong FSSpW, émov cdppova pe avty m perlémn codton pe mepimov 9.5 MPa,
VYNAOTEPA GE GYEOT Le AAAeG HeBOOOVG OTTMG 1 GLYKOAAN oM e HKpokvaTa, 1 Oeppikn
OLYKOAANGT Kot 1] GLYKOAAN G| pe vrepryovs. H mpopavnig damictwon g cvykpicemg
aVTAG €iva 1 TOAD peyaAbTeEPN avtoyf TS cLYKOAANoNG da TP o€ onueio (FSSpW)
o€ GUVTOUO YPOVIKO SLAGTNLO CUVOESNG GE GYXEON LE TIG VITOAOTES HeBOOOVG.

Emiong, oe o GAAn pekétn, tov Mendes et al. [83], avortdybnke po véa popmotiky
TAATEOPUO. HE OKOMO TNV peyoAvtepn eveMéla g dwdwociog. H miateopupa
amoTeEAOVTAY OO £voV POUTOTIKO YEpLoTh, €va gpyareio FSW kot teyvoroywkn
vrootPiEn Tov epyareiov.
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I'evikd, to coumépacua omd T peEAETES ivon 0Tt 0 Teipog mailel kabopioTikd polo otV
avToyn TG oVYKOAANONG. O GTEPOEIONG TTEIPOC, AOY® TNG IKOVOTNTAS TOL VO AVOULYVOEL
TO TAOGTIKOTOMNUEVO DAMKO EYEL TKAVOTOMTIKO OTOTEAECUOTO GUYKOAANGNG, EVM OE
TEPIMTOON TOL £XEL KO LEYAAO EUPAOOV ETPAVELNG TTapAYEL LYNAGTEPT BEpdTNTO TPPNG
7oL €ival amopaitnTn Yo v ektédeon g ovykOAAnong. [21]

H didipetpog tov meprowyeviov Tpog ) ddpeTpo Tov TEipov kupaivetot o avaloyia 3:1 1
4:1. To pnkog tov meipov mpénet va givar 0.3-0.4 mm pikpoTEPO amd 10 IO TOL SOKIUIOV
epyaoiag. Eniong, ta epyaieio mov ypnoylomodnkoy KaTooKEVAGTNKAV amd S1dpopa
VAKd o omoia Kotaypdeovrot otov Ilivaxa 3.2.

Mivakag 3.2: YAika kataokeurg epyaieiwv FSW [28]

z
e

Tool material

H13

Tungsten carbide

PCBN

SAE 1050 steel

Stellite 6B

MP-159

Ferro-Tic-HT-6A

Mo-TZM

Rhenium

Ferro-TiC Sk

HI13 chromium-molybdenum steel, PCBN poly-cubic boron
nitride, Stellite 68 cobalt based alloy, MP-159 nickel cobalt
based alloy, Ferro-Tic-HT-6A steel alloy bonded titanium
carbide; non-magnetic and wear resistance, Mo-TZM titanium
zirconium molybdenum, Ferro-TiC steel alloy bonded titanium
carbide

AR IR E R Pl el el bl 1)
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3.6 Emidopaocn g eEmtepiki|g emaymyng Oeppotnrog

Abdym ™¢ BepUOLOVOTIKNG PVONG TOV TOAVUEP®V Elvar YEVIKA 0VGKOAO Vo LETOPEPDEL 1)
wapayouevn Beppdtro ond tov ouo otn Pdon tov tepayiov epyaciog. Mmopel va
wpokAnOel etepoyevig avaueln kovid otn Pdom, €Wwkd oe yovipd @OAAN. Avtd TO
TPOPANLO OVTILETOTIGTNKE e TNV VIOBETNON SLPOPETIKMOV TPOCEYYICEWV.

INo mopadetypo, o Aydin [75] npoBépuave @OAAa moAvatBvieviov Eapetind LYNAOD
poptokov Papovg (UHMW-PE) mpiv tqav FSW. H mpoBépuaven npaypatonomdnke oe
KAMBavo otovg 50 kar 80 °C. Zvykpivovtog TiG TIHEG GVIOYNS EQPEAKLGHOV T®V
wpofeprocuévey kol Tov un Oeppovopevov dokipo damot®dnke 0Tt To dElyaTo TOV
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npobepudvnkav otovg 50°C eiyav 17% vynAdtepn ovroyn. H avtoyn tov un
npobepuacpévov delypatog elxe to 72% g avtoyng Tov UNTPKOL VAIKOD. AV Kot 1
poBéppavon £0e1&e KaAd AmOTEAEGLOTO GUYKOAANONG, KAVEL IO cLVOETN TN Stadkaciol
Kot awEAVEL ETioNG TO XPOVO Tparypatomoinons . [’ avtd o kadvtepn pébodog, yio ™
JlTNPNON TOV GLVIOUOL YPOVIKOV OGTNUATOG TNG Oladikaciog, €ivar M ent tdémov
0épuravon katd ) ddpketo g FSW.

O1 Bagheri et. Al [66] ypnowonoincav éva «Bepuavouevo tamovtow (hot shoe), to onoio
elvarl éva eEmtepikd Bepuotvopevo YaAvBoVo mEPLOVYEVIO TOL KIVEITOL YPOUUIKE KOTA
UNKOC TOL gpyareiov, pe okomd tn PeAtioon g avtoyng Tng CLYKOAANONG Kol TV
eEdreyn tov sAattOpdTOV oTlg ovykKoAnoele ABS. Ta kalvtepa omoteléopota
eMmoetnocov oe VYNAEG TaxOTNTEC TEPIOTPOPNS, LYNAN OePLOKPOGIiO TOMTOVTGIOD Kot
YOLUNAT ToyOTNTA GLYKOAANONG. Ot yapnAég TtaydTNTeg GLYKOAANGONG £0MCAV EMOPKN
XPOVO Yo avAUEEN Kol ©G €K TOVTOV emiteLyOnke KaAVTEPN avtoyn cvykOAAnone. H
VYNAOTEPN AVTOYN EPEAKVLGLOV TV GYEOOV 6TO 89% NG avToyNG TOL VAIKOL Pdiomg.

Y o GAAN pelétn, ot Mostafapour kot Asad [79] ypnowonoincav ™ uébodo «hot shoex»
v ovykoAAnon Nylon-6. Ta aroteléopata T cVYKOAANONG fTay KAAd, 610TL 1| avToyn
nrtav ion oxeddv pe avTNV T0LV VAIKOV BAoTC.

Ot Vijendra xor Sharma [80] ypnopomoinoav e dapopetiky teyxvikn. To gpyodeio
BepuatveTon péom emaywyikng 0éppavong kot dtatnpeitan otabepn 1 Oeprokpacio oe OAN
™ owdpker g dwdikaciog. Xpnoipomombnke emaymywd mnvio mov mepPdArel 10
gpyoreio Kor Tpo@odothOnke pe evorlhacolOuevo pedpa. Avtn m épevva €de1Ee
a&loonpeiota amroteAéouato, GTo Omoia 1 OVIOYN TNG GLYKOAANGNG NTAV GYXEOOV iom Le
NV avtoyn Tov VAoV Bdomg yuo Beprokpacio epyaieiov-neipov otovg 45°C kot TayvTNTO
neprotpoeng 2000 RPM. H teyvuicn avti) Tapovctdlel opiopiévo TAEOVEKTILATO GE GYECT
ue GAleg pebodovg. Ia mopdadetypo, ot teyvikéc pe «hot shoe» dev ypnoyomolovvtan
YEVIKO GE KOUTVAOYPOUUES CUYKOAANGELS AOY® TOL OTL 1| TPoBEpaven Tov epyareiov
oonyel og dappon g BeppdtTToc 610 TEPPAALOV LLE TO TEPAS TOL XPOVOL, LE CUVETELL
o0& PEYALEC GLYKOAANGELS LITAPYEL akavOVioT BEpuaven Tov vAkov Baong. [21]

3.7 Bubwopévn FSW morvpeparv

"Exovv die€aybei épevveg yia FSW petdlhov og katdotaon fodiong oe vepd (Submerged
or Underwater Friction Stir Welding — UFSW) kot ta oamoteléouata MoV TOAD
vrooyoueva. Avarloyn £pevva ¥pelaleTon Ko Yo To TOAVUEPT|, EQPOGOV atn PifAtoypagio
VILapPyEL TOAD HKPOG GYKOG TANPOPOPIDV, VD TOAAE TOALUEPT dEV EXOVV GLYKOAANOET
noté pe Pudopévn FSW oeg vepd.
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machine
(FSW-3LM-002)
|

Z
Spindle of welding
Y
X

Travelling direction

I Water tank
/ Pin tool (Water immerse system)

Travelling mechanism

Ewova 4.6: Eykataotaon kot Stadikaoia tng Budiougvne FSW [25]

O1Gao et al. [72] mpayuatonoinocay cvykolinoelg @OALwv HDPE Bubiouéva kdtw and to
vepd Kol OTOV 0€PO KOl GUVEKPVOV TS OvTOXEG Tovg o€ gpehkvond. Ta mepdpota
TpoypoTonomOnKay pe Tic PEATIOTEC TOPOUETPOVS GLYKOAANGONG, YPTOLLOTOLDVTOG
KOAVOPWKO omepoedn meipo. Ta amoteléopata €0e&ov OTL 1 GLYKOAANGN TOV
exteAéSONKE KATO Ao TO vePO €lye LYNAGTEPN avTOoYN OO CVTY TOV TPy LLATOTOM ONKE
otov aépa. H péyiot avroy kdtm anod 1o vepo Nntav 12.3 MPa, evd otov aépa ntav 9.6
MPa. A’ 611 pdvnke, 10 vepd eAéyyet ™ nuéEyot Beppokpacio kot ennpedletl tov Beppikd
KOKAO 67O adVVApO PEPOG, LE OMOTEAEGLO TV KOADTEPT) GUYKOAANGN).

Emiong, ot Derazkola et al. [26] npoydpnoav ce pio TEWPOUATIKT HEAETT] GLYKOAANONG
FSW Bubicpévov moAvavBpakikon moivpepoic (PC). Amodeiydnke ot pehétn avtn ot

e H Beppoémra mov mapdydnke otmv UFSW ftav oyeddv 6% younidtepn ond v
nepintmon g cvuPartikng FSW.

¢ H wovomta porg Tov TAAGTIKOTONUEVOL VAKOV NTav yaumAdtepn oty UFSW
ano v amAn FSW. Qo1660, o1 ynpikés 1010t TeS TOL VAIKOV 611 {dVn ovAdELong
etvar mo otabepég otnv UFSW.

e H avtoyn oe gpelkvond ota cuykorAnuéva dokipa e UFSW ftav mepinov 8%
vynAotepn and v FSW. Eriong, n oxAnpoémta eiye peyokdtepeg Tyég oty
UFSW.
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Ewkova 4.7: SkAnpotnta twv ouykoAAnuévwy dokiuiwv PC ue Budiougvn FSW [26]
[26]

3.8 E&éMEn e Mikpodopng

Ot TapAUETPOL GLYKOAANGNC EXOVV QUECT] GXECN LE TN LIKPOSOUT TOV VAIK®V KOl MG EK
TOVTOL TNV ToLdTNTA NG cLYKOAANoNG. Koatd ) dudpketa g FSW, 10 mpoc Katepyacia
TEUAY0 VPioTATAL EVTOVT) BEPILAVON TTOL 00MYEL OE PIKPOSOLKEG OALAYEG KO GYNULOTIGULO
dwpopeTik®dv Lovav. Xt1ig FSW petdhiwv mopatnpobvtal T€66Ep1g SlopopeTikeés COVES:
Tov mopnva ovykoAAnong (weld nugget-WN), t Bepuounyovikd ennpeoacuévn (ovn
(thermo-mechanically affected zone — TMAZ), m 0Oepukd ennpeacpévn (odvn (heat-
affected zone-HAZ) kot o vAko Baong (base material-BM). Qot660, 6tV Tepintwon tov
TOAVUEPDOV deV vrapyel Tavta | HAZ. Eniong, n pikpodoun mov mapotnpeitatl otn {dvn
OLYKOAANGNG elval S10POPETIKN OO VT TOV HETAAA®V.

Ot Kiss et al. [81] uerémoav ™ popeoroyia Tov paedv cvykoAlnong FSW eOAlwv PP.
Onwg, paivetal 6To TOPOKAT® GYNIO, TO OTTIKO UIKPOOKOTIO £JE1EE GOAIPIKT OOUN GTO
KEVIPO Kol ©TO VAIKO PBaons. Awmictwcov Ott yio va emrevyfel kaing moidtnrog
oLYKOAAN oM Ba mpémel vou unv vIdpyel HEYOAN TOAVTAOKOTNTO, OTN LOPPOAOYiN KOl TO
TAATOG TNG POENC Vo, eivar pkpo. [21]
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Ewkova 4.8: (a) Spaipikn Soun otn paen kat oto uAiko Baanc, (b) Yrepuoptakn Soun otn ouvopLakn mepLoxn
[21]

3.9 E€arewyn Atedarav Pilag og FSW molopep®v

Metd v emttoyn epappoyn FSW ce molopepn, Exovv yivel mpoomdBeteg yo tnv eEaheym
OYETIKOV EAOTTOUATOV LE 6KomO TN PeAtimon g avtoyng cvykoAinone. To eldttopa
pilag mpoxvmtel AMdy® atelolg deicduong Tov epyareion kot £(EL AUECT] EMIOPOCT] GTNV
avTOYN TNG GLYKOAANGONG. ZTIG TEPICCOTEPEG OOTOYIEG EPELKVGOV EYEL amodelyDel 6TL o1
POYUEG EKKIVOOV amd «pilecy. [21]

o Pp P b

Cracks Lack of fusion Inclusion Root defect

Ewova 4.9: Mapadeiyuata eAattwudatwy pilog [27]
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Mo v e&dhenym owtov TO0L EAATTOWATOG EXOVV Ypnotpomondel didpopeg péBodot, OTmg
0 GYEAOUOG OITAOD TTEPLOVYEVIOL Kot Ol SITAEG SIEAEVGELS TOV EPYOAEIOL.

Ot Arici et al. [74] epydotnkav pe dumhd mepdopoto tov gpyaieiov oe uALa. MDPE
(Medium Density Polyethelene). H cuykoAinon éywve og dvo Prpota. Ta arotelécpata
£0e1&av OTL dgv LINPYAY eATTOUOTO PILOC KO 1) vTOYN HTOV VYNAOTEPT).

Ye o GAAN pedérn, ot Pirizadeh et al. [67] ypnowonoincav éva veooyedioouévo epyareio
TOV OTOTEAOVTOV OO dVO TEPLOVYEVIO KOL NTAV TKAVO VoL EPYETOL GE ETOAPT LLE TNV AVO KOl
TNV KATO EMPAVELD TOVL TEHOYIOV KOTA TN S1ApKELD TG SL0dIKAGTIOG.

Bottom shoulder >

.| <——— Upper shoulder

Eikova 4.10: SYnUATIKI) QTTELKOVLON TOU VEOOTXESLAOUEVOU EPYaAEioU e SUO TTEPLAUXEVLA TNG UEAETNG TwV Pirizadeh et
al. [21]

Ta meprovyévia dtatnprOnkoy axivnto Katd T dtdpkeld TG dtodtkaciog, ONAadT VINPYE
pévo meptotpoen tov meipov. Ta mepdpata dieénydnoav oe puAla ABS méyovg 5 mm.
Metd 1 ovykOAinon dev mapotnphdnkav chattopate piCag 1 omicOieg oyopés. H
VYMAOTEPT avTOoYT| EPEAKLOUOD NTay 6T0 60% TNE AVTOYNG TOL VAKOV Pdong. [21]
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3.10 Emidopaon g Kpvotairoong otic [orotnTeg Tov Ilolvpepovg

"Eva mAnpm¢ kpuoTaldikd vAIKO Exet dropa 1} Lopta Le TaStvouUnEVO Kot TEPLOOTKO TPOTO.
O BaBpodg KpPLOTAAAMGONG £YEL CNUOVTIKEG EMOPACELS OTIG IOIOTNTES TMV TOAVUEPDV, OTMG
TNV OVTOYN G€ EPEAKVOUO, TNV OKAUY i, TO OPLO SLOPPOTC, TI CKANPOTNTA KOl TNV CVTOYN
o€ kpovon. H avénon ¢ kpuotdArlmong TpokaAel adEnom g avtoyng 6€ EPEAKLGIO Kot
™G OKANPOTNTOC, EVO 00NYel g peiwon ¢ avioyns o€ kpovot. O Babuog kpuoTdAAmaong
oLVNO®G HETPATOL GYETIKA LE TO TOGOOTO KPLGTAAAMONG HE TN Alapopikn Oepudopetpio
Yapwong (differential scanning calorimetry — DSC). To mo60616 kpvoTdAhmong givol 1o
OLUVOAIKO KPUOTOAMKO TEPIEYOUEVO MG TTPOS TO dpoppo vVAkd. H pébodog DSC petpdiet
mv eEmBepun M €vddBepun Bepuomnta evOg LAIKOV € GuVApTNon UE TO YPOVO M
Bepuokpacio. H kpuotdAlmon tov moivpepotc pmopel va Ppebet pe v DSC petpdvrag
™ Ogpuodmro ™MENS TOL TOALUEPOVS. Avt M Ogpudtra divelt 10 mMOc0ooTO %
KPUOTAAA®ONG G€ Katavoun og oyéomn pe 1 Oepuotnta ™éng v éva 100% 1 mAnpog
KPUOTOAAWUEVO iYL TOV 1510V VALKOD.

O1 Gao et al. [72] pétpnoav 10 1060610 KPLOTUAAMONG GVYKOAANUEVOV dokiptiov HDPE
pne FSW ce dwpopetikéc meployés, omwg: BM, HAZ, TMAZ xor ynypo cuykOAANnong
(WN), 6mwg gaiverar otnv Ewcova 4.11.[21]

TMAZ

Nugget

Ewkova 4.11: Ot oxynuatioBeioeg neployeg kara tn FSW [21]

Ta anoteléopato £0€1iav peimon g Kpvotadiroong and to BM oto WN. H FSW
elval po ypryopn O10d1kacion GUYKOAANGNG OV €lxe ¢ OMOTEAEGHO TN Helwon g
KPLOTAAA®ON G AOY® NG Toyelag YoENG g {dvNg GLYKOAANOTG.

H perét tov Kiss et al. [71] mpaypoatomombnke oe cuykorinuéva doxipio PP pe FSW,
ypnoonowdvtag Eva Oeprudopetpo Perkin-Elmer pe pvbud 6éppovong 10 K/min. Ta
amoteAéopoto £de1&av oyeddv v idta Taon pe avt tov Gao et al. To WN Bpébnke va
EYEL TN YOUNAOTEPT KPVOTOAAMGN GLYKPLTIKG pe T volowteg meproyéc. O Kiss et al.
Bedpnoav 01t avTd opeiretor 6To peyaAvTEPO NEyehog epyaieiov oe oyéom pe to WN pe
OTOTEAEGLO. VO, amOoppopdToL ypnyopotepo n Oegpudtnto. Aniadn, m ypryopn woén
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npokdAiece ™ younAotepn kpvotdAiwon oto WN. H mepoyn oe andotaon amd 10
epyoleio lye TepLocdTEPO YPOVO VO YLYOEL, 0mdTE Ko £lxe VYNAOTEPN KpLoTAAA®ON. [21]

3.11 Po1] vikov katd ™) dwedikacio Tng FSW

H xatovonon tg pong tov vAkov givatl onpovtikny yuo v tpoANYT ondv Kot GAA®OV
eratTOUdTOV IOV propel va dnuovpynBodv katd ™ ddikacio g avddevong. H perém
™G pong yivetar Kot 6T 800 TAELPES: mpowbovpevn mhevpd (advancing side-AS) kot
voywpovoa TAevpd (retreating side-RS). [21]

Ot Simoes et al. [82] perétnoav ) pon Tov VAIKOD 6€ POAAL PMMA ypnotponotdvtog
Vo drapopetikd epyareia. To TpmTo €iye pikpn SAUETPO TEPLAVYEVIOV HE KOVIKO TTEPO
KoL TO 0e0TEPO ElYE TEPLOLYEVIO LE PEYAAT SIAUETPO KOl KOVIKO TEIPO KOVTA GTO KEVTPO.
SVyKpivovTog To. 0TOTEAEGLOTA TOVG [E TN MEAETN poviédov pong Arbegast oe pétoilro,
vrooTHPLEAY OTL 1) POT) LAIKOD GTO TOAVUEPT EIVAL SIUPOPETIKT OO VT TOV UETAAA®V.
Emiong, avépepav 6t 1 demapn g Ldvng tov Pubicpévou teipov Kot Tov VAIKOL BAong
mopépeve gvbeia, yeyovog mov dev £de1Ee por VAKOV amd ) {dvn avAdevuong 6To VAIKO
Baonc. Ot ewcdveg kot twv dvo dokipimv eaivovtatl otnv Ewova 4.12.

Ewova 4.12: Elkoveg omioBiou ¢wtlopol Twv cuyKoAnpévwy UMWY PMMA pe cuykoAAnon Sia TtpLBAg pe avadeuon
™G HeAétng twv Simoes et al. (a) Epyaleio 1 (b) Epyaleio 2 [21]

I'evikd, n pon vAKOU 6Ta TOAVPEPT] EIvar OPOOPOPPN Kl SLHPEPEL A6 VTN TOV
NETAAL®V o€ peydro Babpd.

Mo Topopoe TopaTHPNON TG PONS TOL VAIKOD oUEIDdONKE KaTA TN ddpketa g FSW

tov Nylon-6 am6 tovg Zafar et al.

[21]
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KE®AAAIO 4: XYI'KOAAHXH AIA TPIBHX ME ANAAEYXH -
E®PAPMOI'EX XE XYTI'KOAAHXEIX OMOIQN HOAYMEPIKQN
YAIKQN

E@pdoov eidape og yevikég ypappés Tic Pactkég TANpo@opieg OGOV apopd TIG GLYKOAANGELG
FSW molvpepdv, Tig mopapuéTpous Kot TV EPELVNTIKY TPO0do Tov £yl yivel pe Pdon
OLYKEKPIUEVES HEAETEC TAV® 6TO BENA, 6€ aVTO TO KEPAANL0 EETACETOL OVOAVTIKOTEPO T
dwdkacio g FSW mohvpepdv.

4.1 Mepintmon FSW @oirov HDPE — Mishra et al.

Mo va evtpuenoovpe TEPUTEP® GTIC GLYKOAANOCELS OUOI®MV TOAVUEPIKOV VAIKOV LE
ovykOAANon 1o TPIPNG He avadevon Tapovstdlovpe T HEAETN] GLYKOAANONG VALV
HDPE (vynAng mokvotntag molvabvieviov) tov D.Mishra et al. [28] To molvuepéc
HDPE eivan éva Oeppomiactikd pe peydio €0pog epoproy®dv Kot XL KOAN avIoyn oTnV
kpovon. Eivat 1o mo dradedopévo Beppromhactikd otig épevveg v FSW molvpepmv.

4.1.1 Yaka, Mé0ooor, ITapapetpor kor Mnyavijpota

Ta dokipa HDPE pe drootdoeig 100mm x100mm X 6 mm mpoetopndotnKoy yio Tov
oKOTO TNG GLYKOAANONG. Ot UGIKEG 1010TNTEG TOL VAIKOV Pomng KotaypaenKoy GTov
TOPOKATO TivaKL:

Mivakoag 4.1: Quotkeg 1dtotntes tou HDPE

Ogpukn ayoywomrto ( W/m °C) 0.46
Ynueio méng (°C) 126
Mukvomra (kg / m3) 950
Tuvtedeothc Oeppukrg Sractodne X 107°°C~1 | 100 - 200
Azmdlun avtoyn o€ pglkvoud ( MPa) 33
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To gpyareio oL YPNCHOTOMONKE GTI GLYKOAANOT KATAGKELAGTNKE oo YAvPa H13 ko
01 0100TAGELS TOL (POIVOVTOL GTO TOPUKATM GYNLLOL:

|_| Ih—S.ﬁmm
LY

D =14 mm d=5mm

Ewova 4.1: Ot StaotaoeLg tou epyaleiov mou ypnowuomotnOnke otnv melpauatiky Stadikooia

To epyodeio eiye didpetpo mepravyeviov D=14mm, didpetpo meipov d=5mm kot Vyog
neipov h=5.6 mm.

o ™ ovykoAlnon FSW ypnowwomombnke pia 2 tovov CNC (eleyyouevn amod
vroloytot) unyavy FSW nov katackevdotnke omd tnv ETA Technology, Bangalore.
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Ewova 4.2: H eykataotaon tng unyavig FSW mou xpnotuornoujdnke oto pguvnTIKO TElpaL

Etvor o pnyavn FSW ypappikng cuykdAinong pe péyiotn nepiotpoeikn toyvtnto 3000
rpm, péylot toyvta ovykdAnong 1000 mm/min kot yovia kiiong T 10° . Ot
TAPAUETPOL GVYKOAANGONG Tov emAéyOnkav oto melpapa @aivovior otov Ilivaka 4.2,
TOPAKAT.

Mivakoag 4.2: MNapauetpotl cUYKOAANONG MEPAUATOS

Extéleon Taydmta Tayvmta T'ovia kKiiong (a, ©)
TEPANATOG TEPLOTPOPTG cuykOAAong (v,
gpyaAeiov (m, rpm) | mm/min)
1 500 10 1
2 600 20 1
3 800 30 1

H toyvmra mepiotpopng kot cuykOAAnong petafAndnkayv, evod n yovie kKAiong kot to
BaBoc POOong pevav otabepd 1° ko 0.1 mm, avtictoyya, e OAEG TIC TEWPOUATIKES
dokipés. Ta mpog cuykdAANoN dokipa TakTtdOnKay akAdvnta otnv kiivn pe t Ponbela
e€apTNHOTOS Kot StatnpnOnke €161 UNOEVIKO O1dKeEVO. XT1 GLVEXELN TO EPYAAED TOV MTOV
OTEPEMUEVO GTOV AEOVA TEPAGE TAV® OO TN YPOLLUY CLYKOAANONG, MOTE VO, SIUCOAACTEL
OTL 0V VINPYE AVOVTIOTOLYIOL HETAED TNG YPOUUNG CLYKOAANONG KOl TG EMUPAVELNS TOV
neipov. Epoocov epapudotnke kiion 1°, n tiun tov Babovg Pubiong tov epyareiov
KOTOypAeNKE [e TNV emapn Letalhd Tov omeBiov dkpov Tov £pyaieion Kot TG EMPAVELNS
tov  tepayiov gpyaciag. ‘Etol,  efacparlotav M koAvtepn  avapelln  tov
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TAOGTIKOTONUEVOD DMKOVD Kol EAOYIGTOTOMONKE 0 oYNUATICUOC edatToudTov. Edv 1
Bo0Oom elxe petpnBel pe 1o umpootivd dxpo Tov gpyaireiov, T0Te T0o omicbio dxpo Ba eiye
BuvOiotel meplocOTEPO pE AMOTEAEGUA TNV VIEPPOAIKT] OmdAEL VAIKOVD amd T (dvn

GLYKOAANOTC.

Ta cuykoAinuéva dokipia aparpédnkay Petd amd 2 AEnTd amd TNV KAV TNG UNYOVAG Yol
vo amo@evydel N Topapdpewon tov tepayiov and to akpo. Ta deiypato epeAkvouov,
EMeLTa, KOTNKAY amd 10 GLYKOAANUEVA dokipa cOvpewva pe to tpdtvmo ASTM D638.
"Eva tomucd delypo SOKIUNG EPEAKVGUOD GOUPOVO LLE TO TOPUTAVEO TPOTLTO PAIVETAL GTNV

Ewova 5.3.
R76mm

_\/

T 6
50mm mm

I "l —H
115mm
l 165m |

Ewkova 4.3: Ataotaoels Selyuatoq SoKLUNG EPEAKUOUOU

H doxuyn epeAkuopol mpaypotomnominke 6€ [o YEVIKT UNYOVY OOKIUNG EPEAKLGLLOD

(Instron, 1344).
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4.1.2 Amoteréopata - Xoprepdopata - [lapatnpioseg

Koatd tn d1dpkela Tov TEPAUATIKOV SOKILOV, Topatnpnonke 0Tt pe o pikpotepn amd S00
rpm m BepuoOTNTA TOL TAPAYOTOUV NTAV OVETOPKNG Y10 VO, TOPOUOPPDGEL TAACTIKA TO DAIKO
KOl 0 €K TOLTOL 1) AVTOYN TNG CLYKOAANONG NTav pikpn. Otav n o datnpndnke avo Tov
900 rpm, n BepuodéTTa TOL AVATTOHYXONKE NTOV VREPPOAKE LYMAR. Ouoiwg, dtav 1
ToOTTA. GLYKOAANONG dratnpnOnke kdtw tov 10 mm/min, n wapayouevn Oeppotnto
OYEOOV EMMOVE TO VAMKO KAT® omd TNV EMPAVELD TOL Teplawyeviov. Emiong, n younin
TayOTNTO CLYKOAANONG Ba Lel®VE TNV ATOTEAECUATIKOTNTA TG SlodIKOGTG oG Kot Ha
YPELOTOV KOl TEPIGGOTEPOS YPOVOG OAOKANPOONS TS Me v avénom g toyvTnTag
TEPLOTPOPNG TOL €PYOAEIOV aWENONKE Kot 0 PLOUOS ATOPAOI®MONG TOV LAIKOV. AVTo
0QENOTAY GTOV VYNAOTEPO PLOUO TPIPNG TOL diécmace TN BEpUOTAACTIKY EMPAVELD Kot
Eexivnoe  Opavorn g tvag. H amoploimon g emedvelag twv mpog cLyKOAANoN
JOKIU®V G SLUPOPETIKEG TOYVTNTEG TEPIOTPOPNG PaiveTol otnv Ewcova 5.4.

(a) (b)

Ewkova 4.4: Material peeling (éepAovbioua) (a) 500 rom , (b) 900 rpom

To Eeprovdiopa ivar mpopavmg peyarvtepo otig 900 rpm. Ot dnotdoelg Tov epyareiov
Kot 01 GALEC TAPAUETPOL TTAY 101EG KO OTIS OVO TEPUTTAOCEL,.

Kotd ™ oudpkela tov TEPOUATIKOV SOKIU®OV ypnotpomomonkay o600 dapopeTiKd
epyodeia pe ddpetpo mepravyeviov 24 ko 18 mm. H dibpetpog tov meipov ftav 6 mm.
[MopatpnOnke omtikd OTL 0 AVAOEVOUEVOG OYKOC TOL TAOCTIKOTOMUEVOL VLAKOD
avénnke pe v avénon g SopETpov Tov TEPLavyeviov. Me ddpetpo 24 mm, o pvOudg
Topaym®yNg BepuodTnTag NTOV EMiong LEYAADTEPOG.
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Onwg, mapatnpnnke kot oandiero VAKoV and ™ {dVn GLYKOAANGNS AOY® TOL VYN A0V
OyKov mopALOpPOUEVOL VAIKOV kot TPpfg. To ocvykoAAnpévo oOetypo pe obpetpo
meprovyeviov 24 mm eaiveror otnv Ewcova 4.5.

Ewova 4.5: Enidpaon neptavyeviov Stauétpou 24 mm

[Mopopolo amotedéopoto mopatnpndnkay kot pe ) odpetpo 18 mm. Axodun,
mopotnpOnNKe OTL 1 TEPIGTPOPY] TOL TEPLAVYEVIOV &€IVOl KOTOOGTPOQPIK Yol TO
Oeppomiaotikd kabhg £xel wg amotédeoua ) Bpadon e Ave tvag oTNV ETPAVELD TOV
vAoV. 'Etot, yia va amogevydei n oamdAeio, VAIKOO amd ™ {dVn cLYKOAANONG ETPETE VO
pemBovv ot dactdoelg Tov epyoieiov. Emopévac, 1 SIGUETPOC TOL TEPLAVYEVIOV OPIoTIKE
oto 14 mm kot ) S1épeTpog Tov TEipov oTaL S MmM.

To deiyua mov cvykoAAnOnke pe @ = 600 rpm kot V = 10 mm/min eaivetar otnv Ewdva
5.6.
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(a)

Ewova 4.6: SuykoAAnuévo Seiyua. (a) Mpooyn, (b) OnicGia 6yn, (c) Atevpuuévn amoyn tneg {wvng ocuykOAAnong

H wnpd ewdva glvar n umpootivi) Oyn tov cvuykoAinuévov detypatog. H {ovn g
OLYKOAANGONG eV TapPoLCLALEl OTEAEIEC KOl TO QWIPIGHO TNG EMOAVEWNG KOAO.
[MopatpnOnke, emiong, amOPAOI®ON TOV VAKOV KOTO TO TEPOUO HE OVTEG TIG
TOPAUETPOVE, AALA O OYKOG ApaipESTC VAIKOD TAV YOUNAOG.

H dgvtepn ewcova givor n omicOio TAevpd Tov TepO)iov OTOL M| POT] TOL VAIKOV UTopEl val
Qovel Pe T HopeN OLOKEVIPOV doKTVAI®V. AkOun, T0 mAdtog ™S {dVvng GuYKOAANONG
etvat HeyoddTEPO GTNV UTPOGTIVI) TAELPE o€ GUYKPLoN e TNV oTticBia, YEYovOg Tov deiyvel
OTLM ENAV® EMPAVELD ETNPEALETAL TEPICTOTEPO ATO TO TEPLOVYEVIO EVD 1) KAT® ETPAVELL
and Tov mElpo.

H tpit ewdva eivar o peyevBopévn oym g tpdoyns. Av Kot 1 ETLPAVELD QOVOTOV
Aeto, vanpyav O1GQOpPO UIKPOCKOTIKG KeVA. AVTO To KEVO dnuovpyndnkoav g
OTOTEAECUO. TOL EANTTOWUATOS TNG amopAoiwone. Emopévmg, yio ta Ogppomiooctikd
VAIKG, €ivol TPOTINOTEPO VO ATOPEVYETAL 1] TEPLOTPOPT] TOV TEPLAVYEVIOV.
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Agdopévov 0Tl ta BEpUOTAACTIKA £XOVV TOAD SLUPOPETIKEG 1O1OTNTEG OO OVTEC TOV
UETOAA®V, NTOV avaykaio vo peletnBel n petafoAn g aovikng oLVAUNG GLYKOAANONG
Katd TN drdpkew TG dadtkaciog. H petafoin e ovvaung yio cuyKoAAnuévo delypa pe
® =800 rpm, v = 20 mm/min @aivetatl otnv Ewdva 5.7.

3000 -

2500 =

2000 =

1500 =

1000 -

Z-Load (N)

500

0~

=500 -

=1000

L] ) LJ L L 1)
50 100 150 200 250 300 350

O -

=50

Time (s)

Ewkova 4.7: MetaBoAn tng aéovikng Suvaung Ue To xpovo

H npd™ Kopven mov mapatnpeitor 6to oynuo deiyvel Ty emaen Tov TEIPOL LE TA LAKA
Baonc. H dvvaun dpyoe va avédveror kabdg to VAIKO Pplokodtov G€ KOTAGTAON
Bepuokpaciog mepipdrriovioc. Me nepartépm BHO1om Tov TEIPOoL TO LAKO TOPAUOPPDOTKE
TAQGTIKA K0l £TGL 6T GLVEYELD TapaTnpeital TTdon ¢ dOvaung. H dgbtepn kopvon (2.8
kN) eivor omotédeopa TG apyIKnig ETOQENG TOV TEPLOWYEVIOVL pE TO TERd)l0. To uéyioto
a&ovikd eoptio oty mepintwon FSW Alovpviov givar mepimov 8.9 KN. Emopévog avto
detlyvet 6tin dvvaun mov amorteiton ota OeppomlacTikd eivor apkeTd yopunAOTEPY. X€ QVTO
T0 YPOVIKO onpeio vdpyel o EAPVIKY TTOOCT TOV GNUOTOS dVvaung Kot ovopdleTot
OTAOL0 TOPOUOVIG, LE dLbpKeELn TEPITOL 5 S, d1OTL 0 YPOHVOG TAPALOVIG TV 5 S elvar Eva
oo T YOPOKTNPIOTIKA TNG UNYOVAG OV ypnoiponombnke yia 1o meipapa. ‘Enetta, 1o
epyoreio Eexivnoe  diéhevon mAve o YPOUU GLYKOAANGONG KOl £TGL TO OO TNG
dovaung €ywve oyxeddv otabepd. Lto téA0G, Kabmg 10 epyoreio amocHpOnke amd ™
GLYKOAAN O, M TN NG OVVOUNG TANGIoLE 6TO UNOEV.

H avtoym og eperkvopd tov cuykoAnpuévov dokitiov tapovstaletar otov [ivaka 4.3.
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Mivakoag 4.3: Avtoxn) o€ EQEAKUOUO ava TTEPAUATIKT SOKLUN

No specimen’s ® (rpm) v (mm/min) UTS - Ultimate
Tensile  Strength
(MPa)

1 500 10 13.48

2 500 20 7.02

3 500 30 4.5

4 600 10 14.23

5 600 20 9.67

6 600 30 6.3

7 800 10 14.63

8 800 20 13.85

9 800 30 10.7

H oavtoyn tov vikod Pdaong sivoar 33 MPa. H péylom avioyn oe epeikvoud mwov
EMTLYYAVETOL PE TIG EMAEYIEVEG TTapapéTpoug ivon 14.63 MPa ov 1covtan pe 1o 44.34%
™g avtoyng Tov LAKoV PBdomng. H emidpaom g taydtrag mepiotpoens tov epyoreiov
oTNV avToYY EPEAKLGLOV paivetor oty Ewdva 5.8.

Tensile strength (MPa)

20
—a— | ) mm/min
184 —o— 20 mm/min
16 —&— 3() mm/min
——a
|4 - ./.——
12
10+
8
6 —
4 —
L] L L ]
400 500 600 700 800

@ (rpm)

1000

Ewova 4.8: Enibpaon tng TaxUTNTAS MEPLOTPOPIS OTNV AVTOXI) OE EPEAKUCUO

Hoapatnpeitor 0T vEapyer avénen g avroyng o6tav avédveror m ToyvINTO
aeprotpoPns. H mapaywyn Beppomrag Aoyw tping awéavetar 6co av&dvetor kot M
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TaYOTNTO TEPIGTPOPNG KO EMOUEVMG OWEAVETOL O PLOUOG TAPAUOPPMONG TOV VAIKOD
Baomng. e otabep| taydInTo cLYKOAANong 10 mm/min, yio @ = 500 rpm n avtoyn oe
epeAkuond mov emtvyydveton eivan 13.48 MPa, evod avédveton ota 14.23 MPa pe v
avénon g o ota 600 rpm. Me mepartépw avénon ™ © ota 800 rpm m avtoyn
epelkvopol avédaveral ota 14.63 MPa. Eqv vrepPoipue tig 800 rpm mbBavotata dev Ha
vrdper AN avénon g avioyxne. O Adyog sivar 6TL 1 Vo TV BepPoTAACTIKOV glval
HoAaKN Kol por VEePPoAkd vymAn ToybHTNTO TEPIGTPOPNS TOL TEIpoL Bar 0dNYNGEL G
amovOPAK®MOT|, KATAGTPOPT) TOV VAIKOV Kol Gpa 6T ONUOVPYIL ATEAELDV.

H enidpaon g toydmT0C GLUYKOAANONG OTNV OVTOYXN OE EPEAKLGLOL QOIVETAL GTNV
Ewéva 5.9

16
—— 500 rpm
14 - —o— 600 rpm
—4&— 800 rpm
= 12-
p>
= 104
g0
E s
N
-
tz 6-
O
= 4
A
bo L) L) L
10 20 30

v (mm/min)

Ewova 4.9: Enidpaon tng taxutntog cUykOAANang atnv avtoxn o€ EQEAKUOLO

Eivon mpo@avég 6T 1 avtoy)] 6€ £QPEAKVONO NELAOVETOL AVAAOYO pE TNV AOENON TNG
TAYOTNTOG OLELEVGN G TOV €PYaALEioV. ME TV LYNAT TaDTNTA GLYKOAANGNG LELDOVETAL O
¥POVOG TG dtodikaciog Kot apa 1 mopaymyn Oepuotntog petdvetot Adym G KpOTEPNS
TpING mov vrdpyel petaEy epyaAeiov ko tepayiov. Apoa, n peiwon g toyOTNTOG
OLYKOAAN GG KOl KATE GUVETELD 1] LEIOOT) TG TOPAY®YNS BEPLOTNTOS EMPEPEL KOl LLETOOT)
™G avToYNG otn cvykOAAnon. H avtoyn oe epehicuoud mov Aopfdaveton pe @ = 500 rpm
ko V =10 mm/min, givan 13.48 MPa, evd yio @ = 500 rpm «o vV = 20 mm/min, n avtoyn
toovtot pe 7.02 MP kat yio 0 = 500 rpm kou v =30 mm/min, n avtoyn icovtar pe 4.5 MPa.
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H mocooctiaia adénon g avroyng o€ epeikvond and 500 og 600 rpm givan 40%, evod ond
600 oe 800 rpm etvor 69.9%. H yapnAdtepn tipn| avroyxng mov emtevydnke oto meipopa
Nnrav tov 4.5 MPa pe © = 500 rpm kot v = 30 mm/min. Mg avtég T1¢ mapapéTpous M
Oepuomra mov ovamtdydnke NTav N eAdYIoTN, aEOy lyape TN YOUNAOTEPN TAXVTNTOA
TEPLGTPOPNS KOl TNV VYNAOTEPT TaXVTNTA GUYKOAANOMG. Apa, dev vanpEe 1 amotTovEVT|
TOPALOPPOGCT] TOV VAKOD KOl £TCL TO EPYOAEID OMETLYE VO OLLOYEVOTOMGEL TO VAIKO LE
amotédeopo TV YounAn avtoyn. H vymAdtepn avtoyf mov vwoAoyioTnKe 6TV TOPOVCH
HeAETN ameiye KoTd oA oo TV avtoyn Tov VAo Baong. [28]

To vAko Baong eivon dhkyo. Eniong, OAa ta cuykoAinuéva dokipo Katd tn dtipKeLa g
JOKUNG o€ €PEAKLGUO eppdvicay otabepn aotoyia (otabepn Bpavon). To Bpavopévo
dokipo pe v vymAdTepN avtoxn o€ epedkvopd (o = 800 rpm, v = 10mm/min) ka1 to
Opavopévo dokipo pe tn younAdtepn avtoyn oe epehkvopd (o = 500 rpm, v = 30
mm/min) wapovcidlovtor oty Ewodva 5.10.

Weld zone Fractured zone RS

(a)

Weld zone Fractured zone
(b)

Ewobva 4.10: Opavouéva amo epeAkuouo deiypara. (a) w =800 rpm, v =10 mm/min b) w = 500 rpm, v = 30 mm/min

To mpwro deiypa otig TayvTTeg © = 800 rpm, v = 10 mm/min , éomace AOY® EPEAKLGLOD
a6 v RS m¢ {dvng cvykdAinong. Ot koltkdtnteg oto deiypa NTav ToOAD AyoTtepes o€
oLYKPLON e TOL AAAL GUYKOAANUEVE delypaTa, YEYOvOg TTov delyvet 6Tt 1 BepudTnTa Tov
TapdyONKe NTOV IKOVY VO TOPAUOPPDOGEL TO TEUAYLN EPYUGIOS GTO AMOITOVUEVO EMINEDO.
H {ovn ovykdAinong mapépeve aBwtn. To deiypo pe toydtmreg o = 500 rpm, v = 30
mm/min éonace and ™ (OVN cvykOAAnonc. Avtd deiyvel v eldemodon gl0aywYn
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Oepuorag pe Tov eMAEYUEVO GUVOVAGUO TAPOUETPOV LE OTOTELECLO 1) TTOLOTNTO TNG
oLYKOAANONG va ftay ToAD kaxn. Eniong, vanp&av moArég onég, £voelEn andAelog LVAKOD,
AOY® oKaTdAANANG pOTIG.

Metd v olokAnpwon g Owdwociog €va pikpd delypo oamokdmnke omd €va
OLYKOAANUEVO SOKIpO Kot TotofeTOnKke Yo va ontikomromBei 1 {dvN GuyKOAANONC.

(b) Shoulder influenced rone “:; e

(a)

AS  Weld zone RS

Pin influcnced sone

Welded sample

RS scparation
from the weld
none

Ewova 4.11: (a) Naywuévo Seiyua ovykoAnuévwy depuonmdactikwy (w = 800 rpm, v = 10 mm/min), (b)
UaKpO-ELKOVA, (C) ULKPO-ELKOVA

To tomoBetnuévo deiypa gaiverar otnv Ewkova 5.11 - (a).

Yy Ewoéva 5.11 - (b) mapovoidletar n pokpookonikn eikova tov detypotog. H {dvn porig
powalel pe oynuo U, pe mm Lovn mov ennpedotnke amd TO TEPLOVYEVIO VO EVPICKETAL
ymidtepa amd avutv Tov mteipov. H enidpaocn tov meplavyeviov NTav meplopicpévn oty
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EMPAVELD TOL TEUYIOV, 0poD pmopet va Tapatnpndet 0Tt n {dvn pong LEIDOVETOL OO TNV
KOpLON TPOG Ta KAT®. To KAT® HEPOG TOV TERA)iOV emnpedleTon amd Tov meipo. Ao TV
OTTIKOTOIN O™ SLOKPIVOVTOL KEVOL YMPOL LEGA 6T {DOVN GLYKOAANGNG, Apa LITAPYEL EVOELEN
OTL T VAIKA dev avapelyOnkav kohd Kol ®¢ €K TOVTOL dgv enetedydn n opoyevomoinon.
Av16 0o pmopovoe va etvar Evag mhovog AOYOg Yo TN YOUNAT VTOYT O EPEAKVGUO TOV
OLYKOANUEVOV OOKIUI®V GE GYECT UE OTIV TOL VAKOV BAomnc.

¥ pkpookomikd eminedo, Ewova 5.11 - ¢, g {dvng ovykOAAnong dtakpivetar o
ypopp mov Agrtovpyel oG O6pto peta&d ovo Lwvav, TS aplotepng mov elvar {dvn
oLYKOAANoNG Ko TG 6e&1ac Tov eivar ) RS. To yeyovdg avtd amotelel Eva mapddetypa 6Tt
10 TOPAd0o1aKO epyareio FSW dev umopel va kdvel 1o vAKO va péet KaAd LEca 0TIG AKPEG,.

I'evikd, ocvumepaivetal 011 otV Tapovoa HeEAET Ta eOAA0 HDPE cvykoAAnOnkav
EMTUYDG, HE KOAO OQWIpIGHO KOl EAGYIOTO EANTTOUATO KAT® OmO GUYKEKPLUEVES
TAPOUETPOVG, OAAG 1 AVTOYT| TNG GLYKOAANGONG Oev NTav a&ldoroyn. H avtoyn epelkvopon
oTn peAétn PBpébnke va avEaveton pe v adENCN TG TOYOTNTOG TEPIGTPOPNG M KOl VO
peldveTOL pe v avénon g tovuTTag oLYKOAANong V. H péyiom avioyn mov
emrevyOnke Ntav 14.63 MPa ypnoyonoldvtog Tig TapapeéTpovg cuyKoAAnong o = 800
rpm, v =10 mm/min kow a. = 1°.

[28]
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4.2 Tlgpintmon FSW @vAlov Nylon-6 — Sahu et al.

H epyooia tov Sahu et al. [29] napovoialel ) cvykdiinon FSW @OdAdwv Nylon-6 «ot
Kopimg TN pnyovikny cvumeptpopd tov amoteAécpatos. H FSW mpayuatoromOnke pe
TpoPil meipov kKLAOPKO. H vymAdtepn avioyn 41% moivpuepovg Pdong, emttedydnke oe
ToOTTe. TEPLoTPOPNG ion pe 1800 rpm kot toydtnta cvykoAinong 20 mm/min. O
puéylotoc aplBud actoyidv mopoatnpnOnke ommv mpowbovduevn mAgvpd ™G {oOV”NG
GLYKOAANOMNC.

4.2.1 llewpopatiki dwedikacio

To vAko Pdong mov emAéydnke yio v mepapatiky dodikooio nrav Evo goAio Nylon-6
dwaotdoewv 100mm x 100mm x 6mm. To Nylon-6 givot éva elagpd Beppomlactikd, To
omoio &xet éva evplh EAGLO WIOTATOV KOl EQAPLOYADV. ZNUOVTIKES TOV 1010TNTEG €ivar 1M
VYNAT OVTOYN, KOAY ETUNKLVOT, aKoyio Kot GALES 01 omoieg mapatifeviat otov [ivaka
4.4,

Mivakag 4.4: Quaotkeg 1510tnteg tou Nylon-6

[Tokvémrta | AndAvt Yuvteleotn|g | Inueio Ayoypotnra
(g/cc) Avtoyn oeg | ypaupkng | Th&ewg (°C) | (W/mK)
Epeixvopd | dtaotoAng
(MPa) (ava °C) X
10~¢
0.91 46.7 85 220 0.21

XPNGLOTOUDVTAG Lo LYoV CLYKOAANGNG eAeyyOLEV amd vodoyioth, FSW 2 1oveov
kot 3 a&ovev (Teyvoroyia ETA, PVT. LTD. , Bangalore) cuykolAnOnkav ta guAAa.
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Clamping set

Ewova 4.12: Mewpapatikn Stataén Unxavnc KoL EYKataotaan ouo@iéng

To epyareio FSW mov ypnoipomombnke givar and ydivPa H13 pe didpetpo meprovyeviov
18mm, didpetpo meipov 6 MM Kot UKo Teipov 5.6mm, 6mwg eaivetar oty Ewkova 5.13.

Ewkova 4.13: To epyadeio FSW mou xpnowuornotnOnke otnv nelpapatikn dtadikaoio
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YmpEov S10Qopec TEWPOUATIKESG OOKIUEG LE €VPOC TILADV TOYLTNTMV TEPLGTPOPNG KO
ovykOAonc. To gpyareio diéhevoe v amd TN Ypapp cuYKOAANONG Kot TV OYn Tov
nelpov, pe otabepn| yovio kiiong 1° ko fabog PHOiong 0.1 mm. Ipayuatoromdnkav 9
TEPOUATIKEG QOKIUEG GE QDTN TNV EPEVVNTIKY epyacio. Metd To mépag TG GVYKOAANONG,
delypa eEetdotnke o€ SOKIUN €QPEAKVGHOV otV KAOETN d1evBvvon TG CLYKOAANGNG LE
unyavry Universal Testing Machine — Instron 1344, ue puOuod mapopdpewong 0.1mm/min
Kot oopeova pe o Tpoétuvra ASTM D638. Oia ta cuykoAinuéva dokipa kOTNKav o€
unkog 20 mm gykdpoio TS GVYKOAANGONG Yo EAEYYO CKANPOTNTOC.

4.2.2 Anoteréopata — Xopnepaocpato - [lapatnpiiosig

Ta gvAra Nylon-6 cuykoAAnOnkav pe enttvyio. ApKETH TOIOTIKG YOPOKTNPIOTIKA, OTTMG
N oxkAnpotnto {ovng cvykdAinong (HW), n oxAnpodtnta g Oepuikd emnpeacuévng (odvng
Kot unkog g tpombovpevng mhevpdg (Hhaz,AS) kat ¢ vroympovoag mhevpdg (Hhaz,
RS) tov ovykoAAnpévev dokiuiov kot M TEMKN avtoyn o€ epeikvopd (amddoon
OLYKOAANGTG), KOl Ol TAPAUETPOL TOV TEIPOUATIKOV GVYKOAAGE®V OTOTVTOVOVTUL GTOV
[Tivaxa 4.5.

Ymv Ewova 5.14 gaivetar pio tepintwon g cvykOAAnong pe moivpepég Nylon-6.

Ewkova 4.14: suykoAAnuévo Seilyua Nylon-6

Ynapyovv pikpol Kopaticpol oe Gy KUKAIKOD OaKTUAIOV, EVA TO EAGTTOUO TNG OTYG
Bpédnke oto T€A0C KGO YpapunG GLYKOAANON
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Mivakag 4.5: [Napauetpol Twv MEPAUATIKWY SOKLUWY CUYKOAANGNG

[Mewpapotic | Toyvnto Taydra Shore UTS | Arddoon | Zovn
éc dokipéc | IMeprotpoen | TuykOAANnc D (MPa) | (%) actoyio
¢ (rpm) ng hardnes G
(mm/min) S
Hw Hhaz, As | Hhaz,rs | Huthaz | AH
1 1000 10 62 60 54 57 5 9.3 19.91 HAZ
(RS)
2 1000 20 71 67 58 625 |85 14.87 | 31.84 HAZ
(AS)
3 1000 30 64 52 42 47 17 7.57 16.21 HAZ
(AS)
4 1800 10 68 62 59 605 |75 13.85 | 29.66 HAZ
(AS)
5 1800 20 68 66 60 63 5 19.14 | 40.99 HAZ
(AS)
6 1800 30 68 67 60 635 |45 10.62 | 22.74 HAZ
(AS)
7 2600 10 64 61 55 58 6 10.62 | 22.74 HAZ
(AS)
8 2600 20 71 62 61 615 |95 16.32 | 34.95 HAZ
(AS)
9 2600 30 69 67 66 66.5 |25 958 |20.51 HAZ
(AS)

H tehik avtoyn g OLYKOAANONG Yol SOPOPETIKEG TOYVTNTEG TEPIOTPOPNG KO
OLYKOAANONG amotvmvovtal otnyv Ewova 5.15.
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4.16: Aaypauua Taong-Emunkuvong

Ewkova

91



H avtoyn og eperkvoud tov vikov Bdong tov evArlov Nylon-6 eivar 46.7 MPa. H péyiot
avtoyn o€ eperkvoopd 19.14 MPa emtvyydvetor oty evoldpeon taydTNTO TEPIGTPOPNG
tov gpyaieiov 1800 rpm ko tayvTnTO GLYKOAANGNG 20 mm/min.

Emopévac, n vyniotepn amdooon e cuykoAAnong eivat 40.99% tng avtoyng tov vAkoy
Baong.

H oAxpdtra vroroyileton amd Tov Tomo:

Apxikd unkog tepayiov+emtunkvvon

%0e = X 100%

Ap kb unkog teuayiov

Apa, T0 1060016 emunkvvong and o Nylon-6 Baong ioodtan pe 49% (n empunikvuvon nTov
4.9 mm ka1 1o apykd punkog tepayiov 100mm). H telikn avtoyr cuykoAinong, kabmg kot
1 TocooTIoi0 EMUNKVVOT), BEATIOONKAY e TNV adENOT TNG TAXDTNTOG GVYKOAANGNG, GALA
pewwdnkoav pe mepartépm avénon AouPavoviag vmoyn TIC OPOPETIKEG TOYVTITES
TEPLGTPOPTNG TOV EPYOAEIOV.

Ta amotedéopota ¢ SoKing Mikpo-ZkAnpdmTag Yo OAEG TIC TEPOUATIKES OOKIUES
oLYKOAANoNG Qaivovtol oty Ewova 5.17.
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Ewkova 4.17: SkAnpotnta Shore-D ouvaptrioel TNG QmOOTAONG QIO TO KEVIPO OUYKOAANGONG yla kade mepintwon
TTELPAUATIKIG SOKLUNG

H oxnpoémra Shore-D tov vAikov PBaong Ppébnke va givon 76. Iapatnpovpe 611 M
oKANPOTNTA VITOYWPEL TePt Ta 4 MM amd T0 KEVIPO GLYKOAANGNG KO TNV TpomBovpevn
KOl GTNV VITOY®POVCH TAEVPA KOl ETELTA AVEAVEL EK VEOV OTTOTOO OGO OTOUOKPVVOLOGTE.
H oxAnpomrta peidverar Adym tov apyod puBuod yHEng, epOGov o VAKSO £xel YoUNAN
Bepuroaywypodtto. ‘Etol, anodeikvdetor 0Tt LIdpyel TEPIGGOTEPT] GLGGMOPEVGT VAIKOD
nepi Tov pécov (4mm) kot tng TpomOoduEVNG Kat TG vIoywpovoag TAsvpac. Emiong,
oKANPOTNTO vl pkpdTEPT KOTE UNAKOG TNG VLIOY®POVCHG TAELPAS Omd NG
npowboduevng. Qotdc0o, mapatnpode 0Tt otig akpeg (10 mm) n Tpowboduevn mhevpd
enpaviCetor eAapag mo advvaur. Eropévog, umopel va e&oybel to cvpnépaca 41t 10
VMKO GUYKEVIPAOVETOL KUPIMG Ao TV TPo®mBOoVUEVT TAELPE TPOG TNV VLITOYWPOVLGA KO
£to1 vNpEe avemapPKNG avadevon Tov VAKOD M omoin aw&dvel T okAnpdTTOL OTNV
mpomwBovpevn TAELPE QLTI OAAGL LELDVEL TNV OTOO0CT TNG CLYKOAANONG. Apa, 1| TTAOGT
NG OKANPOTNTOS NTUV OVTIGTPOP®S OVAAOYN HE TNV OTOTEAECUATIKOTNTO TNG
ovYKOAMOoNG. Anhaodn, M HEI®ON GTNV aVTOYN TNG CLYKOAANONG 0QeideTal KLpiwg oTN
OLYKEVTPMOT] DAIKOV amtd TNV TpomBoOEVN TPOS TNV LTOXWPOVGO TAELPA.

[29]
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4.3 Ilgpintmon FSW @oilov Nylon-6 — Zafar et al.

Mio kO GNUAVTIKY EPEVYNTIKY EPYAGia OGOV aPOpPd T GLYKOAANoT eOAA®V Nylon-6
eivar tov Zafar et al. [30] xor n omoio e€€etdlel kvpiwg v enidpacn Tov SuTAov

TEPLOVYEVIOL GTNV TUYLTNTO TEPIGTPOPNG KOl 6T OEPLO-PLOIKA YOPUKTNPIOTIKE TNG
FSW.

Ye avtn v perétn gpoppootnke FSW oe eoAda Nylon-6 mayovg 16 mm pe taydtnto
oLYKOAANGoNG 25 mm/min kot petaforiopevn taydtnto neptotpoeng pueta&d 300 kot 1000
rpm. Xpnowomomdnke Eva 101K oyedacUEVO epyaleio pe SUTAO TepLavYEVIO Kot TEIPOg
pe 0eflooTpoo omelpoedés mpoeid. To epyoieio avtd €0eife  IKOVOTOUTIKA
ATOTEAEGUOTO GE GYETIKA YOUNAEG ToVTNTEC TEPLoTPOPNC. [TapatnpnOnke o ypoppukn
oyxéon peta&d BepudTTOG Kot TOYOTNTO TEPICTPOPTG.

4.3.1 Yhlxké kot Mé0odog

Ot daotdoelg Tov 600 mpog GLYKOAAN oY dokipiv ftav 123mm X 205mm. INa v FSW
ypnowonomOnke punyavy CNC Bridgeport VMC 2216. To gpyakeio nrav
KOTOGKEVAGHEVO amd ydAvPa H13.

Pin\
e | &

Shoulder

2nd
Shoulder

B i 1mm

Ewova 4.18: Qwtoypapia Kot oxNUATIKO Ypa@NUa OTTELKOVIONG TOU EPYaAEiOU TOU ypnotuomotiUnKe oto melpauo
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[Ipwv amd ™ cvykdOAAnon TpaypatomomOnke Bepuikn| eneepyacio Tov epyareion, doTE
va omo@evybel omdoyo tov mEipov Katd TN dladikacio TG cvykoAAnocews. ‘Etot, 1
okAnpdmra tov gpyareiov avénonke and 22 HRC og 56 HRC. To Nylon-6 éyet xoaunio
1EMOEC TNENS KO £TCL YPNCLUOTOMONKE TO EPYOAEID LE OITAO TTEPLOYEVIO Y1 TOV EAEYYO
TUYYOVOTG OLLPLYNG VAIKOV amd TO TPMOTO TePlovyéEvio. H dduetpoc tov mpdTov
TEPLOVYEVIO NTOV LUIKPN Y10 VO LITAPYEL KPOTEPT TP OTNV EMPAvELR TV doKIpiwv. H
Oepurokpacio petprnke pe Beppooctoryeio Tomov-K, Kdtw and Tov TElpo 610 KEVIPO TG
SO POUNG TNG OO POUNG CLYKOAANGN G, OTwS Paivetar oty Ewodva 5.19.

Stir Zone

Advancing Side \\tj Retreating Side

Thermocouple Location

Ewkova 4.19: Synuatikn anewkovion tng 9€ong touv Vepuootolysiov tumou-K

H taydtnta cuykdAAnong kat o xpdvog mapapovig dtotnpniOnkay otabepd 25 mm/min kot
15 s, avtiotoyya, evd N ToyLTNTA TEPLETPOPNG Kupovotav ard 300 £wg 1000 rpm. H popd
TEPLOGTPOPTG TOV EPYOUAEIOV GE OAES TIC TEIPOLATIKEG QOKIUES TOV SEELOTTPOPT.

4.3.2 Amnoteléopato ko Zolitnon

H Ogppoxpocio petpndnke 1 mm xdrto and tov meipo oto delypa. Ta amoteléopata
goe1Eav Ot pe v avénon g TaxHTNTOG TEPIGTPOPTG TOV EPYOAEIOL, avEAvVETOL KOl M
Oepuoxpaocio.
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Ewkova 4.20: Ataypauua Oepuokpacioc — TaxUTNTOG MEPLOTPOPNG

Qo1660, N avénon g Bepprokpaciog dev etvar otabepn. H katodinidtepn Beppokpacio
nov Bpébnke oe avtn ™ pekétn Nrav Tov 119 °C otig 300 rpm, pe woAd Aydtepa amaépia.
Avt n Beppokpacio elvar TOAD pikpoTEPN amtd T Beppokpacio Oeppkng amroddunong tov
Nylon-6 mov eivon 350 °C. Emopévewe, dev vmapyet mbavotnta omodouncng Tov
TOAVUEPOVG LE QVTES TIC TOPOUETPOVS KATA TN GUYKOAANGN.

H Ewoéva 5.21 mapovcialet tig datopéc twv ovykoAdncemv FSW mov dnpovpyodvion
KAT® om0 S10POPETIKEG TAYVTNTEG TEPLGTPOPTG.
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Ewkova 4.21: Atatouég ouykoAAnuévwy Sokiuiwv yia (a) 300 rpm, (b) 400 rom, (c) 500 rpm, (d) 1000 rpom

Y1ic 300 rpm elvar ep@avég OTL dev LITAPYEL KAVEVO EAATTOUO TANV UIOG TOAD UIKPNG
nocottog elattopatoc tomov «flash». H atéhewn tomov «flash» givar to ypélt mov
dnuovpyeital 6TOV TO TAAGTIKOTOIEVO VAIKO Tetvel va eEmbeiton oV Gve empaveln
™G ocvykOAAnone. [epimov ion mocoTNTA VILAPYEL KO 6TV TTEPinT®Oon TV 400 rpm, dpmg
VILAPYOLY Kol KATOW0 KEVAL GTN YPAUUN paPnc. AvTd Ta KEVE TopatnpodvTol 6 OAN TNV
TEPLOYN] OGLYKOAANGNG, YEYOVOS TOL Umopel vo. OONYNCEL O YOUNAOTEPYT OVTOYN
oLYKOAANONG. Mo ToAD peydin tocdtta «flashy eivar epeovic oty mepintmon twv 500
rpm. Avtd ogeiletor otov vynAdtepn €opon OepudTTOS GE OLTHY TNV TAYVTNTO
TEPIGTPOPNG, 1 OTOld TPOKAAESE VIEPPOAIKT] TAAGTIKOTOINGT TOL VAKOD Kol G €K
T0UTOL TN pon} Tov ToAVUEPOVS. AVTo To €1d0g «flashy dev vNpye o€ OAOKANPO TO PNKOg
NG GLYKOAANONG, OAAG epPavioTNKE HETE Omd PePIKA YIA0GTA GLYKOAANONG. Eva akoun
eMdTTONO TTOV TTapaTNPEiTaL 0T LDV AVAGELONG, GTY GUYKEKPEVT TEPIMTMOT), £ival TO
eddttopa «tovvely. IIpdxettarl yioo oynuoticpuovg mov Bopilovv ToHver Kot €xovv 610
£0MTEPIKO TOVG TTarydevéVO 0épa. Eppaviovtor yevikd otnv mpomBovpevn mievpd. Eivol
ocuvnBm¢ cuveyelc o€ OAO TO UNKOG TNG CLYKOAANGNG Kol EVOEYETAL VO PTACOVY OC TNV
empdaveld ™me. Edd evromiotnke oe OAn tn Owdpopr] cvykoAinong. Xtig 1000 rpm
mapaTnPovuE TOo EAGTTOpO NG opaiwong.  YmepPohkd mur-Awuévo  Nylon-6
otpofidiotnke YOpw amd TO WEPLOLYEVIO Ko KOAMANGCE ekel oe avtiBeon pe to
ovykoAnpéva, doxipa twv 300, 400 ko 500 rpm. 'Etot, peydin mosétto moAvpepoic
épee €M Ko TPOKAAEGE TN GUIKPLVGT] TOV TUNLOTOG GUYKOAANGTC.

g obykpilon pe dAda moivpepn, O6nmg To ToAvaBurévio, o ABS kot to PMMA, 611 10
Nylon-6 g vynAdTEPES TAYVLTNTEG TEPLOTPOPNG TTOPAYEL peYaAbTEpES TocOTNTEG «flashy.
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Avtd ovpPaiver Sttt to Nylon-6 éxet younidtepo onueio ™éemg and to TEPLGGOTEPO
TOAVULEPT].

Ewoveg pkpodopdv mov enebnoav amd omtikd pikpookoémio pe peyébvvon X 100
napovctalovtar oty Ewkova 4.22.

Improper

joining

Ewova 4.22: MikpoSoun Zwvng Avadeuvong otig (a) 300 rpm, (b) 400 rpm, (c) 500 rpm, (d) 1000 rpm

Avt M ONTIKY WKPOJOUIKN avdALGoT eMOANOELoE TNV OMOVCIN EAVTTOUATOV OTN
ovykOAnon tov 300 rpm, kabahg dev Ppébnke KodNTO 1| KATL TO OcLVNOIGTO. XN
ovykOAANon v 400 rpm vrdpyel koot ta, v otig S00 rpm vrdpyet Pabid kotdTnTOL
Kol OKATOAANAG cvykoAAnuévn mepoyn. Ilapdpoln kokdtmta oAAL HEYAADTEPOL
pey€Boug mapatnpeitor 6to cuyKoAANéEVo detypa pe tig 1000 rpm. H outio oynuoticpov
KOWOTTOV 0T0 cLYKoOANUéEva pe FSW molvpuepn etvon axoun vmod diepedvnor, aArd
exTiudton 0Tt opeiletor o Oeppukn GLOTOAN, eyKA®PBopévo oépo 1 KAmOlEg
(QUOTKOYNUIKES SOUIKES OAAAYES.

Ta molopepn £rovv yopunrotepo onueio T™ENS KOl GVYKOALOUVTOL GE YOUNAOTEPES
TOYOTNTES TEPLOTPOPNS KOl GVYKOAANONG 6€ GUYKPLoN pNE To pétoira. H perém oo
delyvel po evBEmg avoroykn oyxéon petald Beppokpociog Kot ToydTNTOS TEPIGTPOPNC.
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Emniéov, ta shattdpoata epgovifovior duVOUIKE OTIC GLUYKOAAGELS UE LYMAOTEPEC
TOYVTINTEG TEPIGTPOPTC.

[30]
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KE®AAAIO 5: XYI'KOAAHXH AIA TPIBHX ME ANAAEYXH -
E®PAPMOI'EX XE YT KOAAHXEIX ANOMOIQN HOAYMEPIKQN
YAIKQN

Y& avto 10 KeQAAao e&etdlovpe Kot mopabETovpe HEAETEG, TEIPOUOTIKES OOKIUES Kol
avalvoelg oyetika pe FSW ko FSSpW cuykoAAcelg avOopotmy ToAVUEPDOV.

5.1 Hepintoon FSW cvykoriinong PE-HMW pe PP — Eslami et al.

E&etalovpe ™ perén tov Eslami et al. [16], 6mov cuykoAdnOnkov dHbo pOAL Sl0oTdoE®Y
120%x120 mm? twv avopoimv ToAvpep®GV: ToAvatduAévio vyniod popioxod Péapovg (PE-
HMW) ndyovg 2mm kot moAvmpomvAévio (PP) mdayovg 1.2mm, pe mpocoppoyn
emkaloyng (lap joint). To dokipo (@OAAO TOALUEPDV) GTEPE®ONKAV GTI| UNYOVH
akAdvnta. . Ot mopapueTpol cuykdAANong Pertictomomnkoay pe tn pebodoroyia pe to
ovotnuo. Taguchi - DOE (Design of Experiments) kot pedetiOnke m ovtoyn g
GLYKOAANGONG G KOTMON.

2mv Ewova 5.1 mapovotdletor 1 oyNUATIK OTEWKOVIOT| TNG TEPALOTIKNG O100KOGT0G
FSW y1a ouykOAAnon emcdioyng.
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Ewkova 5.1: SuykoAAnon emkaAuing avouoiwv moAvuepwv. (a) CAD povtéAdo tng ouykoAAnang emtkaAung pue otadepo
epyaleio FSW, (b) SuykoAAnuévo beiyua, (c) AlaoTaoelg Twv EAEYUEVWY OUYKOAANUEVWY SOKLUiWY

Metd ™ OdKaciot GUYKOAANONG, TO GLYKOAANUEVO, OOKiUlM, TPOETOLUAGTNKOV
KatdAAnAa dote vo de&oyfobv SoKIES €PEAKLOUOD Kol KOTMOEMG. AmO KAOe
TEPALOTIKN SoKIUN GLYKOAANGNC e entcolvmTopevn Teptoyn 600 mm? |, mpoékvyay Tpia
detypota ta omoia vroPAnONKay oe punyoavikég dokiués. Xtov Iivaxa 5.1 mapovoidletat o
oLVOLOCUOG TV TOPAUETPOV Y10 TNV EKTELEST] TV GVYKOAANGe®mV FSW kait otov TTivaka
5.2 mapovcidlovion ta 16 mepdpoto cuykOAANoNg kabe £va amd To omoia exavaAneOnKe
TPELG POPEG KaTaANyovTag o€ 48 010popeTikég cvykolAnoels. EmaéyOnke évag Tlivaxoag
Taguchi yio va opicel Tovg KAADTEPOLS GLVIVAGHOVE TOPAUETPOV Y10 TV EKTEAECT] QVTMOV
TV mepopatikov dokiudv FSW. Ilpokewévov va Peltictomonbel m dwdikacio
OLYKOAANONG, AVTi TOV EAEYYOL OAOKANPOV TOL EVPOVS TV TAPUUETPOV CLYKOAANGNG,
emLéyOnke Ko epappootnke po pEBodog epapotikod oyedioouod (DOE) ya ) peiowon
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TOV TEPOUATIKOV SOKIU®OV Katd tn didpketo ¢ uerétnc. H pébodoc Taguchi eivon pio
amd TG o OMUOPIAELG HeBOOOVE TOLOTIKOV EAEYYOL TOV £)EL YPMNOLUOTOMNOEL EVPEMG YiaL
M Pertiotonoinon g OdKaciag, ®ote vo dlatnpeitonr vwod €heyyo o aplBudg TV

TEPAUATOV, LELOVOVTAS CTULAVTIKA TO TEPAUATIKO EPYO.

Mivakag 5.1: Mivakag Taguchi pe toug cuVSUACUOUS MAPAUETPWY YL TNV EKTEAEON TWV MELPAUATIKWY SOKLUWY FSW

2ouporo [MopapeTpog Movadeg Eninedo 1 Eninedo 2
2VYKOAANONG Métpnong
A Zynua Teipov - Eninedo (Flat face | Tpryoviko
—F) (Triangular — T)
B Tayvmta rpm 1500 2500
TEPLGTPOPNG
C Toyvto mm/min 20 100
GLYKOAANONG
D Abpetpoc meipov | mm 3 6
E Mnkog meipov mm 24 2.8
Mivakog 5.2: [Nopapetpol MEPAUATIKWY SOKLUWY oUYKOAArjoewv FSW
Specimen FSW
ID process
parameters
A B C D E
Probe shape | Rotational Welding Probe Probe length
speed speed diameter
- (rpm) (mm/min) (mm) (mm)
S1 Flat face 1500 20 3 24
S2 Flat face 1500 20 6 2.8
S3 Flat face 1500 100 3 2.8
S4 Flat face 1500 100 6 24
S5 Flat face 2500 20 3 2.8
S6 Flat face 2500 20 6 24
S7 Flat face 2500 100 3 2.4
S8 Flat face 2500 100 6 2.8
S9 Triangular 1500 20 3 2.8
S10 Triangular 1500 20 6 2.4
S11 Triangular 1500 100 3 2.4
S12 Triangular | 1500 100 6 2.8
S13 Triangular | 2500 20 3 2.4
S14 Triangular | 2500 20 6 2.8
S15 Triangular | 2500 100 3 2.8
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| S16 | Triangular | 2500 | 100 |6 | 2.4

Ymv Ewova 5.2 omewoviletor 1m OYNUOTIKY] 0VOTOAPACTOCT TOV €PYOAEIOL OV
YPNOLOTOMONKE GTNV TEPAUATIKY SLodkacioL.

A
Rotating
probe
Stationary /
A
shou_lde\r Ball bearing
.,,.f/ e
: | B
Pinlengthg
v 1
Pindiameter
Section A-A

(d) | (e)

|
60’
, vV

Ewova 5.2: (a) Mpooyn, (b) OYn Statouncg, (c) Katoyn, (d) OYn tng yewuetpiog tou emumédou neipou, (e)
Oy ¢ yewueTPlOG TOU TPLYWVIKOU TEPOU

Xpnotipomombnkay 600 yempetpies melpmv, o1 onoieg amoteAovvTIoL and avidkwon 60°
Kot vyovg 1 mm: eminedog (C) kat tprywvikog meipog (d).
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Xg ot ™V gpyacia ypnolwonomdnke n teEXVIKN cLGYETIONG Ynolokng gwovag DIC
(Digital Image Correlation) poxeévov vo amotin0ei kot ovaivBei n TAnpng petotodmion
Kot T0 TES0 KATATOVIGE®MV TV UNTPIKAV TOAVUEPIKOV DAKOV KOl TMV GUYKOAANUEVOV
doxyimv. H DIC givon po omttikn néBodog, oLoKANpov Tov medion, avEmaQn TEXVIKT Yo
mv pétpnon tov nediov petatdmiong oe 2D ko 3D gpappoyéc. Asttovpyel pe faon v
EYYPAPT EKOVOV GE OLUPOPETIKA GTAOL LIOG TELPAUATIKNG SOKIUNG, LE TapoKoAoVON o
Tov pixels kot petpdvtag T petatdmion e em@dvelag Otav VroPdiAETol o€
TOPAUOPPMOT). L& AT TN HeAET ypnooromdnke to cvomua VIC-Gauge 3DTM and
v Correlated Solutions pe 600 kauepeg 4 MPixel ywo tic petpnoelg tov mediov
KOTOTOVINGEMV GTNV TEPLOYN aotoyiog. Ot kauepeg nTov eEomAicpuéveg pe eakovg Rodagon
ukovg gotioong 80 mm amd v QiOptic kot torobetOnkav wepimov 1000 mm and to
detypa. Xtnv Ewdva 5.3 gaivovratl oynuotikd n 6€om Kot TpocavatoMoUoc TOV KOUEPDY
DIC kot 1 Tpoy otk omeovion g YKaTAoTOoNG.

Camera 1 Camera 2 .

25

' 1000mm

a)

e

Specimen

Ewkova 5.3: (a) Sxnuatikn anewkovion katoyne tng 9€ong Ko Tou mpooavatoAlouoU twv kauepwv DIC, (b)
PuBuion tng DIC eykataotaons KATd T SLOPKELD TNG TTELPOUATIKIG SOKLUNG

[No ™ onwovpyio KatdAAnAng avtiBeong mov omouteitol OTIS €QPOPUOYES TV
CLYKEKPIUEVOV LOVOXPOUOV KOUEPDV, WEKALETOL 1] EMPAVELD TOV JElYHOTOG LE LOOPO
peAdvt Téve and Eva Aeio AevKO oTPOUN TAVE omd TNV EMPAVELL TOV OEIYLATOS Y10 TN
onpovpyia evég Tuyaiov potifov kNAidwv.

104



Q
-~

1.5mm

® 00 0 0 00
® ®© 0O 0 00 00
® 0 0 000 0 00
® 0 0 000 0 00
® 0 0 000 0 00
® 0 0 000 0 00
® 0 000 0 0 00
® 00000 0 00
® 0 0 0 0 0 00
® 0 0 000 0 00
® 0 0 000 0 00

amm

Ewova 5.4: (a) MotiBo Baduovounong, (b) Bauuévo ue Yekaouo Seiyua yia DIC uétpnon

Avto 10 VY00 potifo amotvrdveTol oty Ewodva 5.4-b. To ntedio peratonmicewv Aoy®
Katamwovnong vmworoyiletar amé ™ ovoyétion kABe véag €kOvog pe VTRV TG
avagopdc. Ilpwv amd v amdktmon tov dedopévev, to cvotnue Padpovounonie
ypnowonowdvtag €va potifo Pabpovounong 12x9 kovkkidwv (Ewove 5.4-a). H
BaBuovounon epapudotnke dote vo. PETPNOOVV 01 £0MTEPIKEC Kol Ol €EMTEPIKEG
TOPAUETPOL TG KAUEPOS Yia VA KataoTel Suvatn 1 avadidraén tov cvatiuatog DIC. TIpw
and Vv eKTéAleon KAOE TEPAUATIKNG OOKIUNG KATAYPAPNKE L0 EIKOVO, OVOPOPEG. XT1
oLvvEyELn, aoKNONKe pOptTiomn oto deiypa pe puOud 2 mm/min ko ) Katamdvnon petpronke
0€ TPAYHATIKO XPOVO UE £VOL EIKOVIKO UNKLVGIOUETPO pnkovg SO mm péypt tv actoyio.
To @oprtio petpnOnke amd ™ unyovy Instron E1000.

‘Emerta, petd m Peitictomoinomn tov TapopéTpOV GUYKOAANGNG KOl TV avAaALGN NG
AVTOYNG GLYKOAANONG Y10l SLAPOPETIKOVS GLVIVAGLOVG TAPAUETPOV, TOPNYONGAV APKETE
delypata pe TG PEATIOTOTOMUEVES TOPOUETPOVS CLYKOAANGNG. XN GUVEXEWN, TO.
TOPOCKEVAGUEVO OELYLOTO, TO OTTola NTaV GuYKoAANéEVa e FSW, cuykpibnkav pe diieg
eUTOPIKEG LeBOOOVE GLYKOAANGEMG.

[Tpaypatomromnkav SoKIUEG KOMMOGEMG Ue EAEYXOUEVO @OopTio VYNANG cvyvotntas. H
duapkeln TG KOmmwong ANednke yua tpio StapopeTikd enimeda @OPTIONG:

90%, 80% xor 70% tng teAkng avtoyng epeikvopov (UTS) viwkov Pdong pe v
VyYNAGTEPN add00T, dNAadn To ToAvporvAévio (PP). O Adyog tdoemv 1oovToy pe

105



R = 0.1, n ouyvomra pe 25 Hz, ypnowomolidviag ™ MAEKTpIKn unyovn Instron
ElectroPuls o€ Oepuokpacia mepipdrriovtoc.

IMa va cvykpiBel n avtoy o6& PEAKVGUO TV GUYKOAANUEVOV SEIYUATOV LLE OVTH TOV
VAMK®OV Baong, viobethnke n évvola g «amopakpvouévng tdone». H amopaxpoouévn
TAOT VTOAOYIGTNKE GTNV OMOUOKPVGUEVT TTEPLOYY OO TNV EMKAAVTTOUEVT] TEPLOYN TOL
AETTOTEPOV UNTPIKOD VAKOD, OTIMG POIVETOL GTO TOPAKAT® GO — a).

H avtoyn oe gpehikuopd towv vAMkov Baong petpnnke pe v tomikn pébodo dokiung
ASTM D-638 pe pvbud eoptiong 2 mm/min. Katé t ohykpion G OmOUAKPVCUEVG
Taong Tov delypatog “S5” pe ot 1oV TPOTVAEVioL, emtedyOnke amddoon 76% OmMG
napovotaletar otnv Ewdva 5.5-b. Emiong, mapatnpeitar 6t1 pécw e cvykekpuévng
dradkaciog mapnynoav 1oYVPEG GLYKOAANGCELS, OAAL e OPKETE LKPATEPT) OAKLUOTN T
o€ OYE0MN UE TO UNTPIKA VAIKA. Avtd ocvuPaivel, 10T, To GUYKOAANWEVO dglypata
amoTEAOLVTOL OO dVO SLOPOPETIKA €101 TOAVUEPIKMOV VAIKOV LE SLOPOPETIKG UNYOVIKE
YOPOKTNPIOTIKA, To Oomoiot avadevtnKov kot oeupniathonkoav poll vad vynin
Bepuokpoacio kot vymAn aoviky dvvaun. [16]

Remote area
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Ewkova 5.5: (a) SuykoAAnuéva Sokiuta PE-PP, (b) AtopakpuGUEVN TAON CUVAPTHOEL TNC MOUPAUOPPWONG
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5.2 lgpintoon FSW ecvykoriinong ABS pe PP — Miranda et al.

H povadwm epevvnrikn epyocio wov £xel tpayparorombet mavom oty FSW tov avopoumy
Beppomraotikdv ABS-PP sivar tov Sanchez Miranda et al. [32]

Ytovug ITivaxeg 5.3 kot 5.4 mapotiBevtal, v YEVeL 01 KOPLEG PUOTKES KO UNYAVIKES 1O10TNTEG
TV gunopik®v ABS-PP molvpepdv Kot £101ké TV GUYKEKPIUEVOV TOV EMAEXONKOV Y10

QT TNV HEAEN.

Mivakog 5.3: QUOLKEG Kot UNYAVIKEG LOLOTNTES TwV ABS Kot PP yevika

[016tteg | [Tukvomrta | Métpo Opro Zidnpoémra | Osppokpacio | Moplako
(kg/m?3) Elaotikotntog | dwapporc | Rockwell VOADIOVG Bapoc
(GPa) (MPa) uetamtoong | (g/mol)
(C)
PP 900 - 2400 | 0.008 —8.25 12 - 43 20-118 -20 - -17 250000
ABS 1000 - 1200 | 1.8 -3.2 30-40 68 - 118 108 - 109 105250
Mivakog 5.4: QUOLKES KaL UNXAVIKES LOLOTNTEG TWV OUYKEKPLUEVWY Sokiuiwv ABS kot PP mtou emiAéydnkav o€ autr)
UEAETN
[010teg | TTukvotnra | Métpo Opro YxAnpotmra | Oeppokpacio | Moprokd
(kg/m3) Elaotikoémrog | dwapporic | Rockwell VOADOIOVE Bapog
(GPa) (Mpa) uetantoong | (g/mol)
O
PP 900 1.3 30 9 -18 250000
ABS 1050 2.3 40 100 108 105250
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Xpnowonombnke KuAvopkog meipog, 0mmg eaiveror otnv Euova 5.6.

10 mm

254 mm |—

= 9 mm

Eikova 5.6: SxnuUaTikn ameLkovion ToU epyaAgiov UE TIC SLAOTATELG TOU

Ot TAdieg TOV GVYKOAARONKOV NTOv dtaotdoewy 17 X 4 X 1.27 cm :

Ewkova 5.7: Etkova Twv SOKLUIWV TTOU UYKOAARONKay atn UEAETN
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Ytov Ilivoka 5.5 xotaypd@oviolr ot GLVOLOCUOTL TOV TOPAUETPOV GUYKOAANGONG TOL
epapuoOoTNKAY OTIG doKIEG FSW.

Mivakoag 5.5: MapaueTpoL MEWPAUATIKWY SOKIUWVY ouykOAAnong FSW

FSW Tayvta Taydmta Tayvta ZymMuo Emaon
Test [TepioTpognc 2vykOAANong | Aeioovong ITeipov TEPLOVYEVIOVL/VMK DV
(rpm) (mm/min) (mm/min) GLYKOAANGNG

1 1060 30 20 KvAwdpog O

2 1060 15 10 KvAwdpog (0)%

3 1060 15 10 KoAwdpog Nt

4 1060 10 10 KvAwdpog Nt

5 1060 5 5 KvAwdpog Nt

6 1060 5 5 KoAwdpog Nt

7 1060 3 5 KvAwdpog Nt

8 2000 1.5 2.5 KvAwdpog Nt

9 2000 5 KoAwdpog Nt

10 2000 1.5 5 KoAwdpog Nt

11 3000 3 2.5 KvAwdpog Nt

12 2000 5 2.5 KoAwdpog Nt

13 2000 3 2.5 KvAwdpog N

14 2000 1.5 2.5 KvAwdpog Nt

O1 000 TPMOTEG SOKIUES OEV EIYAV MG ATOTEAEGLA TNV EVEOCT TOV OVO TOAVUEPIKMDY DAMKOV.
H tpim xon n tétaptn dokiun TpokdAEcay OTEAT] GUVOEST). TNV TEUMTN SOKIUT QatveTon
Vo BEATIOVETOL 1] EVOOT] TOV 00O OVOLOIWV DAIKOV, KON KL 0V TopaTnpeiTon T0 EAATTOU
TOV «TOVVEA» oTO TPp®TO. 5 CM amd Vv Evapén g dwdkaciog cvyKOAANoNS, Onwg
eaiveror otnv Ewova 5.8.
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5 cm

Ewkova 5.8: ATtelkOVLON TOU EAQTTWUATOC «TOUVEA» TO OTTOL0 EUPAVIOTNKE OTNV MEUNTN MELPAUATIKN SOKLUN

1 dokiun 7 n o dTNTO GLYKOAANOTG HELOVETOL 6TOL 3 MM/MIN, pe to EAATTOUN TOTOV
TOUVEA VoL EpeavifeTor 3 CM amd TV apyn TG CLYKOAANONG. TN dokun 8 £yovpe avénon
™G TOYVTNTOG TEPIOTPOPNG KOl LEIDMOT TOV TAYVTNTOV GLYKOAANGNG Kot d1eicduong Kot
£T01 T0 EAATTOUO TOTOV TOUVEAL gup@aviotnke pe pnkog 1 cm amd v apyn g
oLYKOAANONG. X1 dokn 9 dev vnpEe KaBOAOL 0 GYNUATIGUOG TOV EAATTMOUATOS THTOV
TOUVEA, OTmG apatnpeitar oty Ewkdva 5.9.

Ewkova 5.9: ATtelkOVLON TOU QITOTEAECUATOG TNG EVATNC TEPUUATIKIG SOKLUNG CUYKOAANGNG

Ym doxyn 10 m toydvtnTo cLYKOAANONG pewwveton katd 50% oe oyxéon pe Vv
TPONYOVHEV KOL TO EAATTOMO TOTTOL TOLVEA epavileton Kot maAl pe pnkog 1 cm. H
avénon g TayvToag TEPLoTpoens otig 3000 rpm (Sokiun 11), mpokadel PAGPn ot
OLYKOAAN G, AOY® TG VIEPPOAIKNG dtdyvonG BeprdTnTaG, e OMOTEAEGHLA TN dNovpYia
acvveyelv otn (ovn ovykoAinone. Téhog, otic dokés 12,13 ko 14 pewwdveton M
ToOTNTO GVYKOAANoE®G od 3 mm/min og 1.5 mm/min mpokepévon vo, a&loloynBet m
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aVTOYY 0€ EPEAKVGUO TV GLYKOAANUEVOV dokiinv. BéATiota anotedéopata mg mpog Tig
pnyovikég 1010t teg eEANeOncav otig dokipég 13 ko 14.

O1 0106TACELS TOV GUYKOAANUEVOV TPIGUATIK®V OeypdTov Tov dokipnav 12,13,14, otig
omoieg mparypatomotfnke ELEYXOG TNG AVTOYNG OE EPEAKVOLLO, TAV: piKog 65 mm, TAdtog
12 mm kot mwhyog 3 mm. Ot JoKYWEG EPEAKLGUOL TpayLoTOTOmONKaY e oTadepn|
Toyd o Topapopemong 1.5 mm/min.

Ewkova 5.10: Ta ouykoAAnuéva Sokiuta mou urmoBANOnkav o S0KIUES EPEAKUCUOU. TO UAUPO XPWUA QVTLOTOLYEL OTO
ABS kat to aonpo ato PP.

Ytov [Tivaka 5.6 Tapatifevtat ot TEPAUOTIKEG TOPAUETPOL TOV SOKIUADV EPEAKVCUOV.

Mivakag 5.6: Mapauetpol SOKLUWY EQEAKUGUOU

Ap1Ouo6g doxung Tehkd epapuocuévo  @optio | TuvoAlkn petatdmion (mm)
(Newtons)

1 291.96 0.4637

2 269.56 0.4857

3 326.50 0.5779

4 298.00 0.5494
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2mv Ewova 5.11 anewcoviCovtor To amoTeAEGHATO TOV SOKIUDV EPEAKVGLOV.

NEWTONS

0.7

mm

Ewkbva 5.11: AtoteAéouata SOKIUWY EPEAKUCUOU

g yeviko mhaicto, n Bpaon otig Sokiég epeAKVoUOD AapPdavel xdpa oe 5 Ldveg: o) EEw
Ao TN paen GLYKOAANONG, B) 0T SEMPAVELD VTTOYDPNONG, Y) OTNV VILOY®POVGO TAEVLPA.
™G PAPNG GLYKOAANONG, O) GTO KEVTPO TNG PAPTS CLYKOAANGNG Kot €) 6TV Tpowbovpevn
TAELPE TNG POPT|G CLYKOAANOTG.
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Ewkova 5.12: Opauvon twv ouykoAAnuévwy avouolwv moAuvuepwv ABS-PP, unto Sokiung epeAkuouou

211 GLYKEKPIUEVT HEAET, OTtmg dtokpivetor otnv Ewova 5.12, diec ot Opavoelg tov
JOKIU®MV €QEAKVGUAOV GLVERNoaV ot (dVN ovAdELONG KOl GTO KEVIPO TEPITOL TNG
OLYKOAANOTG.

Yta ypaeruota g Ewdvog 5.13 mapovcsidalovior ot ypapikeés mopacTAcES TAGNG-
LETATOMIONG, TV ToAvpeptk®v vAkdv ABS kot PP, mov mpoékvyav amd tig dokipég
gpelkuopod unyavng peyiotov eoptiov 400 Kg kot taydmrog epelkvopod 1.5 mm/min.

Newtons Newtons

ABS

mm mm

Ewkova 5.13: AOKIUEG EQEAKUOLOU OTA AVOUOLA TTIOAUUEPLKA UALKd PP kat ABS
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Ta amoteréopata avtd ypnoioromdnkay yio va cuykplfodv pe avTd TOL EQEAKLGLOD
MG GLYKOAANONG TV avopolwv moivpepav. Ov tpéc g Meylomg Avioyng oe
Egeivoopd (UTS) frav 360 N oto PP ka1 480 N oto ABS. Emopévog, n avtoyf g
GLYKOAANGNG ®G TPOG TNV UEYIOTN avToy o€ epeikvuopd tov PP ftav 91% ot dokun 3
Kot 83% o1 dokiun 4.

Mo mv extipmon g okAnpdmrag, petpndnke n oxAnpdtnra oe {OVEG KOTA UKOG KOl
TAATOG TV GLYKOAANUEVOV dokipiov 13 kot 14.

20

ABS Stir Zone PP
16 o
12 @
>
-
8 A
®
K}
Retracting side Advancing side
0
10 1.5 5 25 0 2.5 5 15 10
Distance from welded center, mm
(@
20 ;
ABS Stir Zone PP
i S |
o
>
8 & -
:,
-

o
‘Iﬂ ~

Retracting side Advancing side

10 7.5 5 2.5 0 2.5 5 7.5 10
Distance from welded center, mm

(®)

Ewkova 5.14: Metproeic okAnpotnTac KaTd UNkog kat mAdtog twv Sokiuiwv ABS-PP: (a) Aokiuto 13 kat (b) Aokiuto 14
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Or Tég okinpdémrog tov mévie eykapoiov (ovov pétpnong  okANpOTToC,
amewoviCovtal 1 kabepia pe dapopetikd cvpPoro. H oxinpotnta mapovoialet tipég 12-
17 HV otmv neproyn tov ABS kau 10-13 HV ot {dvn tov PP. Otewg mapatnpeita, i
OKANPOTNTO pELOVETOL owoONTa, £YOvTOg TS YOUNAOTEPES TIHES TNG, 61N COvn
avaosvons. Aniaodn, ota oNuEio Tov TO OV0 TOAVpEPT] £ivor avoprypéve £xovpe
RELOUEVY] GKANPOTNTA GE 6YE0TN NE TIS TEPLOYES TOV KOOUPE PNTPIKOV DVAIKOV.

[32]
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KE®AAAIO 6: XYMIIEPAXMATA KAI TMPOTAXEIX TITA
MEAAONTIKH MEAETH KAI EPEYNA

H ovykoAinon ow tpifng pe avadevon amotedel v mo Kowvotopo véo péBodo
OLYKOAANONG e evpeia, TAEOV, YpNoT GTn Propnyovio Kot GuVEYN EPELVNTIKY TPHOJO Kot
eEEMEN. H ovykekpluévn dmhopatikny epyoasio tapovsiace tn néH000 Kol GLYKEKPUUEVES
EPUPUOYEG TNG EML TOL TPAKTEOD, OGOV APOPH GLYKOAANGELS TOAVUEPIKOV VAIKDV. Ta
KOplo. cvumepdopoto mov eEnyOnoav sivar 6Tt 1 FSW mapdyel BEATioTeg GuyKOoAAGELG
nolvuepadv (kvpimg tov HDPE, ABS, Nylon 6, PC, PP, PE, PP, PETG) ue dwitepa
VYNAEG avToxés, €Qapuolovtag Tic KOTAAANA®Y cuvOnkeg (oyxetikd vynAEG ToyOTNTEG
TEPIGTPOPNG KO YOUNAEG TOYVTNTES TPOWGCNC).

[Mpotipwdtor n ypNon OREWPOEWDOVG TEIPOL Yo PEATIOTN OVAGELGN TOV VAIKOV.
ATOQEVYETOAL YEVIKA 1] TEPLGTPOPY] TOV TEPLAVYEVIOV, 1] KPLGTAAAMGT LEWVETAL 6T (MY
avAadevong KoL 6TA GNUELD TMV GLYKOAANUEVOV SOKIUI®V TTOL VITAPYEL VYNAT CKANPOTNTA
1N OAKILOTNTA EIVOL HEWOUEVT).

Eivar pio owovopikn kot owoAoywkn péBodog pe Pacikd tng mpotépnua Evavtl Tov
OLYKOAMGEDV pHE TOEO 1 GLYKOAANGT] OVOUOI®V KPOUATOV Kol DMK®OV. Xg eminedo
Noavmnywmg n FSW mpoceéper moArég duvatdmteg avamtuéNg T®V GUYKOAAMGE®V
Tunuatov g yaotpas. Ommg avaeépbnke, ot vavanywn Propnyovie n FSW
epappoletat Kupimg ylo. GUVYKOAANGELS OAOVUIVIMV TV GEP®V 5-XXX Kot 6-XXX. H FSW
moAvpep®V Bo UTopovoE Vo £YEL CNUOVTIKEG EPOUPUOYES OGOV OPOPA GUYKOAANGELS
mhactikov colveov (PE, ABS, PVC, PP, CAB, PTFE) ot ortoiot ypno1porotovvial oto,
mAolo, TAACTIK®V KOOIGUAT®V, DTEPKATACKEVMOV KL TAVEA.

[MopatmpnOnke, 01t Ta ToAvUEP AGY® TOL YapMAdTEPOL onpeiov THENG GLYKOAAOVVTOL
o€ MOAD LUKPATEPES TOYVTNTEG GLYKOAANGNG KOl TEPLGTPOPNS EPYOAEIOL ad To LETAAA,
EVAD LTAPYOLV Kol TEPACTIEG JPOPES UETAED TOVG GTY PON] TOL VAIKOL Kol TV
aVaKPLGTAAA®ON Katd TN d1dpKel TS cuYKOAANoNG. H épevva, n pedén Kot ol GYeTikég
TEPaPATIKES e@appoyés s FSW ota pérodha sivar extetapévn, v aviiBécel pe v
nepintoon tov molvpepadv. TéLog oto okEAOG TG pelwong tov kdoTovg Ba Tpémet va
VILApyEL EVKOAN Ttpocappoyn Tov FSW gpyaieiov oe dibpopa £10m epyaictopnyavay Kot
EI00YMYN G€ LEYOAVTEPO AVTOUOTOTOMUEVAOV/ POUTOTIK®V pnyavav FSW.

v EALGSa 1 GUYKEKPYLEVT TEYVIKT] GLUYKOAANOTG £XEL TEPLOPIOUEVEG EPUPLOYES GTOVG
Toueig TG ekmaidevong, g Prounyaviag kot g Proteyviag. H eicaywyn g expddnong
™G HeBOOOV OE EKTOOEVTIKA TPOYPAULOTO GCUYKOAANTAOV Kot 1) Onpovpyia avtictorymv
ocepwvopiov poll pe 11g KatdAAnAec VTodouES Ba TPOSPEPEL dSVVOTOTNTES EKTOUOEVONG
EMvov erayyehlatidv GOYKOAAMNTOV Kot avamtuéng g pebddov oe mopaywytkoig
toueig (m.y. Novmnyeio).
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